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For North American market



Recommended for high performance machining
centers with water-soluble tapping fluid.

Recommended tapping range

Product Features

▪Features
● Longer L i fe–Improved tool  l i fe  f rom using a h igh grade of  powder h igh speed steel  wi th  a 

special coating!
● Flu te  Shape–Improved ch ip  evacuat ion  and cu t t ing  res is tance f rom a  un ique f lu te  shape to  

produce excellent internal threads!
● Total Length–Utilizing a longer overall length to avoid the chips interfering with the holder!

The Z-PRO VUSP is designed for use with water-soluble tapping f luid where there is a good 
coolant supply.

■297×210   4p

A
N

SI

IHT

ISP SP     
  ZELX      SS     SP  

 ZELX NI SP                
ZELX TI SP

IPO PO
Z        

  
Z

ELX SS            PO   
NI ZELX                 PO  

ELX TI LHSP

W
at

er
 S

ol
ub

le

Pr
od

uc
ts

W
at

er
 In

so
lu

bl
e

Pr
od

uc
ts

Lu
br

ic
an

t

Ho
le

 S
ha

pe

Ta
pp

in
g 

Ra
ng

e

Hand Tapping Drilling Machine Low Speed Middle Speed High Speed

VUSP CHCoated Spiral Fluted Taps with
Coolant Through Hole 2.5

VUSPCoated Spiral Fluted Taps 2.5

1.5Coated Spiral Fluted Taps 1.5P VUSP1.5P



The unique blade shape and longer overall length solved the problem of chips getting caught in the 
holder and allows for good lubrication flow to the cutting edges of the tap.

Excellent interal thread
surface finish

You wil l  have an excellent internal 
thread surface finish even with using a 
water-soluble fluid.

Chamfer part

Chamfer part after tapping 100 holes.

Tapping Data
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Enlarged Photo after
tapped 250 holes by VUSP

Tapping Conditions　M3×0.5

1050

0.18inch

70sfm

Vertical Machining center

Water-soluble tapping fluid

Workpiece Material

Tapping Length

Tapping Speed

Machinery

Tapping Fluid

Conventional item

0 100 200 300 400 500Threads

NEW VUSP Little WearLittle Wear

Large Wear

A
N

SI

【Tapping Conditions】
VUSP  1/4-20UNC

VUSP 1/4-20UNC GH3
1018 steel
50sfm
Synchronous
Φ0.2inch
0.28inch (1.1D,blind hole)
Vertical Machining Center BT30
Water-soluble tapping fluid FX-30 5%
100

Item Name
Workpiece Material
Tapping Speed
Feed
Bored Hole Length
Tapping Length
Machine
Tapping Fluid
Number Of Processed Holes

General Structural Steel(1018)
Carbon Steel(1050)
Alloy Steel(4140)
Stainless Steel(304)

30~70
30~80
30~70
15~30

Workpiece Material Tapping Speed(sfm)

Tapping Conditions
VUSP metric threads

2.5VUSPCoated Spiral Fluted Taps



[Type1] [Type2] [Type3]
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A
N

SI Shape and Dimensions
VUSP

2.205
2.205
2.205
2.205
2.48
2.48
2.756
2.756
3.15
3.15
3.15
3.15
3.15
3.15
3.543
3.937
3.937
4.331
4.331
4.331

2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P

394703 
394792 
394604 
394784 
394707 
394787 
394709 
394710 
394788 
394789 
394713 
394744 
394714 
394764 
394745 
394747 
394749 
397451 
394780 
394755 

GH2
GH2
GH2
GH2
GH3
GH3
GH3
GH3
GH3
GH3
GH3
GH5
GH3
GH5
GH5
GH5
GH5
GH5
GH5
GH5

2
2
2
2
2
2
2
2
2
2
2
2
2
2
3
3
3
3
3
3

1
1
1
1
1
1
1
1
1
1
1
1
1
1
2
2
3
3
3
3

5-40UNC
5-44UNF
6-32UNC
6-40UNF
8-32UNC
8-36UNF
10-24UNC
10-32UNF
12-24UNC
12-28UNF
1/4-20UNC
1/4-20UNC
1/4-28UNF
1/4-28UNF
5/16-18UNC
3/8-16UNC
7/16-14UNC
1/2-13UNC
9/16-12UNC
5/8-11UNC

0.197
0.197
0.276
0.276
0.276
0.276
0.354
0.354
0.354
0.354
0.433
0.433
0.433
0.433
0.472
0.512
0.512
0.591
0.709
0.709

0.736
0.736
0.748
0.748
0.827
0.827
0.945
0.945
0.984
0.984
1.181
1.181
1.181
1.181
1.378
1.535

-
-
-
-

1.339
1.339
1.339
1.339
1.535
1.535
1.654
1.654
1.953
1.953
1.713
1.713
1.713
1.713
1.831
2.028
2.008
2.205
2.205
2.205

0.141
0.141
0.141
0.141
0.168
0.168
0.194
0.194
0.22
0.22
0.255
0.255
0.255
0.255
0.318
0.381
0.323
0.367
0.429
0.48

