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Multi-function Taps
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Multi-function taps save energy and combine multiple functions in
a single tool, carrying out thread cutting and other processes
simultaneously.

Three types are available:

@ Multi Taps (TC-MLT) : straight fluted and made of
cemented carbide

@ Multi Spiral Taps (MLT-SP) : Low helix angle, spiral fluted and
made of high-speed tool steel.

Multi Taps @ and @ can perform direct tapping of cast molded
holes in diecasting parts, require no reaming and can precisely
process internal threads with an uniform minor diameter.
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Features of Multi Taps (MLT) and Multi Spiral Taps (MLT-SP)
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B The Multi Tap has an End Mill on the tip and a Side End Mill in
the complete thread portion right after the chamfered
thread cutting teeth. With these end mills and tapping threads,
deformed molded holes can be accurately milled and tapped in
one cycle of tool feeding.

W Internal threads are precisely trimmed by the Side End Mill at the
sametime with the tapping process. With no burrs and uniform
minor diameter, the concentricity of the minor diameter is improved
to produce highly accurate internal threads.

W Internal coolant supply enables tapping to the full depth of a blind
hole with minimum margin at the bottom.

The casted remainder in the bottom of the hole is rejected at the
time of tapping.

W Able to be reduced cycle time about 40% from the conventional
way.
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Side End Mill
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End Mill

FA K= =
internal coolant hole
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Remainder in bottom of die casted hole
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Mt is necessary to be applied with synchronized/rigid tapping.

Mt is necessary to be used rigid chuck. Tappers or elastical
holders may cause some trouble.

B Hole size of molded cast should be “nominal sizex0.6" or larger.

W This tap produces more chips than other cutting taps, so that
internal lubrication should be applied for the size 1.5D or larger
to eject chips. “Side- Through System” is required for smaller
sizes. (Refer to Page 279)

W Misalignment of center will cause trouble with precision of an
internal thread of breakoge.
Less than 0.5mm of misalighment on M8X1.25.

Bt is necessary to have Side-through for through hole tapping.
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Multi-function Taps

