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. The indicated speeds and feeds are for water soluble oil.
. Water-soluble oil is not suitable for tapping magnesium alloy.

Please adjust the cutting conditions depending on the rigidity of machine, tool
holders, and workpiece clamping.

. If the tapping length is long, or when machining a large-pitch thread, select a smaller

feed and separate the machining process into a few segments.

If a machined parallel internal thread is tapered and prevents the go-gauge from
going through, add a zero cut (finish machining).

When frequent chipping or breakage occurs of the HY-PRO P cutting edges, it is
recommended to reduce the radial depth of cut by 50%.

Even with the AT-1, it is possible that the go-gauge may have trouble passing through
the tapered parallel internal thread. In that case, please process the 1st pass at 75%
and finish the thread with the 2nd pass.
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