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Exclusive use for removing broken taps. Carbide Solid Drill
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Tap Remover Plus
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Coating with advanced technology. - _ TM14~ M24
(Heat resistance: 1,1 00degree and over. < i
Hardness: Hv3,500)
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Originally designed shape not to damage prepared hole.
Applicable to any type of HSS tap.
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Before operation Drilling(Start—Finish) Once the hole is cleared,tapping

can be resumed.
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Long size (For second cut)
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Size Tap Cut Cut Effective Overall Shank Size Tap Cut Cut Effective Overall Shank
Size Diameter Length Length Length Dia. Size Diameter Length Length Length Dia.
TR-P 3 M3 2.2 3.5 9 40 6 TRL-P 3 | M3 2.2 3.5 15 40 6
TR-P 4 M 4 3.1 4 12 40 6 TRL-P 4 | M 4 3.1 4 20 45 6
TR-P 5 M5 3.8 4 15 45 6 TRL-P 6 | M5 3.8 4 25 50 6
HRSRY6 M6 4.6 4.5 18 50 6 TRL-P 6 | M6 4.6 4.5 30 60 6
TR-P 8 M8 6. 2 5.5 24 55 8 TRL-P 8 | M8 6.2 5.5 35 65 8
TR-P10 M10 7.1 6 30 60 10 TRL-P 10 | M10 7l 6 40 75 10
TR-P12 M12 8.6 6.5 30 60 12 TRL-P12 | Mi12 8.6 1) 40 80 12
E-’M M14 10.6 | 40 90 }g
TR-P16 M16 12 45 95 ~ s
RP18 | Mis | 14 | 50 0 | 16 e L Lokl S
R-P20 | M0 [ 16 | 50 100 | 16 o s Sl fF-—i—--|=s
TR-P 22 M22 17 55 110 20 {
TR-P 24 M24 19 60 120 20 ¢ /
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Before operation

$ ’Iﬁ How to Use
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Centering TRL—RE,,Z 1?;3:’;;0) ﬁ l/ N ﬁ
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Be sure to use milling machine with

collet chuck.

(Don’t use Hydraulic chuck.)

How to use Tap Remover Long Size.
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Tap Remover Long Size can not be used at
first process.

First process
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When the head of broken tap is protruding
from work piece,grind it flat.

; N At first, drilling should be
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remover fitting to tap size.

Regular Size

Centering should be done as accurately as
possible by using tap remover which fits

tap size. [
Second process
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Drilling(Start—Finish)
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Finally clearing chip waste

After removing the chips

~ AT left on the thread by using
axy ﬁ-/(x pin or air, use long size tap
Long Size  omover.
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During first and second process, recommend to
remove chip waste in hole occasionally.
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When drilling,use plenty of oil cutting fluid.
Feed should be done by manual.
Drilling is completed when tap remover has
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Remove chip waste including peripheral
remnants of the tap.
Once the hole is cleared,tapping can be

no cutting resistance. resumed.
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Work condition Drilling condition for Tap Remover
(1) 9. I5ARE GAA.NC, MC) TIHMACIEL, RO EEH | XY
(2) 7"\"‘/7(iﬁ“1.¢.0)3)6%®€’iﬁﬁ% <Tiéll\ Sige Spindle speed feed
(3) lb\l‘i‘l L/(iIEﬁ(—I_O_C<T—éL\ i rpm mm/min
(4) BNEImE M F TS TR-P/TRL-P 3
(1)When processing, use milling machine(General use/NC/MC) TR-P/TRL-P 4
Do not use drilling machine, radial drilling machine. TR-P/TRL-P b
(2)Use chuck with rigidity. TR—P/TRL_E 6 650~1, 000
(3)Centering should be done with accuracy. }.2:55?&:3]8
(4)When processing, use oil cutting fluid. TR-P/TRL_P12 510mm
TR-P. 14
%R-P 16
R-P 18 —_
TR-P 20 300~700
TR-P 22
TR-P 24