Size EDP
(inch)
L

(inch)
Ds

(inch)
s

(inch)
n

(inch)
Class Chamfer No. of

flutes Type

For unified threads

2.205
2.205
2.48
2.48
2.756
2.756
3.15
3.15
3.15
3.543
3.543
3.937
3.937
3.937
4.331
4.331
4.331
4.331
4.331
4.331
4.331
4.921
4.921
5.512
5.512
5.512
5.512
6.299
6.299

2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P
2.5P

394615 
394644 
394617 
394643 
394619 
394642 
394620 
394735 
394641 
394623 
394622 
394625 
394624 
394601 
394627 
394626 
394636 
394629 
394628 
394630 
394631 
394633 
394632 
394634 
394635 
394640 
394637 
394638 
394639 

D4
D4
D5
D4
D5
D4
D6
D6
D4
D7
D6
D8
D6
D6
D8
D7
D7
D9
D8
D9
D8
D9
D8
D9
D8
D9
D8
D10
D8

1
1
1
1
1
1
1
1
1
2
2
2
2
2
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3

M3 X 0.5
M3 X 0.35
M4 X 0.7
M4 X 0.5
M5 X 0.8
M5 X 0.5
M6 X 1
M6 X 0.75
M6 X 0.5
M8 X 1.25
M8 X 1
M10 X 1.5
M10 X 1.25
M10 X 1
M12 X 1.75
M12 X 1.5
M12 X 1.25
M14 X 2
M14 X 1.5
M16 X 2
M16 X 1.5
M18 X 2.5
M18 X 1.5
M20 X 2.5
M20 X 1.5
M22 X 2.5
M22 X 1.5
M24 X 3
M24 X 1.5

0.196
0.196
0.275
0.196
0.354
0.236
0.433
0.315
0.315
0.472
0.472
0.512
0.512
0.512
0.591
0.591
0.591
0.709
0.551
0.709
0.551
0.787
0.551
0.787
0.551
0.787
0.551
0.984
0.984

0.736
0.736
0.815
0.815
0.984
0.984
1.181
1.181
1.181
1.378
1.378
1.535
1.535
1.535

-
-
-
-
-
-
-
-
-
-
-
-
-
-
-

1.339
1.339
1.535
1.535
1.654
1.654
1.713
1.713
1.713
1.831
1.831
2.126
2.126
2.126
2.205
2.205
2.205
2.205
2.205
2.205
2.205
2.52
2.52
2.795
2.795
2.795
2.795
3.228
3.228

0.141
0.141
0.168
0.168
0.194
0.194
0.255
0.255
0.255
0.318
0.318
0.381
0.381
0.381
0.367
0.367
0.367
0.429
0.429
0.48
0.48
0.542
0.542
0.652
0.652
0.697
0.697
0.76
0.76

3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
4
3
4
3
4
3
4
3

Size EDP
(inch)
L

(inch)
Ds

(inch)
s

(inch)
n

(inch)
Class Chamfer TypeNo. of

flutes

For metric threads
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Shape and Dimensions
[Type1 ] [Type2 ] [Type3 ]

Tapping Data

Tapping Conditions

Carbon Steel(1050)

50sfm

Machining center, vertical type

Water-soluble tapping fluid

0.51inch, blind hole

Workpiece Material

Tapping Speed

Machine

Tapping Fluid

Tapping Length

17～50

17～50

17～50

10～17

General Structural Steel(1018)

Carbon Steel(1050)

Alloy Steel(4140)

Stainless Steel(304)

● The chamfer length is 1.5 pitches, making it ideal for machining blind holes where there is little room
between the bored hole depth and the full thread length.

● Durability is improved by premium powder HSS and special coating.
● Chip ejection efficiency is improved and cutting resistance is reduced by the unique cutting edge shape,

achieving a good internal thread and long tool life.
● Proper tool projection length is secured, preventing chips from interfering with the holder.
● This is most suitable for tapping with water-soluble tapping fluid.

▪Features

VUSP 1.5PCoated Spiral
Fluted Taps 1.5P

Tapping condition [M6]

VUSP 1.5P
Internal thread surface

VUSP (chamfer 2.5P)
Internal thread surface

2.205
2.205
2.48
2.48
2.756
2.756
3.15
3.15
3.15
3.543
3.543
3.937
3.937
3.937
4.331
4.331
4.331
4.331
4.331
4.331
4.331

1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P
1.5P

394015 
394016 
394017 
394018 
394019 
394021 
394020 
394035 
394036 
394023 
394022 
394025 
394024 
394037 
394027 
394038 
394026 
394029 
394039 
394031 
394030 

D4
D4
D5
D4
D5
D4
D6
D6
D4
D7
D6
D8
D6
D6
D8
D7
D7
D9
D8
D9
D8

1
1
1
1
1
1
1
1
1
2
2
2
2
2
3
3
3
3
3
3
3

M3 X 0.5
M3 X 0.35
M4 X 0.7
M4 X 0.5
M5 X 0.8
M5 X 0.5
M6 X 1
M6 X 0.75
M6 X 0.5
M8 X 1.25
M8 X 1
M10 X 1.5
M10 X 1.25
M10 X 1
M12 X 1.75
M12 X 1.5
M12 X 1.25
M14 X 2
M14 X 1.5
M16 X 2
M16X1.5

