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THREAD GAUGING SYSTEM

ETRUARSRES'—Y  [Limit parallel screw threads]

. 09-10 CESOKD> $55208-01

GP M 12 X 15-6H NP

GPI M20P 15 WPI

Muca 10308170

> S55881-15

ISOEMRT—CHRDBURABRT— 1,2,3% /T —2HRDRUARBRRYT -2
Limit thread gauge of gauging system for ISO class Limit thread gauge of gauging system for class1,2,3

BLT—22AVWTHETRLOEBTHEEITI— M ATRIBRATY,

HEBLDEBEHET21HIC BRSBTS —VTREL BEEZREBLET,

A=MVRUCAT—JIC20 TR RDOES2BEICH TSN E T, MITISOISOFR/ S — A (6g.6HE) EIRIISD1,2,38 S~ HRIH
VEFTOT, SEXDRICTHRESEEL,

A limit system is generally used for carrying out pass/fail decisions for parallel threads by using a thread gauge. Inspections are conducted using a
go/no-go gauge to determine whether a product passes or fails, thereby guaranteeing precision.There are two types of gauges for metric threads: the
current JIS gauges classified by the ISO (6g, 6H, etc.), and the old JIS grade 1, 2 and 3 gauges. Please specify the type you want when ordering.

HEREILTOBEYTY,
Differences listed below
1.ISOEM T -2 HA TR B EHBRERTEAORBINAESEYELS,
2LV F =T DATHEN ISOFER T - HRATII2EEEE R TR USEFhHEWVWE1,2,3%F RS —VARIL2EE EhUlghE VRIS
BoTVWEY,
3USOFERT -V AR TIE RLI T T = DIIDH VRIS — I MEIEDBRARELYELL,
1. GO and NOT GO of the ISO gauge system is made with same dimentions for both inspection and working.
2. Pass/Fail assessment of a NOT GO gauge for the ISO class gauge system has been set as not to be screwed in more than two revolutions.

For class 1, 2, 3 gauge system it is not to be screwed in more than two revolutions, included two revolutions.
3. For the ISO class gauge system, the thread gauge for check fitting of the thread ring gauge is the GO and NOT GO limit type.

E#RQUS—Y [Standard thread gauges]

EERUTS—D LR BEUBICZOO CEESNRUTIT 72 ER LY THF =V ENC
BEICEEHI—BLPOE->TVET,
BRS—SOEIRELTEDNIZEE P HIETHF RENREEDDUHBRLIIBEERIZHH
VWEETIHEIE BYAEEYRANORUS -V THETIRARESEDHVLET,

A standard thread gauge comprises a thread plug gauge and a thread ring gauge, which are manu-
factured extremely closely to a basic profile, and fit each other precisely.

Although sometimes used as the go-end of a limit gauge, when threaded product pairs that are to
be inspected need to precisely fit, we recommend a limit system that makes assessments using go
and no-go thread gauges.

 CHERABOEE Caution when using

BEENCS—JDEE&. LTS5 4 —Id, For standard thread gauges, the thread plug
IFDHVEBRS - DBREBLET, gauge also acts as the thread gauge for
RUTSTF—SEHEMOE MR LY checking fit. If using thread ring gauges,
F—SaCHEAIShETE . EVDF—ST which are not compatible with thread plug,
N AE ATt U L LA ; gauges, each product cannot be inserted
Zféiﬁ;gf_ﬁzmajbwﬁ&ﬁ#th even if passed by both gauges and may not
N = N e age e be compatible. If you have your own thread
$§*’%‘;£E$®n9777#—/%ﬁﬁb plug gauge, please inform us when ordering
—(L\éiﬁ (=] ‘is ¥ﬁf:(-%§hb')/7'7’—‘/ a thread ring gauge.
ZRUETBRRIC. CERRVET,
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THREAD GAUGING SYSTEM

H]ERUET— %% (Bl: x—MVRUA) Threads of workpieces and types of gauges (Ex. Metric screw threads)

BRUARRY —IBSUICRRRAY — Y DFERBNEELNS
Gauges for external threads of workpieces and their checking plugs

TU—2Ir95—=J(PR) TL—VE#H#H'—J (PC)
Ring gauge for major diameter Snap gauge for major diameter

SHRUARFRT —J DEREMEENS
Gauges for internal threads of workpieces

TELIEBRLOARICT O -
NREY—Y EAN ZOEEICLOTLFND

Gauge for major diameter

—)

HENSEEDRIT—hNEDR
LEDRIT —IHABBNT &,

TU—rT395' =T (PP)
Plug gauge for minor diameter

V-4 —y
Put the PC into a warked external thread GW{TEH‘O- i Jt -
THLEBRUONELC 0T by te tte. WS om LEDE
C EleC - . P
. . o3 Go side of PC must go through and its ) f
Ei _3
;Egbt}ﬁlﬁ%;i\fb\fggg' tJ NOT-GO side must not €o throgh from GOsside _ NOT GO side
= either diections. T RUICC DT —IEF CHEEIHL
Put the PR into a worked external thread ANEDEIDNEDIRI . EDRIBESS D
HBRU smoothly by hand. PR-GO must pass| . g sy . g s HHL AN e Vs dadimletai
EORIRLUY IS -JR BEOfILUY I -IR S5HRUD 1 EESHEBATASENT &,
External thread (Bolt ‘Tﬂ?}gh and PR-NOTGO must not be|  wzpim i 5="7 (GRGE)  LDfEISIETS Y (GANF) Il rsads (NUT) Put PP in a worked internal thread smoothiy by hand.
i) putin GO check plug for GO thread ring gauge  NOTGO check plug for GO thread ring gauge GO side of plug gauge must go through and NOT GO
side must not enter more than the length of one
revolution of thread from either sides.

"N

BWERS—Y

Gauge for pitch diameter

GO thread ring gauge

HHROBORQLUYIT—Y| |HBOBORRCUY IS —IIC
[CCOF—VEFTRUTAR| |[TOF—IEFTRELRLT
EEEELGBDRIEIRTE, | |AEEE.ES5HNSD 1 EE
When screwing this check| |Z#BZ TRULIENENIE,
plug into new GR by hand, it| |When screwing this check plug
shall go through smoothly. into GR smoothly by hand, that GR
shall not be screwed in more than

BORAIRL TS IS —T (GP)
BWRAS—Y GO thread plug gauge

Gauge for pitch diameter

IfELEDRUICI DY — I EF CHEIER

TIfELeBRLICIOY one revolution from either sides. AUTAREE . HIRLOREIDE-T
TUEFCRERCRY EORDBCE, ’
ChIELE BRUDZR EOERLUY IS~ BERRE TS (GW) Screw this gauge in a worked internal
[COIeoTEIRIFBT & Wear check pug for GO thread rng gauge [ERmBOEIRCUY 57 —JIcC D5 thread by hand smoothly.

Screw this gauge in a worked
external thread by hand smoothly.
GR must pass through over the
whole length of external thread.

GP must go through over the whole

—IEFCTEEUGRUCAREE EBS .
length of internal thread.

fINSH | EEEBA TRUTEFNEVIE,
GR shall not be screwed in more than
one revolution from either side when
screwing this check plug smoothly.

