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AU+SP/AUXSP

Features of AU+SP / AUXSP Series

@®AU+SP and AUXSP are designed to have a few full threads only after
the chamfer and half of height for the remaining threads.

@ Features of AU+SP and AUXSP are as follows:

- Prevention of chipping trouble

at full thread portion - Reduction chip ejection

BLF
of tapping torque and tapping » shape
friction - With good thread
guiding feature - With good chip no trouble
ejection
Work materials
Blind holes Rigid feed mm—l)>
Recommended tapping speed for AU+SP, AUXSP Low High
Materials Ve (m/min) 10m/min 20m/min 30m/min
) Recommended tapping speed (m/min)
Work material e i gAFjUXSP :- T i I
Stairllless 1 F-SP
t
Stainless steel 5~10 10~15 S .
b |
1
Alloy steel 10~20 10~25 Al ‘
y Aloy AURS R
LS ~
Carbon steel 10~20 10~25 o
: VAUXSP
arbon
Al L. I steel |
asgnt oY | 20~30 20~30 _ A\
9 Aluminum bF | \
alloy —\ ’
castings 1
Zinc_alloy i )
castings |
speed m—l)- 10 20 30
m/min m/min m/min
Tool life
Tapping condition: AUXSP M6x1
Work material | SCM440
Cutting speed | 15 m/min
Hole diameter | ¢5.0 2,500 v o —
i ) z 2,000 S p——
Tapping length | 9 mm blind hole 5
@ 1500 ---1 W------
Machine Machining centers vertical type % 000 l----- Y R b
z
. water soluble oil 8 | o 200holes o F W
Qil (chiorine-free, 20 fold dilution) 500 -~ Chip "i"_”;m el
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AU+SL /AUXSL
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Features of AU+SL / AUXSL Series )

O®AU+SL and AUXSL are designed
to have a special left hand spiral flute
that enables smooth chip ejection even
by high speed tapping.

| Work materials 2

Through holes Rigid feed i)
Recommended tapping speed for AU+SL, AUXSL Low Tapping speed High
Materials Vc(m/min) 10m/min 20m/min 30m/min
. Recommended tapping speed (m/min) |
Work material PTo % ,
AU+SL AUXSL ) p L
Stainless
. steel
Stainless steel 5~10 10~15
\ NN N
Alloy steel 10~20 10~25 All
y e AUGSERNN
Carbon steel 10~20 10~25 '
o JANUIXS
Al .. I steel
Causrgr']”';m alloy 1 20~30 20~30 - \
9 Aluminum PO | ﬂ
alloy
castings
Zinc alloy
castings | | |
speed m—l)> 10 20 30