D MI>—% Processing Data
11.5~15.0mm R
Ry TC-MLT TC
X o 5
b M as ey o D5E@4.2mm 0.2mmBRI0 10
BEIHE ADC ]2 S EER ) 2
Work material ADC12 cast molded through hole S—JCA1° Taper ‘E’IJ =
Eﬂ%’geed 10m/min 700rpm 9 |
o2 = =_ o . =2
TRE E}gﬁgﬁgm %per}a\nﬁgie.l y MLT M5X0.8 GT4 3P INT#X (Durability) Vo
BMAUE 11.5/13.5/14.0/15.0mm : 0000 -7 =
H—SUk Tl - o
Coolant Lubricant injected from outside device T T T T 1
{5E R WEIYY — gty — 0 2,000 4,000 6,000 8,000 10,000 2
Machine Machining center
| 23mm K 12mm ol =]
—=" 2
%§9v7 MLT-SP TiCN HSSV ‘ 54
: ) e Q
HAX M8x1.25 GT6 31 . _— | 9.4mm EN)
Tap size MBX1. 25 GT6 (3P) EBIT LSLVAN | B S 7
#&EUHE ADC %}Ez\-_lt.-a EEW Blind hole Through hole Thin film 3
Work material ADC12 cast molded blind hole, through hole %
IHbRRE 40m/min 1600rpm o
apping speed
VAN 07¢6.05mm NEP5.538¢5.61mm MLT-SP M8x1.25 GT6 3P HSSV T (Durability)
Hole size Entrance¢6.05mm_Bottom¢5.538&¢5.6 1mm
MUK 1E7%1 8mm&EiEIN 1 2mm
Thread length Blind hole 18mm &, through hole 12mm '| 20.640
H5—SUKN BUH—2)U—&HEN RHE4MPa
Coolant Center- through & side hole, Lubricant oil pressure 4MPa T T T T 1
{55 PR, R I— 0 5,000 10,000 15,000 20,000 25,000
Machine Machining center
ERyyT MLT-SP TiCN HSSV ¢6.5mm
JAZ M10x1.5 GT6 3iL ?11mm @7mm
Tap size M10x1.5 GT6 (3P) HyT l C—
I =1
el L APl i hrough nole Tapsy 2t ﬁsﬁzgéﬁg
TR -
VHEE 31m/min 1000rpm
VA O7t6.5mm  7UE@7.0mm MLT-SP M10x1.5 GT6 3P HSSV 1T (Durability)
Hole size Entrance¢6.5mm__Bottomg70mm
BWRUE 24.5mm F/ERERAIKDINIT
Thread length 24.5mm_Machined from smallest dia. side 1 20,000
H—SUK TR EDKEEN G
Coolant Lubricant from bottom by outside device T T T T |
{E R Rt 5— 0 5,000 10,000 15,000 20,000 25,000
Machine Machining center
AMRLE 22mm
ERYvT TC-MLT-SP TC ¥ % «— Effective thread length—
Taps (Special Order Product) 6.0mm ¢7 8mm
X ®6. .
Tap size MJOQ] 215 %?s %TB 3 v _
WHEIME ADC12 shiR= Bl Taps SiaERiaMm
Work material ADC12 cast molded through hole Lubricant
IHLER 22m/min 700rpm
apping speed
VA O7x96.0mm  JUK¢7.6mm MLT-SP M10x1.25 GT6 3P TC ANT#4 (Durability)
Hole size Entrance@6.0mm _Bottomg7.6mm
LR 22.0mm E/ERRAIEDINT
Thread length 22.0mm_Machined from smallest dia. side '| 90’000
H—Sh TEREDKEEN G
Coolant Lubricant from bottom by outside device T T T T 1
fEFRER NI~ 0 20,000 40,000 60,000 80,000 100,000
Machine Machining center
| e 27mm Depth N
EmyyT MLT TiCN HSSV [ B3thUES 24.5mm Effective thread length
X —
'g;rsljzi M11091 2]5 gT56 G3-FI>-6 3l O5t¢7.54mm ®6.05mm
WA E ADC 12 SHREEEIN Entrance
Work material ADC12 cast molded through hole
?JHIJ}ZE 63m/min 2,000rpm
apping speed
VAES Ote7.54mm  JUE$6.05mm MLT M10x1.25 GT6 3P HSSV IT% (Durability)
Hole size Entrance¢7.54mm __ Bottom¢6.05mm
BARUE 24.5mm ] =
-3k U5 —R)—4HE7MPa KAk
Coolant Center-through hole 7MPa_Water soluble T T T 1
{E AR eIt — 0 2,000 4,000 6,000 8,000
Machine Tapping center
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Tap material Surface treatment