G=

LIEBRIRLC TS IS —T (NP)
NOT GO thread plug gauge

SSej0 QS| 40} wialshs buibnen HENf\— 54O v —

LEORRUYY Y -IREDAIRETSY (NRGF) LEblilaUUY I RIEDRIRIRTSS (NRNF)
GO check plug for NOT GO thread ring gauge NOT GO check plug for NOT GO thread ring gauge e

IEDBIRLUY 5~ (NR) %
NOT GO thread ring gauge

THELIHRLICCOY — Y EF TEER<RL
ChIEEE, EE55fINSH2EEZBA ThUT

HROLEDARLYY I —T
[CCOT—IEFTRUTALE
EEHEECGRORITA L,

When screwing this check pulg
into new NR by hand, it shall go

FROLDARBLUY I =IO~
JRFCREGRUCARESE EB5
RINSH 1 BB ThUTFNELTE,
When screwing this check plug smoothly by
hand, new NR shall not be screwed in more

TELIEBRUICCOT—IZFTE
B RUTAIEEE EBSHIDS
BEEEBA TRUTENENIE,
TeREUSIL FOBRLICHL TIETR
SICEVRIFTIIESEL,

Screw this gauge in a worked external thread by
hand smoothly. NR shall not be screwed in the
worked external thread more than two revolutions
from either sides. How ever. NR shall not pass
through the external thread of not more than three

through smoothly.

than one revolution from either sides.

LEPRIRUVYIT —IBERRIRTS Y (NW)
Wear check plug for NOT GO thread ring gauge

B

ERPOLEDARLUY IY IOy
—IRFCEEECRUCAREE 55
fINSH 1 EEEBR TRUTENSLT L,
NR shall not be screwed in more than
one revolution from either sides when
screwing this check plug smoothly.

FNENTE, FeELBILUTOHRUICHLTIE
FR(TEOBIF TS,

Screw this gauge into a worked internal
thread smoothly by hand, NP shall not be
screwed in it more than two revolutions from
either sides.

How ever, NR shall not pass through the
internal thread of not more than three ridges
in thread length.

-\

ridges in thread length.

A:ﬁﬁﬁ BFXE Caution when using

BRRBCONY-HIVEBREL TP —VESHERATEV, (FICRhUILOEROEOICTER TSV, )

[ISOEMT —THRE 2,35 My~ AXDBAIGEITTTEV, (1,235 WA RXNOISOEMARANYVRASEAERIBDUDAER YT &AL ERICYIVIRITTFEW,)
BANUEEERTRLHLI I rF -2 BET 2158 RA—DRR 75775 — VT2 L5 TTOLET . RADUPRAFDEICBESN B EDHEEE D B TEET,
(BEBICTREODART I Tr—V R EBLTVB BRI B TS —CTEX OB ZOEhERLMATESY, )

RLUL T —JIERT AL KIERLET O TEPRNICERRR TSI/ —JICTARTAIEEBTTLET,

+Use the gauge only after removing flushes and burrs from the thread of the workpiece (especially note if the threading on the tip has been smashed.
*Do not use ISO class and class 1, 2, 3 gauge systems together. (When switching gauge systems between the ISO class and class 1, 2, 3, making sure that the thread of work pieces class is clearly identified.
+If the manufacturer and recipient use thread ring gauge, it is recommended that check plug of same class be used to minimize assessment differences in case the product threads are made near the limit.
(If you have your own check plug, please inform us when ordering a thread ring gauge).
+It is recommended to make regular checks with a wear check plug gauge, since the gauges could be worn by using it.

DAI-ICHI SOKUHAN WORKS CO.

57



»n ~w

—

GAUGES

RUTF—=IVIVAT L
THREAD GAUGING SYSTEM

AR UET =R (Fl: x—MVRUA) Threads of workpieces and types of gauges (Ex.Metric screw threads)

BRUARAS —IBSUICRIRAYS —Y OFERBENEENT SHRUARRS —J DERENEENT
Gauges for external threads of workpieces and their checking plugs Gauges for internal threads of workpieces

RERARSHRHT—I (IS)  TERRFHRHI—T (WS)

Limit snap gauge for inspection Limit snap gauge for machine working REARFTISIF—I (M)  THEERFETISIZ—I (WM)
y Lo TELEBRUONRICCOT—I% Limit plug gauge for inspection Limit plug gauge for machine working
SRR — AMLWFNDBEDSEEDS — I
Gauge for major diamenter BRI DT —IDASIENT & WEREY—Y E
Pul the IS or WS into a worked externalth- Gauge for minor diameter L
read by the tare. ‘O LEDAY
1 GO side of IS or WS must go through and GO side NOTGO side
: z‘ﬂr'e‘ifoﬁfe’”“s‘ not go trough from it THELEBRUICC DF — & F CRIBBATL.
2 - EORINNEDIRIF, EDRIDEDRIIEN &,
’ Bl BORIRDB L\ RLTS5IY —Y (GF) farely) Put the IM or WM in a worked internal thread smoothly
3 External thread (BOLT) Thread plug gauge for checking fit of GR Infernalthread (NUT) by hand, GO side of plug gauge must go through and
% (] NOTGO side must not enter more than the lenght of
thread from either sides.
5 — K BORLUY 97— (GR) HEOBORCUY T I DT R
[ GO thread ring gauge —VRECRUTARLE MEBEC EhRLTSI5—J (GP)
3 FIBOELRLATNDT E, GO thread plug gauge
v When screwing this check plug into new
ﬁ BYREY—Y GR by hand, in shall go through smoothly. BWRAY—Y
:—;ﬁ Gauge for pitch diameter Gauge for pitch diameter . .
s o= sy THELEDHRUICCDT —I=ZFT
(o) BORERRIRRUTS IS~ (GW) B RUTAREE. HRlDR
g If’Ebﬁ:B’QUICZG)j‘—U‘ Thread plug gauge for checking wear of GR RIChfeoTEbRIFTDT &
Q &;—CZ%EUQ?UU"F#%‘ ERTOEDRLYYIT—IICT Screw this gauge in a worked
a BRUOERICDIZOTED BE% DY —IRFTRLTAREE internal thread by hand smoothly.
P }EI:*Z)L__& . LUYIH—IDLEICDIEOTE GP must go through over the whole
ﬁ Screw this gauge in a worked bIRIFIEVNT &, lenght of internal thread.
T external thread by hand smoothly. GR shall not go through from either
3 GR must pass through over the side when screwing this check plug N
e whole length of external thread. by hand smoothly. BRERLDRLTSIT—I (IP)
(=} NOTGO thread plug gauge for inspection
o
2 [ BEREOAUYY IS~ (R) RERILOA ) ——
» NOT GO thread ring gauge for inspection RHBLRRRLTSIT - (IF)
= Fitting check for NOT GO inspection thread ring gauge TELEHRUICCDY —IEFTE
N BIELRUIAREE EE5MI5D
w < &@7 CERE FRUTF NN L,
Screw this gauge into a worked internal thread
T ———— y SUYHE—IJ(C smoothly by hand. IP shall not be screwed in
%f?blgbiab(ﬂ;;_@(f\—_v’i??i’?@mﬂ@ ?%?EB:?;%%{ENEL more than two revolutions, included two
TfREDRLUYSS I (WR) ;‘ﬁ%{/"\éz E55ANSBRERELLALT & EERC FOE0ERL revolutions, from either sides.
NOT GO thread ring gauge S e . IFENBTE,
forworing crew this gauge in a worked external When screwing this check N
thread by hand smoothly. lug into new R or WA b TERLEDRUTS IS - (WP)
IR shall not be screwed in the worked E gd it shall th K NOT GO thread plug gauge for machine working
more than two revolutions, included two ana, It shall go throug
revolutions, from either sides. smoothly. -
THERLEDA IELEHRUICIOY —I=F TR
THLIBRLLI O —IRF TEE EBLERERL TS5~ (WF) BUCRUCAREE  EB55AI058
BLRUTAREE, EB5fNSH2E Thread plug gauge for checking fit of NOTGO side for machine working 2EELN ERUTFENENT S,
ELERUTENBLTE, u TSy TRy Screw this gauge into a worked internal thread
Screw this gauge in a worked external 4&@5 iﬁmgg%ﬂ{%—lﬁﬁg smoothly by hand. WP shall not be screwed in it
thread by hand smoothly. e {ff'ﬁ(ff (1‘5[;,%““ 't more than two revolutions, included two
WR shall not be screwed in the < FIEUBRUTENGCL, revolutions, from rither sides.
worked external thread more than two When screwing this check plug
revolutions, included two revolutions, into new IR or WR by hand, it
from either sides. shall go through smoothly and
without play.