m/min m/min m/min

Tool life

Tapping condition: AUXSL MB6X1

Work material | SCM440

Cutting speed | 15 m/min

Hole diameter | ¢5.0

Tapping length | 9 mm blind hole

Machine Machining centers vertical type

0il water soluble ail
(chlorine-free, 20 fold dilution]
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AU+SLEZE
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[TYPE: 4] Ds K [TYPE: 5] Ds K [TYPE: 6] Ds K
I | 1 41 1 XK
DIN371 & DIN371 [ e e el st~ DIN376/ H-
¢ 2K K
Z . 4 tk K 4 2k K
n S &n ts s
L L L
AU+SP AU+SL
Size L ¢ n ts Ds K tk o Class | Chamfer | Type Code Class | Chamfer | Type Code
(mm) | (mm) | (mm) | (mm) | (mm)| (mm) (mm) | flutes
M3X0.5 56 9 18 34 35| 27 6 3 |I1s02 | 25P | 1 | SE3.0GANEV | IS02X | 5P | 4 LE3.0GBNEV
M4X0.7 63 13 21 38 4.5 3.4 6 3 ISO2 | 25P | 1 SE4.0IANEV 1S02X | 5P 4 LE4.0IBNEV
M5X0.8 70 14 25 39 6 4.9 8 3 |I1S02 | 25P | 1 | SESOKANEV | ISO2X | 5P | 4 LE5.0KBNEV
M6X1 80 15 30 45 6 4.9 8 3 |I1S02 | 25P | 1 | SE6.OMANEV | ISO2X | 5P | 4 LE6.OMBNEV
M8X1.25 90 19 35 47 8 6.2 9 3 |I1S02 | 25P | 2 | SEBONANEV | ISO2X | 5P | 5 LES.ONBNEV
M8X1 90 19 - 46 6 4.9 8 3 |I1SO2 | 25P | 3 | SN8.OMANEV | ISO2X | 5P | 6 LN8.OMBNEV
M10X1.5 | 100 | 23 39 52 10 8 1 4 |1SO2 | 25P | 2 | SEO100ANEV | IS02X | 5P | 5 LEO100BNEV
M10X1.25 | 100 | 23 - 51 7 515 8 4 |1S02 | 2.5P | 3 | SNO1ONANEV | I1S02X | 5P | 6 LNO1ONBNEV
M10X1 90 19 - 46 7 5.5 8 4 1802 | 2.5P | 3 | SNO1OMANEV | 802X | 5P | 6 LNO1OMBNEV
M12X1.75 | 110 | 26 - 56 9 7 10 4 |1SO2 | 25P | 3 | SHO12PANEV | ISO2X | 5P | 6 LHO12PBNEV
M12X1.5 | 100 | 21 - 51 9 7 10 4 1802 | 25P | 3 | SNO120ANEV | IS02X | 5P | 6 LNO120BNEV
M12X1.25 | 100 21 - 51 9 7 10 4 ISO2 | 2.5P | 3 | SNO12NANEV | ISO2X | 5P 6 LNO12NBNEV
M14X2 110 | 26 - 56 1 9 12 4 |1SO2 | 25P | 3 | SHO14QANEV | ISO2X | 5P | 6 LHO14QBNEV
M14X1.5 | 100 | 21 - 51 1 9 12 4 |1S02 | 2.5P | 3 | SNO140ANEV | 102X | 5P | 6 LNO14OBNEV.
M16X2 10 | 26 - 56 12 9 12 4 |1SO2 | 2.5P | 3 | SHO16QANEV | ISO2X | 5P | 6 LHO16QBNEV
M16X1.5 | 100 | 21 - 51 12 9 12 4 |1SO2 | 25P | 3 | SNO16OANEV | ISO2X | 5P | 6 LNO160BNEV.
M18X2.5 | 125 | 33 - 64 14 11 14 4 |1SO2 | 25P | 3 | SHO18RANEV | ISO2X | 5P | 6 LHO18RBNEV
M18X1.5 110 24 - 56 14 1 14 4 ISO2 | 25P | 3 | SNO18OANEV | ISO2X | 5P 6 LNO18OBNEV
M20X2.5 | 140 | 33 - 71 16 12 15 4 |1SO2 | 25P | 3 | SHO20RANEV | I1S02X | 5P | 6 LHO20RBNEV
M20X1.5 | 125 | 24 - 64 16 12 15 4 |1S02 | 2.5P | 3 | SNO200ANEV | IS02X | 5P | 6 LN0200BNEV.
*Tap class is only the target for the limit of internal threads.
AUXSPEZE?7! AUXSLEZX
[TYPE: 1] 5 k [TYPE: 2] b x [TYPE: 3] p [TYPE: 4] o
S
7%”7‘7T7”77%7 %%E:E‘%~ e i *+—+Ev—f—~%—
2 £k 2 2K 4 2k
fn ss ~ 7K n 25 K on ‘s 2 K [ ‘s i
'L L L L 'L
AUXSP AUXSL
f L 2 Zn /s Ds K 2k | No.of T T
Size () () ) = () () @) | flutes Class | Chamfer| Type Code Class | Chamfer | Type Code
M 6X1 80 15 30 45 6 4.9 8 3 ISO02 | 2.5P 1 SX6.0MANEV |IS02X | 5P 3 LX6.0MBNEV
M 8X1.25| 90 19 35 48 8 6.2 9 3 ISO2 | 2.5P 1 SX8.0MANEV |IS02X | 5P 3 LX8.0NBNEV
M 8X1 90 15 35 48 8 6.2 9 3 1ISO02 | 2.5P 2 SX8.ONANEV | IS02X | 5P 4 LX8.0MBNEV
M10X1.5 100 23 39 53 10 8 11 4 ISO2 | 2.5P 1 SXO100ANEV |IS02X | 5P B LX0100BNEV
M10X1.25| 100 19 39 53 10 8 11 4 ISO02 | 2.5P 2 SXO10NANEV |1S02X | 5P 4 LXO10ONBNEV
M10X1 100 15 39 53 10 8 11 4 1ISO2 | 2.5P 2 SXO010MANEV |IS02X | 5P 4 LX010MBNEV
M12X1.75| 110 26 45 56 12 9 12 4 ISO2 | 2.5P 1 SX012PANEV |IS02X | 5P 3 LX012PBNEV
M12X1.5 | 110 | 23 45 | 56 12 9 12 4 |1S02 | 2.5P | 2 |SXO0120ANEV |IS02X | 5P 4 | LXO120BNEV
M12X1.25| 110 | 19 45 | 56 12 9 12 4 |1S02 [ 2.5P | 2 |SXO12NANEV |IS02X | 5P 4 | LXO12NBNEV
® Tools may shatter. Wear cover or eye glasses to avoid injury during tapping. 4 On attaching tools to the machine, fasten firmly to avoid
@ Tools may be shatter. Use tools under the proper tapping condition. chattering and run-out. ]
@ Never wear gloves during turning operations as the gloves may get caught 4 Fasten the workpieces firmly so that they never move during
with the tools. operation. Never use worn tools or damaged tools with chipping.
@ Wear safety shoes to avoid injuring yourself by the falling tools. @ Take a special care to fire trouble. High temperature during
machining may cause fire.

Please note that specification may change without advance notice.
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