TYPE 1
8 !:ZJ ec 2 ?Ds K
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7 \‘ .
Tik @X—hLBUA &(i1 (Unit) : mm
— TJ- 74 7L No. X0 Bt B AR K 3 & (mm) Dimensions B | ZCiEH | EiEE
w. Item No. Nominal size Limit | Type L s 2n K Flutes | ZC groove | Consolidated
= ;E OJ M3 x0.5 1.5P GT5 1 70 11 4 18 24 3.2 6 3 1 El
ﬁ O M3 x0.5 3P GT5 1 70 11 4 18 24 3.2 6 3 3 =l
1 M4 x0.7 1.5P GT6 1 70 13 5 20 3.1 4 7 3 1 =l
" O M4 x0.7 3P GT6 1 70 13 5 20 3.1 4 7 3 3 a
t E O M5 x0.8 1.6P GT6 1 100 16 55 25 4 4.5 7 3 1 E=]
a2 O M5 x0.8 3P | GT6 1 100 | 16 | 655 | 25 4 | 45 7 3 3 il
?‘: 2 O ME x1 15P | GT6 | 1 100 | 19 6 | 30 | 48 | 45 | 7 3 1 E
é z O M6 x 1 3P | G616 | 1 | 100 | 19 6 | 30 | 48 | 45 | 7 3 3 A
= ] M8 Xx1.25 1.6P GT6 1 100 22 8 40 6.2 6 9 3 1 =l
~ 2 O M8 x1.25 3P GT6 1 100 22 8 40 6.2 6 9 3 3 E=]
”Jg O M10 x 1.5 1.5P GT7 1 100 24 8 39 7.8 6 9 4 2 a
9: ] M10 x 1.5 3P GT7 1 100 24 8 39 7.8 6 9 4 4 a
‘9‘ ] M10 x 1.25 1.5P GT6 1 100 24 8 39 7.8 6 9 4 2 =l
J ] M10 x 1.25 3P GT6 1 100 24 8 39 7.8 6 9 4 4 =l
j O M12 x 1.75 1.6P GT7 1 100 29 10 43 9.8 8 11 4 2 a
O M12 x1.75 3P GT7 1 100 29 10 43 9.8 8 11 4 4 a
[ M12 x 1.5 1.5P GT7 1 100 29 10 43 9.8 8 11 4 2 a
] Mi12 x1.5 3P GT7 1 100 29 10 43 9.8 8 11 4 4 =l
O M12 x 1.25 1.6P GT7 1 100 29 10 43 9.8 8 11 4 2 a
O M12 x 1.25 3P GT7 1 100 29 10 43 9.8 8 11 4 4 a
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g [ ocnen Lo ccncg | STFERE| MG | mazam 7 azon Lugozar| o | PN | B8 | o g | F 5 RIR9L 157599 | 757999
e el e - RS e i TR smex s i JUS BB o | e w0 VAR T

Low Carbon |Medium Carbon| High Carbon| Cold Rolled | Structual | Hardened | Stainless | Tool High Tension i Aluminum | Zinc Brass [Titanium [Magnesium | Themosetting i
Steels Steels Steels | Shest Steels|Alloy Steels| Steels Steels | Steels Gt el Cast Iron AT Diecasting | Diecasting| Coear | (B Casting | Alloy Alloy | Plastic iz il
810C | 822C | gu5¢c | spc | scm |HRC55 AC

S § S SuUs SKD FC FCD Al ZDC Cu Bs BsC
s20c | s40c| ' | SPH | SNCN |HRCE0 ADC
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BOFYT BEVIVFIYT zeroip Tunesten Cartide i Tas
& :WC