A:ﬁﬁi BFDEE  Caution when using
SWERCONY - HIVEBRELTHST -V & THEATEV, (FCALILOEHOBENCTEETEW,)
[ISOZEMT —TIHRE 2,35 My~ ARXDEAIGEHITITTEV, (1,235 MARNOISOER/AXANYVIRAZFEAERBLUDAERY S X EHEICL ERICYIVIRITTE,)
BANREEERTRLBLI I -2 BET 258 A—DRR 7575 -V CoET 2 La 6 TTOLET . RABUPRAMDEICEESN B EDHEEE D B TEET,
(BERICTREDART T r =R BLTVB BRI RLUL T SO TEX DB ZOE R ERLFIFESN, )
RCUTF—JIMERT AL LUERLET O TCEMNICERAR 777 —JICTARIRT3IEEHTTLET,

+Use the gauge only after removing flushes and burrs from the thread of the workpiece (especially note if the threading on the tip has been smashed.
+Do not use ISO class and class 1, 2, 3 gauge systems together. (When switching gauge systems between the ISO class and class 1, 2, 3, making sure that the thread of work pieces class is clearly identified.
+If the manufacturer and recipient use thread ring gauge, it is recommended that check plug of same class be used to minimize assessment differences in case the product threads are made near the limit.
(If you have your own check plug, please inform us when ordering a thread ring gauge).
+It is recommended to make regular checks with a wear check plug gauge, since the gauges could be worn by using it.
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RUARRS —IARERRBRUDAEEEORFRMIESAR  [Mutually related position of screw threads & limit gauge system]

ISO%#RST— AR Gauging system for ISO class 1,2,3% 4R —2H Gauging system for class 1,2,3
= rF—YDER -5 Rk - -5
3 Gauge type Gauge symbol Gauge type Gauge symbol
3 [BURmBLYL T r—-Y GR |BYRLULTH—Y GR
£ | GO thread ring gauge GO thread ring gauge
=
§ | LR LY I 5= NR | TEREVRLUL IS~ BRERIEVRALYUZIS—Y | o
g NOT GO thread ring gauge NOT GO thread ring gauge for machine working  NOT GO thread ring gauge for inspection
i sr—s PR
°g>, Ring gauge for major diameter
£ | AL ey -y po | TIEABREBEAY—S BEARREIHF—Y WS-Is

Snap gauge for major diameter

EIABLT 5T 5~ op |BIRLTZIF—S P

GO thread plug gauge GO thread plug gauge

EIRER LTSI 57— Np | TfFALUBLTSITT—Y BREREVBUTSTT=Y | yop

NOT GO thread plug gauge NOT GO thread plug gauge for machine working  NOT GO htread plug gauge for inspection

Limit snap gauge for machine working LImit snap gauge for inspection

V—SERECES | \—IMWRACT S | DX

Limit gauge for intemal screw thread

ST pp |TIEABRTSI7—S RERBRTI77—Y |y

Plug gauge for minor diameter Limit plug gauge for working Limit plug gauge for inspection

EIRRLY > 75— BRI T 55— GRGE | EVBIZO BV RRRLT ST 5~ oF

GO check plug for GO thread ring gauge Thread plug gauge for checking fit of GO side

EIRRLYL T 5~ RIS T 57 5~ GRNE
S | NOT GO check plug for GO thread ring gauge
[~
(=]
#BE | BYRRCV I r—VRERRIRT 77— cw |BYRERRZNLTIT5 -2 GwW
)2} 5 | Wear check plug for GO thread ring gauge Thread plug gauge for checking wear of GO side
: 5 R O gu g N P A i g A
T8 | LI MRLY IS~ REIR AR 5T~ NRGE | LEALIBIBAARALT57-5 BERLIMIBAERALTIH T | e
:} g GO check plug for new NOT GO thread ring gauge Thread plug gauge for checking fit of NOT GO side for working  Thread plug gauge for checking fit of NOT GO side for inspection
3 < ge as o prgs  a¢
& [ ILURBLY I S~ AIEIRSIR TS T 5~ NRNF
NOT GO check plug for NOT GO thread ring gauge
EIRRUYS T 5~ ARSI T 55— W
Wear check plug for NOT GO thread ring gauge ﬁ"
RARUISOFHE,2,3FR/OAEME BNUS—JOAEME I
Related positions of screw thread for ISO class and class1,2,3 Related positions of thread gauges
M10 (X—NLiEBRL) D54 ig
ex.M10
L 7H 3% o yim
400 0 dlass3 M3 (x—MLIEERL) Di5E B 0251:2008
— — exM3
B Medium NP P
E‘E 6H i,’gg 2775 iﬁ# o] @
3001— close — — el
14 . WP
wpu | M e e | Y
Internal threac — — °
el e 53
200 ® ) 2 2 2 2
R f A A o 1% &
2] 2] s 3 » B |z 8 Dz
A al o % — % B B |a [# B
®| | Ul (B [z |® & |k [ ns
100 (1| A Al (L Py F| 5 C3
Ul & ) & & [ £ h "E
BOLIBL LA L EL L ®E & || _— %3
+ M| 12 Bl B [Ble] |8 [Bg] 8] |= 3| |¢ may (BETH) GP B GP hris magnoer
R Bs| 2 |»g| 2 5| |2 |®®lg| |2 5 | [E Basicline Basic dameter o o @ m/
% 0 g8 |E | |E 8| |E 8| |E g | [E 2675 ~ ~ &l =
sk 2 (8 S |F|S|E|S k] S g g g g g ( [r)
3 r g 18 2 éi b ;';* 5 2.655 El | ] margin for wear ~ K ) s
M s < N 5 o o
—1o0- [ & | s |5 B |B (S % I | oR- %ey| < NN
2 S Bl B ?6 G Ul | # GRGF R maunorvear P “—GR =Y
Fo= &5 Bk E i 8 Y & < GF
@ z @ |y |z ’ 1%
—o0o  4h 19 & >3 i; 9&} . o 2
~ F = 5 s 5
. 33 ﬁhb o - e L — g k| ~ ERL3 %
temal threa NW " margin for wear 5 WR
—300— 6 ga'f‘g T 2580 @JT NRNF = @j} & o] | WFE
g 2 e @ il N
[ Medium NR R T
~| NRGF
—400r- — 6H,68ANHLY—T HBADRLS—T
3*& screw thread for 6H,6g screw thread for JIS class2
8g dass3
il

lose
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ERT—/\RUS—IR(PTHIEE) [Gauges for taper pipe threads R]

