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UM Nu-Roll Tap for Ultra-Small Diameter Threads | UM-NRT
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Ideal for working |n stainless steel
sed for hard disk drives,
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Ultra-small diameter nu-roll tap, starting with S0.5!
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Its’ CrN coated surface has a low coefficient of friction, and excels in wear
resistance and anti-fusing properties, ensuring consistent durability.
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A special thread form of the UM-NRT can produce
high quality threads without less burrs.
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Thanks to the high wear resistance and toughness of powder

metallurgy H.S.S., stable tapping performance can be
achieved.
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portion to resist breakage.
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Based on our experience with end mills, we created a rigid neck
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Tool Material Powder metallurgy HSS (CPM) ""“""‘%- gﬂ_‘
@KHELIE CINaI—F«>7
Surface Treatment  CrN coating Type 1 Type 2
— = O =7 | = O
nuwﬁﬁ : S B3 :mm_ Unit:mm
0 ' aE Bff | 2R | QUR Vv /R | NABRE | NAESKNE | FRKI47 | EE | &
DP No TAP Limit Lcf L Lc d Lk K Type Stock (Yen)
8317965 [S0.5x0.125 RH2 2P 30 2 3 5 2.5 1 o 5,580
8317971 |[S0.6 x0.15 RH2 2P 30 2.5 & 5 2.5 1 ([ ] 4,930
8317977 |S0.7 x0.175 RH2 2P 30 25 3 5 2.5 1 [ ) 4,480
8317983 S0.8x0.2 x3| RH2 2P 30 3 & 5 2.5 2 (] 4,040
8317989 [S0.8x0.2 x5 | RH2 2P 30 5 3 5 2.5 2 o 4,040
8317992 §0.8x0.15 RH2 2P 30 5 & 5 2.5 2 [ ) 4,040
8317995 [S0.9 x 0.225 RH2 2P 30 3 3 5 2.5 2 o 4,040
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3. Lcf:2P=B (for blind holes)
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Instructions for use
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Check the forming condition in the same way as for conventional nu-roll taps.
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Highly lubricating water soluble coolant or non-water soluble coolant is recommended for the coolant.
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Select the machine and the holder with high run out tolerance.
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Cutting conditions may change depending on the strength of the work material,

machines, and the holders.

B EMERENcHRUOILER. BltGAGZF ST RARICED E T,

The formed thread has a small slit at the crest.

1. The recommended tap limit corresponds to JIS
class 4H5 internal thread standards.
2. TAP Limit does not guarantee thread limit for
the internal thread after tapping.
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Recommended cutting conditions

WA {DMIBEERE (m/min)
Work Material Tapping Speed
Lov o el ~C0.25% 2~10
S et sUs 1~5
7 e AL 2~12
Akt Aoy Costngs ~Si16% 2~12
Zie Al cantres Z0e 2~10
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Excellent tool life even in stainless steels!!
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ERIR UM-NRT S0.6X0.15 BDA7RER Number of Holes iLﬁmimitin . ?ﬂﬁg:‘f
REIAE 1’900 2'0\00 3'0\00 4'900 5’900 Factor | Internal Thread
Work Material SUS420J2
MR - .
Tappinngoeed Sm/min (2,650min™") 1NE1E 5,0007A L (over 5,000 Holes) .
T $0.55X2.4mm (1£D) o v
Hole Size (Blind) ﬁﬁiﬁg $0.46
RUIITES Possible to| .4
Tapping Length 1.2mm (2D) Continue 0.48

I3 KGRI RE h
E’gﬁﬂ;‘fﬁ J ﬂ;ﬁ@%ﬂ%ﬂﬂé] EI\EEE 5,0007A L (over 5,000 Holes)
fEFRtER IRV IV Y GEEEERED#E)
Machine Vertical Machining Center with Rigid Tapping Function

.ﬁm l:Blj‘% U M'N RT@'EﬁE Performance of UM-NRT in soft steel

HDDAR—ZJL—hPREBRICSATNIRAEFHULHEATRAH

E - gk oot b
ICBVT. 10,000 LI HATEETH DT,
Our in-house tests performed in soft steel, which is widely used in hard disk drives and

consumer electronic parts, resulted in tapping more than 10,000 holes. e 0099 é&ﬂgﬁlﬁing

ERIR UM-NRT S0.6X0.15 EITREY Number of Holes THABR | HRLHE
Iilmiiigg [ “tneimrgﬁ' Ofd
WHIME 2,500 5,000 7,500 10,000 actor | Internal Threa
Work Material 55400 | | | 1
YRER o | 9.4m/min (5,000min) \EE N
10,0007 ,

TR $0.55x2.4mm (1£D) Nod 7 E (Over 10,000 Holes) -
Hole Size (Blind) ﬁﬁﬁ]*

e A EE | ¢0.46
RQUICRE i
Tapoing Length | -2 (2D) Possibeo ~ (.48
ERI5ER AL —
Coolant Non-Weater Soluble ENEE'E 10,0007 E (over 10,000 Holes)
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Machine Vertical Machining Center with Rigid Tapping Function
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« Although this type machining is frequently performed in SPCC, this test
was performed in SS400.
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A difference of 0.0Tmm in drill hole size created a significant difference in the durability of the tap.