Tap material

TC-ZC-MLT

TYPE 1 TYPE 2
2c ?Dn d’LS Ok ec @ 0K 8
e X/ _|
———2 0 | =& s
1] =) v J X %
) 2k e M
en H L 4
L >
! T
(0]
Fsd
@ X—hILRUH i Ui 4R
747 Ls No. FU B B AR F 4K I % (mm) Dimensions BY | ZCEY | =GB TJ' -
Item No. Nominal size ec Limit | Type L ) Ds en Dn K ok Flutes | ZC groove | Consolidated o @@
O M3 x0.5 165P | GT5 1 70 | 11 4 18 | 24 | 32 6 3 1 5 o
O M3 x0.5 3P | GT5 1 70 | 11 4 18 | 24 | 32 6 3 3 5 *x
O M4 x0.7 15P | GT6 1 70 | 13 5 | 20 | 31 4 7 3 1 5
O M4 x0.7 3P | cT6 1 70 | 13 5 | 20 | 31 4 7 3 3 5 .
O M5 x0.8 15P | GT6 1 100 | 16 | 55 | 25 4 | a5 7 3 1 5 iy 4
O M5 x0.8 3P | GT6 | 1 100 | 16 | 65 | 25 4 | 45 7 3 3 i e
O ME x1 15P | GT6 1 100 | 19 6 | 30 | 48 | 45 7 3 1 5 2 E‘F
O ME x1 3P | GT6 1 100 | 19 6 | 30 | 48 | 45 7 3 3 5 EA
O M8 x1.25 15P | GT6 1 100 | 22 8 | 40 | B2 6 9 3 1 5 @ 7
O M8 x1.25 3P | GT6 1 100 | 22 8 | 40 | s2 6 9 3 3 5 &8
O M10 x 1.5 16P | GT7 2 100 | 24 8 - - 6 9 4 2 5 2B
O M10 x 1.5 3P | GT7 2 100 | 24 8 - = 6 9 4 4 5 4
O M1Ox1.25 | 15P | GT6 | 2 | 100 | 24 8 | - - 6 | 9 4 2 A g)b
O M10 x 1.25 3P | 66 | 2 100 | 24 8 - - 6 9 4 4 5 = F
O M12 x 1.75 16P | GT7 1 100 | 29 10 | 43 | 83 8 | 1 4 2 5 =4
O M12 x 1.75 3P | GT7 1 100 | 29 10 | 43 | 83 8 | 11 4 4 5 SV
O M12 x 1.5 15P | GT7 1 100 | 29 10 | 43 | 83 8 | 11 4 2 =] 57
O M12 x 1.5 3P | GT7 1 100 | 29 10 | 43 | 83 8 | 11 4 4 5
O M12 x 1.25 165P | GT7 1 100 | 29 10 | 43 | 83 8 | 11 4 2 5
O M12 x 1.25 3P | 617 1 100 | 29 10 | 43 | 83 8 | 1 4 4 5
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O O O 30 ] | smok [tz | VS | BB | o5 | e g 75 RIRLT5350] 75052
el 4o R TR Lo RN oA TR shex wmms misou S | B s | e e o VA2 R

Low Carbon |Medium Carbon| High Carbon | Cold Rolled | Structual | Hardened | Stainless | Tool High Tension i Aluminum | Zinc Brass [Titanium [Magnesium | Thermosetting i
Steels Steels Steels _|Sheet Steels|Alloy Steels| Steels Steels | Steels Gasi lion Cast Iron AT Diecasting | Diecasting e e Casting | Alloy Alloy | Plastic el
S10C | 822C | su5c | spc | scm |HRC55 AC

§ § S SuUs SKD FC FCD Al ZDC Cu Bs BsC
s20c | s40c| S | SPH | SNCN |HRCE0 ADC
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Tap material Tungusten Carbide

BT /5834571785
KRENT 864999205
FRNEEET 8509533965
Patented :

(Japan) No.3457178
(U.S.A)) No.6499920
(Europe) No.0953396
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TYPE 1 TYPE 2 TYPE 3
o] w. % ?Ds oK oo, ®Dn ?Ds K e ?Ds K
. >
35l T /N I =) I i
4 N WV . =) !
0 2 L2k | ) 2k 2 %
; = on . o % L ‘
L

c'!'% J
i
>z
oIk
E% @ X—FLRUA Metric 837 (Unit) : mm
Gz [ 7r7one B B | mE | R % _#® 9 % (mm) Dimensions B i

'§ Item No. Nominal size ec Limit | Type L ) Ds en Dn K Pk Flutes Remark

¥B=

[

K4

“J 80007 M 6x%1 3C GT4 2 62 19 6 30 4.8 45 7 S} =

9: 80008 M 6x%x1 1.5C GT4 2 62 19 6 30 48 45 7 & o

?y 80009 M 8x 1.25 3C GT6 3 70 22 6.2 - - 5 8 4 -

7 80010 M 8x1.25 1.5C GT6 3 70 22 6.2 - - 5 8 4 -
80011 M10x 1.6 3C GT6 3 75 24 7 - = 55 8 4 =
80012 M10x 1.5 1"56 GT6 3 75 24 7 - = 55 8 4 =
80013 M10 x 1.25 3C GT6 3 75 24 7 - - 55 8 4 -
80014 M10 x 1.25 1.5C GT6 3 75 24 7 - - 55 8 4 -

- BEHMOESE21kHR URHEROHEEE TY. (P.1548R1)
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- The recommended tap limit corresponds to JIS Class 2 internal thread standard (see page 154).
- M6 and larger taps are internal oil supply type.