JIS B 0203(C3EEN TLVBR (Re.Rp) DBREIFERT 37— /AU S—I T . EAT—/YBUILIPTESNETH REPTTIRS -V BEVET,
EE-FERFORED 5 —L OYRZOHBEANICHNIIEETT,
Gauges for taper pipe threads R are used for inspection of R (Rc,Rp) defined in JIS B 0203. There is another symbol of PT

specified in Appendix of JIS, but each gauge used to check R or PT is different. It passes if pipefittings is within the range of the
notch gauge.

AELIERIILUTORITY, Major Differences listed below
1.RRLS =TT . PTRUF =V EBRY ALY T 5= %Rl 1. The R thread gauge differes from the PT thread gauge.
TSV TS EBTEERA RLU TS - DERICIE Thread plug are independent, and check plug (CP) is used for
B®R757 (CP) ERAVWET, thread ring gauge control.
2RBLT - CREFRAISRESNTVET, 2. For R thread gauge, the wear limit is specifild.
R PT
Q=LY EDRERR OELF—T EDRRR
Related positions of pipe and gauges Related positions of pipe and gauges
YR D

F=I\RLUVIF—Y

/Taper thread ring gauge
VUREOBE  7—/tRLUIr—T
BABRFIE MAX A RASRFIE MAX range of notch " Taper thread ring gauge
7 BRUOKE T N\
end of taper-external thread

RIVBRITE MIN m— (=

/0

range of notch

end of pipe
HIREDFE range of notch MAAAA

T=I\RUTSI5—Y 2IRRHE MIN
Teper ireadplig e BATRRIE MAX SIERAE MIN EAERDAIE position of gauge diameter
\7r’ww':“ EEDEL sasic Longh
vaj/’iﬁi BHFF DIKE end of pipe fitting
7 —) W 1L DIHTE SATRFIE MAX
end of taper-internal thread
EAEROME ?
| position of %
RIS I —I(CP) gauge diameter
Check plug gauge for
Taper thread ring gauge A K _BIBRLE MIN
L FIREDFE
V\/JJ T=I\RLIS95 =Y
I

range of notch
Taper thread Plug gauge

R 1CP 09-2 (oRD $54286-08 =
T=I\RLUVIT =T
) « B 0255 Taper thread ring gauge BEQEE
standard length

A:ﬁﬁﬁﬁf@*}i’% Caution when using

1.RRLT =Y DFE BLU T T DEFRBRERIRT 75— (CP) CRETEZETH PTRUS =V hU 77 75—V MR OHEER LY T /- DREICER TR, 0T
ST —IEIRICERLEE DL TS - DRENS TELEEYET,

2.8 FAHRUOOTOERY IFBHEY EICKELEVWTTEWV, MIEICEHEERIFTRALHIET,

3.RALEPTRUDRGATERA—TETH. S~V RERVETOTERIBRITTEV, F'—JHRMEIBINFTNVOERICEVET  YIURARAEHARICL TBITLTT L,

1.R thread gauge can inspect wear limit of thread ring gauge by check plug gauge (CP). PT thread gauge uses thread plug gauge for both of assessing product and inspection
assessment of thread ring gauge. But, if the thread plug gauge is extremely worn, it cannot assess the thread ring gauge.

2.Do not chamfer at start of screw threads more than is necessary- its chamfer too big, it will have detrimental effects on the assessment.

3.Product dimensions of R threads and PT threads are the same, but avoid using them together. It may cause trouble since the gauge systems are different.
When switching systems, set aside a specific time to make a complete switchover.

60
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FAUNIEEBRAT —)\ LS —J NPT

* B Fhi U~ A FNEE =

NPTIZNational Pipe Taper®BETh Ui+
AhIEHBNRIEDHHTHY . HBE. O —ILE
ERAVhITRUERICE A B EE<EYET,

*Notes regarding tow-*

NPT stands for "National Pipe Taper"; the
threading has ample fitting length, and its
density resistance can be increased if a lu-
bricating agent and a sealing agent are
used.

7 AU HEEERMZET—/\ U — NPTF (L1.L2.L3)

R R U~ AR

NPTF(&National Pipe Taper Fueland OQil®
BT.o—IVEZRAWESTHRURBICHEWVT
MEMESEDLIIIHETINTOET,
(PCUBALL D&, BB EHERLAEINRVTY)
—RICEN B EMEEIPRIAESNDT—
SRUTY,

*Notes regarding tow-3

NPTF stands for "National Pipe Taper Fue-
land Qil"; it is designed to have density re-
sistance without using a lubricating agent or
sealing agent (a lubricating agent is still rec-
ommended to avoid chaffing). As a rule,
this taper thread insures excellent strength
and density resistance.

[Gauges for standard taper pipe threads for general use]

ANSI/ASME#R#& (7 2U) DERT—/ N UNPTOREICHER T 27—/ hls—
ITY, (JISOERT—/NRURXIIPTE  AUILB R VOB UILAENREZDTS
ABTEW),

This is a taper thread gauge used for inspecting National Pipe Tapered Threads
(NPT) specified in the ANSI/ASME (US) standards. (Please be aware that the
number and angle of threads differ between JIS-specified R and PT tapered
threads.)

Q@ FL— LMK Related positions of pipe and gauges

P, 1P F—I{BUYY S5~ Taper tread ring gauge
BRABRFUE MAX & pipe (male)
I
EDIHE end of pipe threads @
B BASIC //
BRI N E* )
U RABRFHUE MAX
BT pipe (female) 1P 1P =
EHAIE BASIC
® 71U
B/ RFRAIE MN ‘Taper thread plug gauge

[Gauges for American Standard taper pipe threads]

NPT, ANSIHRHE (7 XUH) DERM®ET—/ S UNPTFOREICER 57—
NRUTF—=ITE,, 7=/ LU T r—=ICi3L T =Y RO —2 57—\l
STFE—IIBLTF -V ROLT =0 HIET  BRRICLIAS—STIET—70E
HERZOMBEESHEHBENEREEITO. LIS R L5 —ITliteEsh
BV FRODBICHEELDT— 7R UEBOBREEITVET, (F'—2%T7—71C
BUALEE. WOhDF—2EF o EkIET,)

L1.L2. L3S =S DWThEYIREIZARELUET, FHLVMER G EIE. SRAVE
HETFTEVEA LI L2 L35 =P D4R HIYREICEVT. RABRUAER Y
BR/IERMUBOYIREET—IOERIITRIO®E) T,

This is a taper thread gauge used for inspecting National Pipe Tapered Fuels
(NPTF). Taper thread ring gauges includes L1 and L2 gauges, and taper thread plug
gauges include L1 and L3 gauges.Basically L1 gauges are used for general inspec-
tions, including the position of the standard diameter of a workpiece. L2 and L3 gau-
ges are used for conducting inspections of the threaded section of a workpieces
that need to be tightened with a wrench, which are not inspected by L1 gauges.
(When screwing a gauge into a workpiece, both gauges should be hand tightened.)

