2 -I ] v EVT S TIURTR, Trouble Shooting

izreects G

5 JVIEE . Troubles #ff 18 Breakage FREEFREExcessive wear
F w4~ N/ Check point
BALIEI ML IBsLE t1b <gEERDRALE yvT il Sy
Prevent excessive cutting torque Prevent clogging of chips Tap Workpiece Tap
OMEDLS, B, OMEDLS, B,
= NS YFCERR INSYFCEE
=t EEZ_\' Use workpiece which has even Use workpiece which has even
E H Hardness structure and hardness. structure and hardness.
/
n
© ONUIITHE WE. FRFCER ONRUITHE. WE.
=) N Pay attention for tapping position and material thickness. BIREICEBE
8 ﬁf’k Pay attention for tapping
5_ Shape position and material thickness.
) )
° il __ _
S Workpiece OFREEHRBBOAE R e
°a Provide bigger bored holes. o = )
o O N/ UAOICEERINT
o O U ITREERALE Provide countersinking on
g Prevent work hardening. ODE!/%;JE"]?E?EKE I
R_UTFIT Prevent work hardening.
Boredhole | ot h RO FyURE ZHHBDRD R
Provide deeper tapping hole.
O T NDIEEZEIE
Prevent slanting of hole.
@ED LSZEFLT
Avoid inconsistent feed.
EFAEAR -
Machine O hO—THRE
Adjust feed stroke.

BE. RIEE

@707« VIHILY DRIEER
Use tap holder of floating type.

ONMVIUSyHRILSER

Cutting condition

Jigs, Holders Use tap holder with torque limiter.
ObIHIZEZ TIF% ObIHZEZ FIF%
Reduce cutting speed. Reduce cutting speed.
IEIESES

OIEERIMFIDA e
SHEZERT S
Use the other cutting oil which
prevents cold welding.

@HFI DIIRETHA. FFTHFHADIEIESL

Provide proper timing for changing or filling-up of cutting oil.

@t DBSFREFIDEHIUEADEALE

Prevent mixing of other oil into cutting oil.

A oot R ORETAIDA T HHIDEH
Lubricant Use rlmn sz;uble type cutting oil. Use other cutting oil which prevents cold welding.
O KBMZETKAMIEIHICT D
Use cutting oil of non soluble type.
@ HFIDE. EMAEDEEL
Adjust flow of cutting oil and method of lubrication.
@I TIZD TP TED
DEUDLTDRE
TiEE dsﬁc;vteagg?:;essary chips
On process @)D L THHAX—RFER
Provide bigger space
for chips disposal.
OPOY v JfER (GBDIV)
N Use PO tap(through hole).
BEE OSP% v JfER (IEDIV)
Selection Use SP tap(blind hole).
O0—)Ly v JER
Use Roll tap.
O EHEEIEI ©5 v THEDB Oﬁﬁiégmﬁﬁ
(FyII—LZEDVBL) Change material of taps. -
A 5y THEDRE
Provide bigger chiproom. OESZHEIEICTD .Ch:ngeﬁl%eri?;taps.
Provide proper hardness on taps. .Ea’_ EEECTS
g W j %E‘I‘ Provide proper hardness on taps.
Tap Desion | @mff=EOREEHT (RETS) OR[EHDRIEETNEELT
Reconsider length of cutting chamfer. Reconsider length of cutting chamfer.
OIERY v INIEY v T=ERT D OE{LARS EDREIIEZ(TIE S
Use set tap. Provide nitride on taps.
@5 v THFDMHIGF CRIERT D @5 v TRNEDMHEILEF [CER
ﬁﬁﬂ:ﬁ“ Be careful about burning during re-sharpening. Be careful about burning during re-sharpening.
Rogind | @PFEBICLL OEFHANEREICTD
Provide proper land. Increase re-sharpening frequency.
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21. ¥vE>T T TIUXER, Trouble Shooting

sH1a LD HRUHS5E - TR - TLN
Undersize cutting of internal thread Bad surface, surface damaged
PINEZR< 923 &y TEE. BRE HEIAE NFEZR< 92 BB BIRI7SEDIREY
Improve cutting performance Selection and design of tap Work material Improve cutting performance Prevent welding Check cutting condition
OHEICER OMEDLS, B

Check workmaterial.

NSYFICER
Provide proper hardness on
workpiece material.

izrmscn: G

N
¢

ONUITHIE. WE.
FEIREFICER
Pay attention for tapping

position and material thickness.