0.197
0.197
0.276
0.197
0.354
0.236
0.433
0.315
0.315
0.472
0.472
0.512
0.512
0.512
0.591
0.591
0.591
0.709
0.551
0.709
0.551

0.736
0.736
0.815
0.815
0.984
0.984
1.181
1.181
1.181
1.378
1.378
1.535
1.535
1.535

-
-
-
-
-
-
-

1.339
1.339
1.535
1.535
1.654
1.654
1.713
1.713
1.713
1.831
1.831
2.126
2.126
2.126
2.205
2.205
2.205
2.205
2.205
2.205
2.205

0.141
0.141
0.168
0.168
0.194
0.194
0.255
0.255
0.255
0.318
0.318
0.381
0.381
0.381
0.367
0.367
0.367
0.429
0.429
0.48
0.48

Size EDP
(inch)
L

(inch)
Ds

(inch)
s

(inch)
n

(inch)
Class Chamfer Type

3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3

No. of
flutes

For metric threads
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Workpiece Material Tapping Speed(sfm)
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Tapping Data

VUSP CH
Conventional tap

50 100 150 200 250

Still runningStill running
Significant wear occured after tapping 92 holes.

5/16-18UNC

4140

50sfm

Synchronous

Φ0.260inch

0.8inch(2D, blind hole)

Vertical Machining Center BT30

Water-soluble tapping fluid FX-30 5%

Size

Workpiece Material

Tapping Speed

Feed

Bored Hole Size

Tapping Length

Tapping Machine

Tapping Fluid

VUSP CH
(after tapping 184 holes)

Comparison of the cutt ing edges

Conventional tap
(after tapping 92 holes)

-1500

-1000

-500

0

500

1000

1500

2000

Conventional tap
after tapping 92 holes

VUSP CH
after tapping 184 holes

-1500

-1000

-500

0

500

1000

1500

2000

Torque(N・cm)
Thrust(N)

Torque(N・cm)
Thrust(N)

VUSP CH
(after tapping 184 holes)

Comparison of the internal thread surface finish

Conventional tap
(after tapping 92 holes)

VUSP CH
(after tapping 184 holes)

Ejected chips

Conventional tap
(after tapping 92 holes)

Chip ejection Image

Significant wear occured when using conventional taps.
VUSP CH shows no signs of wear even after tapping 184
holes.

After tapping 92 holes with conventional taps resulted
in rough surface f inish. After tapping 184 holes with
VUSP CH taps the surface f inish was st i l l  excel lent.  

● Improved durability with high-grade powdered HSS and special coating.
● The unique shape of  the cut t ing edge improves chip evacuat ion and reduces cut t ing res is tance,    

resulting in good threading and tool life.
● Proper tool protrusion is ensured and interference of chips with holder can be avoided.
● Suitable for water-soluble tapping fluid processing.
● The cool-hole diameter is optimized for internal lubricat ion system, and tapping f luid is suff iciently 

supplied to tap biting area to improve cooling, welding and wear resistance,
   and to obtain a good surface finish.

In addition, chips are discharged smoothly, allowing for continuous machining.

Situation during tapping

At discharge pressure of 1.5 MPa At discharge pressure of 3MPa At discharge pressure of 6MPa

VUSP CH
Coated Spiral Fluted
Taps with Coolant
Through Hole

2.5

▪Features

Comparison between Conventional tap and VUSP 
CH  in size 5/16-18UNC. 
VUSP CH, the coolant through tap offers excellent 
performance with internal lubrication. 



■297×210   9p

A
N

SITapping Data

3.543
3.937
4.331

2.5P
2.5P
2.5P

394845
394847
394851

GH5
GH5
GH5

3
3
3

1
1
2

5/16-18UNC
3/8-16UNC
1/2-13UNC

0.472
0.512
0.591

1.378
1.535

-

1.831
2.028
2.205

0.318
0.381
0.367

Size EDP
(inch)
L

(inch)
Ds

(inch)
s

(inch)
n

(inch)
Class Chamfer No. of

flutes Type

[Type1 ] [Type2 ]

VUSP CHCoated Spiral Fluted Taps with Coolant Through Hole

For unified threads
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For inquiries, please contact below :

Warning
♦Tools may shatter during use. Wear safety eye cover or eye glasses to avoid injury during tapping.
♦Use tools under the proper tapping condition.
♦Never wear gloves during turning operations as the gloves may get caught in the tools.
♦Wear safety shoes to avoid foot injury by the fall ing tools.
♦When attaching tools to the machine, fasten firmly to avoid chatter and run-out.
♦Fasten the workpiece firmly so it never moves during the tapping operation. Never use worn tools or damaged tools.
♦Take a special care to prevent fire during machining. High temperature during tapping can cause a fire.

1507 E. McFadden Ave. Santa Ana, CA 92705
Customer Service 855-YMW-USA1  855-969-8721
Ph:714-782-0960  Fx:714-380-6324

www.ymwtapsusa.com
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SI