Each gauge of L1, L2 and L3 have 4-steps notch. Please contact us the details on
how to use these gauges, if you have any question on these gauges. Then, if you

want to know the relations between workpiece (pipe) and each notch at maximum
or mnimum position in L1, L2 or L3 gauge which has 4-steps notch please refer to
P | t@lLNE

Fig. below.
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THREAD GAUGING SYSTEM

[Gauges for special applications]

BERE

right angle

=

BRERERRUISIS—Y

Thread plug gauge for perpendicularity

E]ﬁmg concentricity

BRERERRQLUY IS —T

Thread ring gauge for perpendicularity

{ -

LFj

A#MERERALUTIS IS —Y

Thread plug gauge for concentricity

BRA MAx

BRI\ Mn

AMERERARCUY IS —J

Thread ring gauge for concentricity

BRA max

B\ un

RURSHREARLISIF—Y

Thread plug gauge for thread length

RERBEARUTISIY—Y

Thread plug gauge for deep holes

1.BERL
locking screw

2.2Y—7J
sleeve

3HEFVL
adjusting screw

474K

Body

7N 0

""II%

(IS P
/I 72X

|
L)

/ N SIS A RSy
RURSRERRLUV IS -
- H ’H—'—H"—F’ -~ N TE:&ﬁg gﬁge for thread length
.

XA

X0OOACOOOAOOOOXXX

<)

e
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BEAEBRERRUS— Thread gauge for perpendicularity

HABULRENERAREEHRAHIET S5-I TY,
BUAAER. T—Y DiFEICT —2 ORESEETIIE
7—7Ci.§lﬁl—c-§_o

Used to assess the total squareness of the thread of a
workpiece and end face. The right angle of the gauge
is finished in advance at a pre-determined degree,
guaranteeing accuracy of the right angle of the thread
and end face as shown by the attaching of the end
face of the gauge to the workpiece at a rightangle.

REE#RZE R 12U — Thread gauge for concentricity
HBRCORE- BT IRMELHESHET S5-I TT,
#HUWVEELREEZFERL A THEBICRBE DBREDFEETT,
F=IPBAShhITHRIER&ATT,

The gauge assesses the total concentricity of the
thread and plane hole on shaft. complicated tools.

RERSBRERRUS— Thread gauge for deep holes and thread length

HARLDOABRICAENHB5EIT. RSKRERARBLYS
—J HAERUARELVRNMIBICHDIBEIE, REBR
ERBLT—-C%ERLET,
REBEARLT—VDHE AEDEURELTEHRIT.E
DYURAICHBLOHALG ANEERERVET , REKRE
ARy =2 0GE. v I IR -BRE%-3ETREE
BELEY,

When there is tolerance in the effective length of the
thread of the workpiece, use the thread gauge for the
thread length, and when the thread of the workpiece is
in a deeper position than the end face, use the thread
gauge for deep holes.

For a thread gauge for the thread length set the toler-
ance by the notch, and it passes when the end face of
the thread fits into the notch.

Thread gauge for depth can indicate the depth by the
graduation or groove in the neck.

AKX LU T4 — Adjustable thread ring gauge

BUREREH CEZBOIEBRTT,

OF -V D EFEUEEERETELY,

QOEBEDIEHHV AT —JICHEEDIHHL
EBBENTEEY,

OEFE#RLEVIPEREETESAREMI HYUET,

QORHBHEMICLIERELP T EAENIEL,

The adjustable thread ring gauge's feature is the ability of the locking
screw to adjust to the diameter of the thread.

=

R R

(DCan readjust as the gauge wears.
(@Can get a proper fitting on general fitting
check gauges.

Merits

(DMay move after being locked by strong force or shock.@

Demerits Easily worn by local contact, roundness is poor.

DAI-ICHI SOKUHAN WORKS CO.
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THREAD GAUGING SYSTEM

RUDBELERASIND T —Y

=R/ L Threads of fundamental triangle

[Screw threads types and thread gauges used]

BRI mol_ [0 ‘
RBUDERE §¢ B | standardforscrewthread | fa UODZEER KV o F—SDie s
Type symbol = AEWISZ thread andi gauge symbol
standard for gauge class read angle
: JIS B 0205,0209 | 4H-5H-6H-7H GP-NP
A—pMVhU (IEE -#B) M 4h-6h-6g8-88 GR°NR
Metric screw threads (coarse+fine) JIS B 0251 F()I1-1-1 3 (1) GP-WP-IP-GR-WR*IR
JISB 0206,0210
A=77(fal (EH-#HH) UNC 0208,0212
Unified screw threads (coarse-fine) UNF JIS B 0255
. g ANSI/ASME B1.1 3B-2B-1B
1=77¢HU (#E-ME-EME-—FLyF) | UNG | ANOVAS
Unified hread «fine* -fine -pitch!
nified screw threads  (coarse-fine *extra-fine *constant-pitch) UNE ANSI/ASME B1.2 3A-2A- 1A
UNEF | MIL-S-7742
UN “WP-I
1= TP RU<MILIERE> NBS HAND BOOK H28 GP*WP:IP
Unified screw threads <MIL standard>
UNJC | SAE AS 8879 3B R
UNJF GR*WR*IR
UNJ NBS HAND BOOK H28 3A
NC 50
P XUBBL NNEFF ASAB1.1 () g2-1
American threads
N NBS HAND BOOK H28
. JIS B 0226
IV VABL oI o
Screw threads for sewing machines SM I-I-0 60
_ . JIS B 0225
BEEAL BC
Bicycle threads JMAS 4002
. JISB 1173
HEAHRIVE ‘WR-
Stud bolts STUD GR-WR-IR
P . | EE . .
BEEASCY/NIVTRFLRU v JIS D 4208 32() GP-WP-IP
Tire valve stem threads for automobiles GR:‘WR*IR
HEER A/ LR v JIS D 4207,1S04570 GP-NP
Tire valve threads for automobiles GR°'NR
EEREA LTV TRU ory | SD9e22 GP-WP-IP
Tire valve threads for bicycle GR*WR*IR
o o ey JIS B 8031 GP-NP
AR R A /N—0 75Tl M GR-NR
Screw threads for spark plugs for internal combustion engines F(2) SP (5 GP-WP-IP-GR-WRIR
S,SH 5 JISB 7111
BEELAFEMETRU M 6H GP-NP
Screw threads for engagement of accessories to lens front
— . ISB 71 . .
HATZHEATHL u |JISBT7I03 GP-WP-IP
Screw threads for tripod connections cameras GR*WR*IR

E () 97THISHIEICKUEILE (2 IBBRBORT (%) BILRE

DAI-ICHI SOKUHAN WORKS CO.