D747 LIF20205383 1 BICTHRFEZHRIEWVLELET .

- Items of [ will be discontinued on March 31, 2020.
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BCR e e TR seex maw e TS | BE | o | e | 702 VAT

S4NAN L hAR [=E7 BARE(LfE | ZAmTeRp

Low Carbon |Medium Carbon| High Carbon| Cold Rolled | Structual | Hardened | Stainless | Tool High Tension i Aluminum | Zinc Brass |Titanium |Magnesium | Thermosetting i
Steels Steels Steels _|Sheet Steels|Alloy Steels| Steels | Steels | Steels el iy Diecasting | Diecasting| ey | EEss Casting | Alloy Alloy | Plastic EMEIZELD
S10C | 822C | su5c | spc | scm |HRC55 AC

§ § Sus SKD FC FCD Al ZDC Cu Bs BsC
se0c | saoc| S | SPH | SNCN |HRCEO ADC
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Tap material Surface treatment

TYPE 1 TYPE 2 TYPE 3
fc, . ¢m (@ UK gc, ¢Dn ¢AS Ok 2c, ¢Dis Ok 8
e rl; &> > =
] [T =Ro% | & >
j |
e ek e e 2
) 2k F e | Fq

n 2n L =
L L ' ' >
' 0
(7]

A
25
h
@X—hILRRUHA i Unit): mm  SFE
7471 No. iy B | BE | BR A % & % (mm) Dimensions B k3 b

Item No. Nominal size ec Limit | Type L 2 Ds en Dn K 2k Flutes Remark ;5—%

25084 M 6x1 3P GT4 2 100 19 6 30 4.8 4.5 7 3 = § 7[/
25085 M 8x 1.25 3P GT6 2 100 22 8 35 6.2 6 9 3 (73}
25086 M10 x 1.5 3P GT6 2 100 24 10 39 7.8 8 11 3 o % 91:
25087 M10 x 1.25 3P GT6 2 100 24 10 39 7.8 8 11 3 - E,' ,\o
S 0 18 T s s R
=
- REMOES I 28R UIEHBELDHERBE T Y. (P.1548H) L
- MBYUEIE A A JLik— LTS, 4
- The recommended tap limit corresponds to JIS Class 2 internal thread standard (see page 154). P2
- M6 and larger taps are internal oil supply type. 7

D747 ALIF202053/83 1 HICTHRFEZFRIEWVLELET
- Items of [ will be discontinued on March 31, 2020.
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s g o |SREEE | HEIE R - = | 7S | B FH FG299L|TTAFY | T53F9Y
el b el | PRCE | BIEA smeee 759078 TEM| $59% [magE 7I3oon] V3 o | s | EE

BR 228 = 54RAN SRR 2% | a% [WEkE | wTEe

Low Carbon [Medium Carbon|High Carbon| Cold Rolled | Sf | | Hardened | Stainli Tool High Tensi 0 Alumi Zi Bi Ti i M: ium | The i -

o Sate et Gt e Caton) Sl | Stuctel | Hardened | Staniss| ool | st ron 480 Tesen| wuminum| Amium | Zine | Gopper | Brass | Brase | Titrium Megresm| Temset mmoses

S10C | 822C | su5c | spc | scm |HRC55 AC
SESOC S4$OC ¢ SPH | SNCN HHé:SO SUS | SKD FC FCD Al Apc | ZDC Cu Bs BsC
O] O] O] OO O
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