ERIR UM-NRT S0.6X0.15 FRE EIBITER Number of Holes AR | HRLAE
Hole Size Limiting | Minor Dia. of
WHIME sSUS304 590 1'q00 1,5‘00 Factor | Internal Thread
Work Material
HlEE . - 18 I
Twagg%ﬁgzpeed 5m/min (2’650mm ) No.1 5857 Holes) ;E;E ¢0.46
TR $0.55x2.4mm (IED) | $0.56X2.4mm (1Eh) ¢0.55 2BE — Breakage | ~0.47
Hole Size (Blind) (Blind) oz 8427 (Holes) J
0.
Tapping L h :
t;;?;gﬁuengt AR o B 0.49
I3 NKGH] Bl5mA - =] .
Coolant Non—vveater Soluble ¢0.56 5 Bfgzie 20_50
SRR U=V IS (RRFEMEED ) ,E'EE 1,224 7 toles) ! )
Machine Vertical Machining Center with Rigid Tapping Function :




Il R U-Fl \'25 Recommended Drill Hole Size

;J 71a l./ Miniature Screw Threads

4H5 RURTINE for s class 4H5 drill hole dia.
UM-NRT 1. EROTREBEHEHMECKVELYETOTEHRELTTEL,
bt S | Bn | 2 FRBEHHM BE BRSAFCLIELN I EASIEDLYETOTHUMIOLRETEL,
Sob e oaon oaa oM 3 MAREBRTSE. FREEAEOOHIANTT, BMCADE CREFEL,
- - 4. TREIPY. 2. 0ThEFHDE PITILVORRAICEVETOTIEFET T,
S0.6 X 0.15 0.54 0.56

1. The proper drill hole size may change due to material variety. Use the recommended drill hole size as a benchmark.

§0.7 X 0.175 0.63 0.64 2. As the hole diameter may vary by behavior of plasticity depending on the material, hardness and shapes of
S0.8 X 0.2 0.71 0.73 workpiece, the hole diameter should be determined through trial tapping prior to final machining.

3. A larger drill hole size is better for extending tool life. Select a drill hole size based on your particular application.
$0.8 X 0.15 0.74 0.76 4. To avoid tapping trouble, correct hole must be maintained free from warp, deformation, stagger and the like.
S0.9 X 0.225 0.8 0.82

UM-NRT TT‘\”"IE#& hUlb-U—? Recommendations for drills and reamers for UM-NRT

FMEHREAYOITUIT- QUINTZSE TSV, (BRNR—JF2007-2008k%ZHELEI)
Please refer to the Drilling & Threading Tools general catalog for details. (Indicates page No. for 2007-2008)

5 ¢ E
MRS-GDL(90.5 ~) P26 WX-MS-GDS(¢0.2 ~) P27-30
5 § - E 2 I g e =
EX-SUS-GDS(90.5 ~) P76-83 EX-GDN(¢0.5 ~) P97-99
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- 100%
N MRS-GDL ¢0.82mm

Size
) INRRUL [
BHME | susa20U2 APV 6%
yv[lIk'j—ﬁ SO.9><O.225'|§4|’T\H | EHBERUIL
or] rill Hole J vi
7?3%?_\_ 3mm Competitor 53%
Depth of Hole Carbide Drill
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In addition to tool performance, the machining of small holes is greatly affected by the customers' know-how, such as the run-out precision of the machine and tooling. Such know-how
is the customers' proprietary technology, which is rarely made public. Therefore, please understand that we are unable to disclose detailed data, such as work conditions and durability.

U _:J‘I'_DL\-C Gauges information
BER[RE A XHBDFE T, FHIFEZEFE THORVEDHETEL), Some sizes are available. Please contact us.

&Z‘EQICBEL\L\TC_ o<1zl &Safe use of cutting tools

OLEAFEATIRFIE WIBTIBMRIYHEDT. L OREF RERENBELS BELICEREFRIELT @Use safety cover, safety glasses and safety @Stop cutting operation immediately if you hear

FHN—REAH R R EHEAELTTE, T, .shoes during operation. .any strange cutting sounds.
X B ot AT 8- 5 fop AT Do not touch cutting edges with bare hands. Do not modify tools.
.‘;’7?73!‘§¥1?“%‘j§ \\T:Fé“\" .I"t;u_¥g]umf.“ff éL‘“ N @Do not touch cutting chips with bare hands. Chips @Please use correct tools for the operation.Check
OSFUFFTEDS “:(Té” o O THIC TR ARBET>TTFE, will be hot after cutting. dimensions to ensure proper selection.
@ LEDYNRN B>/ EAERELTTEN, @Stop cutting when the tool becomes dull.

QEZIIOVTE, BICHR -KREIT>THYETOT, FEL<EAHZO @ Tool specifications subject to change without notice
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& A-T 2=~/ OSG CORPORATION

3-22 Honnogahara, Toyokawa, Aichi 442-8543 Japan
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HESOHOZ®(018)896-1421 F E®(04)7164-4811 Iz B®(058)275-7061 Ik B2(082)503-0205

B 1U7(024)991-7485 2E30H0T(0294)53-4167 = E®(0594)25-2212 A ME(092)504-1211

i B.(025)286-9503 ® =R®(03)5709-4501 EISOHOZ®(076)443-9216 HAHS0H0E(093)474-5485

£+t H#®(0268)28-7381 2 KA2B(046)296-1380 S /Rﬂ(075)238-6470 H#ASOHOZR(096)331-3570

R :5B(0266)58-0152 # MMB3(054)283-6651 = (077)553-2012 FHAWER(03)5709-4501
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