63

1

-\



Y=y

GAUGES

RUTF—=IVIIAT L
THREAD GAUGING SYSTEM

RUDBELERAIND S —Y

=f/H L Threads of fundamental triangle

[Screw threads types and thread gauges used]

HEBIE

Fol

BLCDEFE §C & | standardforscrewthread | o UODZEER KV n;ﬂ%@ F—SDit s
Type symbol =8 AEBISZ thread andie gauge symbol
standard for gauge class 9
3I=F27h0 s JIS B 0201 3G5+3G6+4H5+4H6 50" GP-NP
Miniture screw threads 5h3 GR-NR

. JisB 0206,0208,0210 . .
71yl w wm, 1-M-V GP-WP:IP
Whitworth screw threads IBJIS B 0257,0258 GR*WR*IR

=hls JIS B 0202 GP-NP
%Fﬁqzﬁnl) G A‘B . GR°'NR
Parallelpipe threads PF | JISB 0254 () 55 9 GP*WP+IP*GR-WR-IR
EiRELL JE$8 thick |CTG 71((;) GP-WP-IP
Screw threads for #©) JIS C 8305 GR*WR*IR
riquid metal conduits and fittings %ﬁﬁ thin CTC [

. DIN 40430 80° .
BERERL Pg GO-NOTGO
Steel conduit threads DIN 40431 (NOTGOIETL—> 4~ %)

. JIS B 7141
BE SR L 55°
Microscope-screw thread for objectives
JISB7177 iz GP-WP:IP

SHE| U ©

Screw threads for photographic enlargers GR‘WR-IR
60°

8mm - 16mmBRE R 1A UN JISB7127 x()

BEELZORFHRU

($:1-32UN)
E Q) IBRBORT () RIEHRRE () MEEOREICLS (FFRELOFAREMS)
B L Threads of trapezoid
‘ ] B2 A% WOl |00 -
BUCDERE EE= standard for screw thread | 33 LD &4 K O p rF—DELS
Type symbol =T AEBISZ thread andl gauge symbol
standard for gauge class read angle

X—MLEFRU - JIS B 0216,0217 7H-8H-9H GP-NP

Metric trapezoidal screw threads JMAS 4007 7e+8e+8c+9¢c GR°NR
30°

30" &AL ™ JISB0216 (¥

30° trapezoidal screw threads

BPANS JISB0222 x(®
29.}3%"1:1\3}5*3[/ ™
29" trapezoidal screw threads
. ANSI/ASME B 1.5 | 5G+4G*3G*2G
Z:)grixnbth d ACME 29° GP-WP:IP
screw threads ANSIB 1.5 6C+5C+4C+3C+2C
BT 400 STUB ANSI/ASME B 1.8 GR*WR*IR
STUB ACME screw threads ACME ANSIB 1.8

X (3) BRAESAR

64
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JISICRENHHBRNVBEAARUOEELERINST—Y [Valves of JIS and thread gauges used for cylinders]

BHENIBEHZRAADEE hCsr—o
Type of cylinder or valve of cylinger ﬂﬁbéﬂégﬁili§§§}?§# Thread gauges
RUOBELBRERE |85 | 7—7 | BFEMUR) aluosa] - | UEERED Lh gome T 5 om
Type of thread and related specifications Symbol Workpieces Nominal designation (length) |  Thread angle Taper Workpieces combined Gauge type Nominal designation
Vi 2011114 (20L) B 8246 V1 201114X %46 TH
JIS B 8241 S Y% F-1\hU
MESUBNEES SR | v2 | 7-/WBU| ogiing (s EE B8246V2 | 7354-Y
Seamless steel gas cylinders Thtz ;:'eg‘:m‘z g:{:;g?l“cn”e‘ar Taperthread pggauge | 0811114 X346 TIE
V3 2811114 (24L) B 8246 V3
3 o4
JIS B 8244 - NBRU _;6 F=N\HKU
BRTEFLOBBAR | — 188U soua(oo) EEA | BgasaN2 | U ST | 20I12XV4TE
Valves for disolved acetylene cylinder Treangl s perpendcular Taper thread ring gauge
to the axis of taper ine
55°
JIS B 8245 Vi o ‘ 201414 (22L) %56 B 8233 N1 F=1L 201114 X Y26 T
RALERA 2 BB AR it WEA =S
Valves for liquefied petroleum gas cylinder V2 28“—” 4 (26L) The ?O"gl: EX?:L’;?SACUW B 8233 N2 Taper thread ring gauge 28”—11 4X%6T§m
B 8230 V1
Vi 201114 (22L) B 8234 N1 201L114X Y46 TH
3 B 8241 V1
o et 26 F—N\hU
vz | 7-IEBU L g4 o) EEA | B8241V2 | UVIH-Y | 28UAXYsTE
The angle \s T “ | Taper thread ring gauge
JIS B 8246 to the axis of taper line:
BEHZARZAR v3 281114 (26L) B 8241 V3 28IL14X Y46 TE
Valves for high pressure gas cylinder
%%-16UNF-2A (23L) %%-16UNF-2A
%JIS B 8244 RUNIS B 8245(C 74-14UNF-2A (23L) 76-14UNF-2A
EOHZRLEHALTEHLL, i EE)
B | 1%6120NF-2A (240) T3 FFhL | 1/46-12UNF-2A
_ | FTH00 60° YL R—S
Parallel external thread %-14NPSM-2A (23L) Parallal . %_1 ANPSM-2A
Parallel thread ring gauge
V5-20UNF-2A(18L) 1/2-20UNF-2A
%6-18UNF-2A(18L) %8-18UNF-2A

E (N BURICBEAL TR BRICERELET
(2) UNFIZJIS B 0208 R TFJIS B 0212 E DU TL E Y . NPSMIZNATIONAL BUREAU OF STANDARDS HANDBOOK H-28 (1957) ICE DLW TWET,

Note- (") Length of the thread may be chosen by talking with each other.
(2) UNF is based on JIS B 0208 and JIS B 0212. NPSM is based on National Bureau of Standards Handbook H-28 (1957).

DAI-ICHI SOKUHAN WORKS CO.
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JISICRENHHBRRVBRAARUOBELERSNSY—Y [Valves of JIS and thread gauges used for cylinders]