@RUIITHIE. AE.
EREICER
Pay attention for tapping

position and material thickness.

O T NEZETEDROKREL
Adopt bigger tapping hole.
[ VaviINR::d(dv;7ls
Prevent work hardening
of material.

Description of products \ JR&#

O NN TREERALE
Prevent work hardening
of material.

O T EZHRDROAEL
Adopt bigger tapping hole.

OTFEEDRIE

Prevent slanting of hole.

OEvFEDICTD

Feed according to pitch.

@ J0—F 1 VIiN)LIER

Use the tap holder of floating type.

@5 v JTHDIRNELE
Prevent vibrating of axis of tap

@U—J DM UEIE

Prevent centering -off with work piece.

OUHEEZ TIF2

Reduce cutting speed.

@HFIDITIRITH, FFEIHADEIE L

Provide proper timing for changing or filling-up of cutting oil.

Ot DRIFRHAIDHIUVEADRELE

Prevent mixing of other oil into cutting oil.

OIBETINFIDA > fohEI DER

Use other cutting oil which prevents cold welding.

QKB ERKBIHIHHAICT D

Use cutting oil with non soluble type.

@HFIDE. JEHTEDEIEL

Adjust flow of cutting oil and method of lubrication.

OFITEY)D < TDfRE
Remove unnecessary chips
around tapping.

OE{HIEFDRE

Provide Nitride on taps.

OF—I\—Y 1 XDERA

Use oversiza taps.

OPO% v JDERGEDIV)
Use spiral pointed taps
(for through hole).

OB LALIE (A 1C & D Rfife)

Provide oxide coating on taps.

OFAIh—ILE v T

Use oil hole taps.

OFLLAEZREDIC

Provide larger cutting angle.

OB TEEBDLIFBRIE
Adjust relief angle on
cutting chamfer.

Ol U—J0mMmT

Provide thread relief.

OF<LLVAZXREDICTD
Provide larger cutting angle.
ORIEEDRITAZRIE
Adjust relief angle on cutting chamfer.
Ox—IViEzEE&FE<

Provide more narrow margin.

@ EHDEIE L

Change of no. of flutes on taps.

OB EEDRE DEIE(L
Reconsider length of cutting
chamfer.

OBMHIEHZEHICT % Increase re-sharpening frequency.

OFEHZERDICT D

Increase re-sharpening frequency.

Q@EIRERBSHIC
Provide better surface finishing
on flutes.

OZHAREEEZHIF. I<VADI\SYF=EEL T B, Provide precise re-sharpening.
@ N 5ChfHIEIF IT3EE. Be careful about burning during re-sharpening.
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21. yvEVT S T)LxER  Trouble Shooting

S J)VIEE Troubles

F T WKL N/ Check point

HL @M*/Over—cutting of internal thread

Feed according to pitch.

EDEIEE EIUEERSLE BERLE BIEI7TEDIREY BN EARERIE
Prevent uneven in feed of tap Prevent over cutting on thread Prevent welding Check cutting condition Prevent unbalance on entering
OMEBEDLS, BE.
INSYF(CEBE
EE?_\' Use workpiece which has even
Hardness structure and hardness.
AR
Shape
sl
Ricipiecs OFREEWRDMOAES | @FIEERE O FALICEEUIT
Provide bigger hole. Prevent slanting of hole. Provide countersinking on
the hole entrance.
QLT
Bored hole
OHNZFEIEICT D
Adjust a feed.
ekt
ol OEwFEDIZTD

BE. RIEE

O70-7« VIRILYER
Use tap holder of floating type.

0% v THIDDIRIZIE
Prevent vibrating of axis of tap.
OY—0 EHRIE

Prevent centering-off with work piece.

Cutting condition

Jigs, Holders i g
@J0—F 4 VIINILYER
Use tap holder of floating type.
OUJEIREZ T2
Reduce cutting speed.
IEIESES

OIERIMFIDA T
SHEZERTY %
Use other cutting lubricant
which prevents cold welding.

smoAEl OIEZIRETT D
Llubricant Check the viscosity.
TiELE
On process
ORYLAE DN
B (HRHIAF T & D =)
Gl Provide oxide surface treatment.
cecen O Wih—IL5 T
Use tap with oil hole.

