








4

-1500

-1000

-500

0

500

1000

1500

2000

2500

3000

0 2 4

Torque(N・cm）

-1500

-1000

-500

0

500

1000

1500

2000

2500

3000

0 2 4

Torque(N・cm）

* (D) shows the tapping length as a ratio of tap diameter.

M 6 X 1 SUS316 5.6 9
(1.5D)

CNC 28 Fully
synchronous

Fully
synchronous

Fully
synchronous

Fully
synchronous

Fully
synchronous

Fully
synchronous

Oil 10,000 Screw plug gauge OUT at 5,000 holes.
*Workpiece name: Automotive parts

M 6 X 1 S55CNN 5.55 15
(2.5D)

MC 26 Water
soluble 6,000 Breaks randomly.

*Workpiece name: Compressor shaft

M 6 X 1 SCM420H 5.55 6
(1D)

MC 20 Water
soluble 2,000 Bad surface finish occurs on the internal screw.

*Workpiece name: Parking gear

M 6 X 1 SCM435
(30HRC)

5.55 6
(1D)

MC 10 Oil 4,800 Replaced due to premature wear.
*Workpiece name: Automotive parts

M 8 X 1.25 Aluminum
alloy casting 7.5 16

(2D)
MC 30 Water

soluble 16,000 Chipping occurs at 15,000 holes.
*Workpiece name: Automotive parts

M10 X 1.5 20Cr
(30HRC) 9.4 35

(3.5D)
MC 10 Oil 860 Chipping occurs at 80 holes.

*Workpiece name: Automotive parts

MHRZ

Conventional
roll taps

Hole

MHRZ

　

Internal thread comparison 
with cutting tap

Torque comparison with
conventional taps.

MHRZ

MHRZ

1

Speed m/min 5 201510 25 35

Heat treated
material

35HRC

25HRC

SCM

〜
S45C

SPCC

Alloy steel

High carbon
steel
Medium
carbon steel
Low carbon
steel
Cold rolled
steel plate

(m/mim)30

S45C
〜

S30C
S25C
〜

SS400

MHRZ

Workpiece material
Tapping speed 20m／min
Hole diameter Φ11.3mm

SCM440(Heat treated)/35HRC  
Tapping length 18mm（Through hole）
Machine MC（Fully synchronous）

 Tapping fluid Water-soluble
Hole ８００ holes

Size M12×1.5
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Difficult to machine

Roll form tapping  on heat treated materials of 25 HRC or 

more has been considered difficult to achieve stable tapping 

due to high tapping torque.

As a result MHRZ was developed. 

MHseries

Key to
development

Coating

Consistant tapping
with roll taps

Thread forming is now possible on 
medium hardness carbon steel with MHRZ

Originally developed thread part 
specifications. Success in reducing torque.

(m/min）
Size

(mm)(※)

Tapping
speed

Workpiece material （Remarks）

Feed Tool Life
（Hole/piece）

Tapping condition/Tapping result

Machine Tapping
fluid

Material
symbol

（Hardness）
Conventional product status

/Work name
Tapping
length

（mm）

Hole
Size

●M
achining data

Recommended tapping speed is 10 to 20 m/min for medium 
hardness carbon steel and alloy steel.

Extends tool life

Adopting a base material with excellent durability and 
wear resistance.Adopting optimum coating.

●Tapping area

Unable to tap first hole

Still runningStill running

Tangled chips 
(cutting tap)

Cutting tap
(gauge passed)

MHRZ

Roll taps
for medium hardness carbon steel

Conventional
taps
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