BRIXITHAFROER nCsy—o
Type of cylinder or valve of cylinder ﬂ%héhbgﬁllfﬁfiﬂﬁ# Thread gauges
BUOBELRERE |85 [ 7—7 | #FBUR) [niuoss| -1 | VY L some T g w
Type of thread and related specifications Symbol | Workpieces Nominal designation (length) |~ Thread angle Taper Workpieces combined Gauge type Nominal designation
Y6 HEA
Vi 201114 (20L) The angle is perpendicalar B 8246 V1 F—1hi 20114XY%6TH
F—1Hhl o tothe axis of taper fine e e
JIS B 8230 o Taper internal thread 55 e HER 77957
ERBELUSRREEH 2R R R%/8(15L) The angle is perpengicalar - Taper thread plug gauge R
Small type seamless steel gas cylinders lotheasofppe
FTHRL | 3416UNE. . 1T o WUT55-5 | 5, g
Parallal internal thread A 16UNF-2B (10'5L) 60 Parallal Paralla thread plug gauge A 16UNF-2B
JIS B 8233 N1 201114 (20L) %6 B 8245 V1 SRl 20114 XY 46T
BERM A LARI AR SR F—1Hhl BB A F55 k-3
! : Taper internal thread The angle is perpengicalar
et petrloum e~ eSO | N 2811114 (24L) oheasope | B 8245V2 | Twwteasngsuee | 281L14XY56TH
55°
N1 20114 (20L) Y5s B 8246 V1 201114 X456 TiE
HEA - et
S NBRL The angle i perpendicalar F—N\hU
S he as of et | o= g ps e 3
N2 Taper internal thread 39['1'” 2 (26L) e o er o B 8244 7 77’]'—/ 39”—” ZX/ZGTE
JIS B 8234 3z (2) Taper thread plug gauge
N UNAS s o
BEARBRTLILRE | g, 1024211127 (10L) — 102420427 AsTHh
Refillable welded steel cylinders for
dissolved acetylene s
F1 10.2421427 (11L) 60° BHEA B ] 10.2020027X VT8
S NEhL The angle s prpengicala F—N\hU
T to the axis of pipe e o« prgs se
Taper external thread U =3
F2 10.2421427 (13L) Taperteadngqauge | 10.2820127X VAT
E () FIRUF2OEEFERRUCTT Y RTEIREVET., () BIERE

Note- (") There are differences of from between F1 and F2.

66

DAI-ICHI SOKUHAN WORKS CO.




n )
—y

GAUGES

RUTF—=IVIIAT L
THREAD GAUGING SYSTEM

FAUAERRUOBSRLERINS S =Y

[American Standard pipe threads and thread gauges used]

U= BUDEE BIERNE |7-/\FE| T7-7 | HEEDIBZMWEFOT—Y RCT5—>
Symbol Type Standard Taper Workpieces Workpieces combined Thread gauges
BRU [ NPTHRU-NPSCHRL NPT R
— T A1) — SN [
merican Standard taper pipe threads for general use N
PRI HRL NPTH5U NPT P
Internal thread
T AUDIREE
Npsc |EEMFRATANEELERTIAL | EABU EF | sl NPTHRL NPSC P
American Standard parallel pipe threads in pipe couplings Amgir;c:?hrs(lgggard Parallel | Inemal thread F—NhlCF55
BBb NPT R st NPT R
= T hiEESEHT— /Y]
e L/ )bﬂsa‘vT;d X)ﬂgfafﬁ?' l/\nb s
merican Standard taper pipe threads in railing joint N
R R TS R A , HRl NPT R #1U NPT P
ANSI/ASME
B1.20.1 Bhl . NPSM (GR*IR*WR)
it 2R T HHAOBENRANRL Extona i NPSMb#L (sam20)
NPSM American Standard straight pipe threads ﬁmm NPS'\(/lcEaGs; ZIS) WP)
for freefitting mechanical joints for fixtures g : s N . e
#“aH fed NPSM&U (% 4Hi228)
7 XH (class 2B)
T S s N N .
Ov5FshERBEaETs |t bRl NPSL& AL NPSL (GR-IR-WR)
NPSL BREEEDHRL EiThl T4
American Standard i i Parallel
parallel pipe threads American Standard Hhl .
for loosefitting mechanical joints with locknuts pipe threads NPSL&RLU NPSL (GP P+ WP)
for mechanical joints Intema thread
T AHEEERTTRLEED Bl NPSH®HHL NPSH (GR-IR-WR)
N A 5
NPSH |10 ettt
merican Standard parallel pipe threads <
for loosefitting mechgnical joﬁnpts for hose couplings In?:?nﬁvlejad NPSH&RU NPSH (GP+IP-WP)
NPTF$H1U+NPSF&# U NPSIH1a U
#4l | PTF-SAE SHORT®HHU NPTF(L1)R
Extenal tead| PTF-SPL SHORT# 1. NPTF(L2)R
T Al 5 N
7R HEEERRES— s | LSRR ANSI/ASME PTF-SPL EXTRA SHORT®) %l
NPTF Dryseal American Standard taper pipe threads %Fﬁiﬂ#%nb 1/16
i per pip Dryseal American Standaed B1.20.3 NPTFBnU
pipe threads
il | PTF-SAE SHORTHHU NPTF (L1)P
ntemalthread | PTF-SPL SHORT&H1a.U NPTF (L3) P
PTF-SPL EXTRA SHORT&1l

DAI-ICHI SOKUHAN WORKS CO.
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TP AUNERRUOEBIRLERSINS S =Y

[American Standard pipe threads and thread gauges used]

U= BUDER BERE |7-1NFE| 7-7 | #HEEDEBHEFOT—Y RUT—2
Symbol Type Standard Taper Workpieces Workpieces combined Thread gauges
Bhl NPTF®1U-NPSIH1 L PTE-SAER
Extenal thread| PTF-SPL SHORT&)bb (L1 SHORT) . (L2 SHORT)
. PTF-SPL EXTRA SHORT® 17U
PTF-SAE | SAE SHORTE A% 7 —/\taU
SHORT | Dryseal SAE short taper threads
&)nb NPTFJ’S?&U'PTF-SPL SHORTJB#&U PTF-SAE P
Internal thread
PTF-SPL EXTRA SHORT#sals | (L1 SHORT) - (L3 SHORT)
NPTF®H.U+NPSF&HU-NPSIHia L
7L |PTF-SAE SHORT® .U PTF-SAE R
Bl pTF-SPL SHORT& 4L (L1 SHORT)
PTE-SPL | K545~ ARS 415 a—h5 =15l PTF-SPL EXTRA SHORT®1U
SHORT | Dryseal special short taper pipe threads
YT NPTF&1U+PTF-SAE SHORTEHU PTF-SAE P
intemaltead| PTF-SPL SHORT 72U (L1 SHORT)
PTF-SPL EXTRA SHORT#1al
NPTF$H1U+NPSF&H#aU-NPSIH1L
0L | PTF-SAE SHORT® 1l PTF-SAE R
AU S PTF-SPL SHORTS %L (L1 SHORT)
PET;sRF;L RSAS =V THANS a—br—hl | ERmERL B1.20.3, Y PTF-SPL EXTRA SHORT®1aU
SHORT Dryseal special extra short taper pipe threads | Dryseal ;pn;w:;dsslandam B1.20.4 16 | NPTEShL-PTF-SAE SHORTHAL
lf’JﬁUd PTF-SPL SHORT#4U PTF-SAE P
e PTF-SPL EXTRA SHORT##%LU | (L1 SHORT)
Hhl . F-PTF(L1)R
F-PTFs Rl
KS4S—IVEERERT—/ht External thread F-PTF(L2) R
F-PTF . : .
Dryseal fine taper pipe thread series &)nb . F-PTF (L1 ) P
Internal thread F-PTF&HU F-PTF (L3) P
H1L SPL-PTFh#al SPLPTF(LI)R
=5, = JShl External thread SPL-PTF(L2)R
SPL-PTF ';7'2/ ,’hﬁﬁ? . :3[’
ryseal special taper pipe threads
Hhl . U SPL-PTF(L1)P
Internal thread SPL-PTF&#U SPL-PTF(L3) P
TAVHBRERHEARETTONRL . | NPTF&#U+PTF-SPL SHORTH1U
- - Dl NPSF (L1)P
NPSF Dryseal American Standard fuel internal Internal thread .
parallel pipe threads PTF-SPL EXTRA SHORT& 1l
Fi7
Parallel
. = . 513U PTF-SAE SHORT& U
\py | PAUHERSEERRET 50U s | BRUPTESAE SHORTARL
Dryseal American Standard intermediate internal Internal thread PTF-SPL SHORT%#&L NP (L1) P
parallel pipe threads PTF-SPL EXTRA SHORTH1U
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RUARFR Y — JiEX DECHfl