OFLVAZNEDICTS ONUBZERL IS @EHZERET D ORI EEDREDEIE
Provide small cutting angle. Provide short thread length. Reconsider number of flules (BYZEEFD)

OB =HDRIFEEIE of tap. Reconsider number of flules
Adjust chamfer relief angle. Gt

57 &t ORUEY—I IR
Tap Design Check the width of thread

margin.

@NSEHHIA T UERD ONEEEZSIF. I<VAED | ORNICEBET D
Remove burrs on teeth NSYFEDEL Care for vibration.

ﬁﬁﬂ:g“ after re-grinding. Provide precise re-sharpening.
P OUEEBINEEID

Provide proper land.

O NENRHIAENEZEZ SNBDEIR

© : Most suitable solution

ORI HERIPRDHEENIARENEER SNDEIR

O : Second most suitable solution
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21. ¥vE>T T TIUXER, Trouble Shooting

izrmscn: G

N
¢

Description of products \ ST

Fw Y/ Chipping {EZE% Tapping operation
t1D < TEEEDFALE BALIEI ML SBALE YIRS EDIREY v 1D < FEEX DBELE 7
Prevent clogging of chips Prevent excessive cutting torque Improve tapping method Tap Prevent clogging of chips Tap
OMEDLS, fEE
INSYF[CBE
Use workpiece material which
has even structure and
hardness.
ORUITHE. BE. ik ORISRl E Yy FZ#MlN < 2D EMRLZEEL
F(ITFER If possible, use finer pitch tap or shorter tapping length.
Pay attention for tapping
position and material thickness.
LIEDRDRUTNZEHRD OTINRZEHRIROAEL | @ FNDEEEE OTINEHRDROAEL
BROEL T Provide bigger tapping hole. Prevent slanting of holes. ©1Rteféu°e cﬁltg'lstpee?gl.‘jj%é
Provide deeper tapping hole — VIO ALVEVAR
(Blind hole). O F/UMNTHE LA LE . BEDEL T
Prevent work hardnening. Provide deeper tapping hole
(Blind hole).
@ /XD A D OICEE D M I %Y Provide countersinking on hole the entrance.
QXD LSZEIFLY
Avoid inconsistent feed.
OMVIUZyFtRILYER | 00— LIMKRIE @ J0—F « VIIILIER
Use tapping holder with Prevent centering-off with workpiece. Use the tap holder of floating type.
torque limiter. @5 v TEILDIRNZIE @5 v JHiiRNEIE
Prevent vibration of axis of tap. Prevent vibrating of axis of tap.
@ J0—F 1 VIIKLYER — » 2
Use the tap holder of floating type. .F?eventa cﬁgﬂg‘%ﬂ%’vﬁﬁ,@im
OUIHIEEZ TS
Reduce cutting speed.
@JHIEE % 3. Reduce cutting speed.
OEERMEIDA ST OHEZREIT D
SHEIZERT 2 Check the viscosity.
Use the other cutting oil
which prevent cold welding.
O TN TN TED @I TED TP TAEIN D < FORE
g)tﬂ b < FDFR . Remove unnecessary chips during tapping.
b
O]D  THIHAN— (R ide b ip di
b e e e Provide bigger space for chip disposal.
disposal.
OPO% v JEFR(GED V) OPO% v R GED V)
Use PO taps (Through hole). Use PO taps (Through hole).
OSP5 v R (LD IT) OSP v A (LEDIT)
Use SP taps (Blind hole). Use SP taps (Blind hole).
O0O—)L% v JER O0—/)L% v JfER
Use Roll tap. Use Roll tap.
@ EHZEIEIC @5 v IHMEDIREY @5y TEMDEIE L
(FyTI—LEUVSL) .?znl?\eﬁtngejni?;[apﬁé Provide bigger chip room.
ide bi i )\ <
FIRUIED SRR EHP Provide smaller‘?:utting angle. ORFMEEDREZIEITHNEIEICT D
OFESHEFEEICTD Reconsider length of cutting chamfer.
Provide proper hardness. OAAIik—ILD v TERHT D

ORTEZDRE ZHE I HBIEIC T D, Reduce cutting speed.
@ERY Y TNIIHH Y v T7%EAT B, Reduce cutting speed.
@E(JEEBDREIFEZBIEIC T D, Adjust relief angle on cutting chamfer.

Use oil hole tap.

ORUMDREZELTD
Provide shorter thread length to tap.

@5 v THFEDMHEINEF (CFEHEBET B, Be careful about burning during re-sharpening.
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