OM5X0.8—6gH . BRI LU T 75—

@M5X0.8—6gH. TL—8H T -

3®M5X0.8—6HA ENRIR LT ST 45—

CEXICIRLT

WHEN ORDERING THREAD GAUGES

(1) M5X0.8—6g GR -
ex. T 450 gauge type
L’Azﬂéiﬁ’ﬁz class

2 UOFEY nominal designation

(#1)M5X0.8—6g PC

[Refer to the items below when ordering thread gauges. ]

®OM5X0.8—6HRA. FL—>F59 45—
(1] M5X0.8—6H
ex.

PP
T 5= D& gauge type

AEFYS R class
R UDOFEY nominal designation

®@EYRIL LU T4 —Y RGBYRI A% TS (M5X0.8—68 GRH)
(B) M5X0.8—68 GRGF

T 5—TDO¥EFE gauge type
AEHIS X class
L 2 COMEY nominal designation

T #—T 0¥ gauge type
AEIS X class

R COMEY nominal designation

(#1) M5X0.8—6H GP
ex. — T T 45— 0O gauge type
AEBIIZ class
2 LDOFEY nominal designation

@BYRR LU T 5—C R EFERRT 57 (M5X0.8—6g GRH)
(#1]M5X0.8—68 GW

TT— 45—J0O¥EHE gauge type
RAEWI T class

1 COFEY nominal designation

BUF—IDEX ORI T ROBERESEILT T,

Bl

() BBICEVWERE CHEESh LSS BELHI)CHRESETOALEET,
—BRISVTH.CARALRESHABBVEDE T IV, RETEOTHEREVLET .

(note) when ordering an unspecified class, please reconfirm with us.
If you have any questions regarding this list, please ask. All dimensions will be verified.

Refer to the items below when ordering thread gauges. Example
M14P1.5
BUDEE. QLOFTXEyF (£ 1L%) No.0—80UNF
Type,nominal diameter X pitch (or T.P.1) Tr20%2
RV%
2%
double-start thread
EBU. SEZRUOEE (CHEDEWVGERAI1FRLERYET) | 2&U—F6 (EvF3)
left-hand thread,multi-staet thread double-start thread lead 6 (pitch 3)
i 5
LH (left-hand) b|-
BUDHERIIAZEIFZ )

7H-6g8-2A-2B
L (CoBamBOTEbLUAZEIEETA)
None

(In this case, please state the desired
dimensions of the item)

TF=URS (RER-ITERARE)

(GE) BUICB 7 —VREIR—EBRESEICLTTEL,

gauge symbol (inspection - machine work etc.)

(note) Refer to the list to determine the proper gauge symbols that correspond to your

WR-IR
GR-NR
BEBLTSST5-Y
F—NBLUZTF—2

AvHULS (BER) £FEXvXE

FR (BEAEASZANEFAXBETHEITEW)
ZIEFRRMHE

For special threads

+plating allowance (diameter) or thickness of plating

*shapes and dimesion
*marking and material

purpose.
. X% A7 (40.03)
’f—*ﬁin 0} i%‘%‘i Before plated (+0.03mm)

ToH =Y 14X (—0.15)
Undersize (-0.15mm)

GRS —2&K15mm

GR gauge length 15mm

ZIENi&AN P.D.9.188
Inscription added
XBROHEDHEFTEHIT>I5TT,
*Drawing of the item is accepted

LH, ERRESHICRBAE A TEVELES  BHABEVEDE TS,

If any other questions except the above,please contact ISSOKU.
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JVHBRSRS*—Y  [Limit gauges for holes]

RARRT—VRRORNRGTHERELLAEBERARFTEE
BELLLBEEES2T—VTY,

Limit gauges for holes which has gauging surfaces based on least
material limit and maximum material limit of hole.

NARRT -V OFEREN S SVENS

Purpose and procedures for use of limit gauges for holes

ZOF=DIE  ROERPBRESNRNEET
EENKEVWDEIDPERETIHD T EELLS
BRI TS558 - | ROERICHE->TRVKRITRIThIZRIEE A,

GO plug gauge This is a gauge to inspect whether the diameter of hole is

larger than the specified LML or not, and this shall pass
through the overall length of hole without any difficulty.

54 16 ZOF =D ROBERFPRESN-BAESET
o-rap 1100 EENNENDEIDERETEHDT.RICA
RIS T4H— | TdBUEEA,

NOT GO plug gauge | This is a gauge to inspect whether the diamenter of hole
is smaller than the specified MML or not, and this shall not
enter into the hole.

RNRETEERAKRETE

54 HB

CO-1 @ 110071

Least material limit and maximum material limit. %l‘%@%ﬁ
real surface
i . SRR e
£
. LML MML
R/NEIETE BRASEMAE
least material limit maximum material limit

N RBERAT—> Limit gauges for holes of cemented carbide

RRDT—Y DIMESKS (& T EMMA) ICHEANTER
HICTChABEMES—CBICERLTHUET RIS
BERICECTHEIETOT. EhETIHRETIL,

The gauge part material is carbide, which has excellent wear
resistance compared with the standard gauge material SKS (steel
alloy). The shape is in conformance with standard products; please
keep this in under consideration.
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TR —I DA

[Shapes and dimensions of limit gauges for holes]

SEOR J\UR)L Handle AEDE

1

-\

8 GO gauge NOT GO gauge 8 I!Eﬁb’-— y@éﬁ ﬂqiz}'d'iid (mm)
% Limit gauge type Nominal size d
= 4+ = on g~ N
o Eoy5—Of | 0.3ElE 15K
K K Pin gauge type include under
NARRS-Y |ARKTI95-Y | 7—av V¥ | 1.5 E~50LTF
Limit gauges for holes | Cylindrical plug gauge Taper lock type include include
- MIOvIR | 50&#A~120LLF
1 [:“ylj-_yﬂ; Trilock type above include
Fig.1 Pin gauge type
A B{i:mm Unit:mm
50 andle 50 l:‘"/’]'—’/ﬁé Pin gauge type
. = ! oal U d Y- 1B co-nNoT o &S
o aaume NOT 50 gage Nominal size d K L Fig.No.
a— ¥ 0.3k 0.5KF
8 - — = ] { - 8 include include 3 46
Ka L1 Lo | [k 0.5%2821.0LLF 5 50 1
above include Fig.1
1.0%#Z1.5Ki 6.5 53
L above under )
M2 >—/\OvI
Fig.2 Taper lock type HBfizmm  Unit:mm
T—/ XAy Taper lock type
50 /\WEL 50 LT d SV 1BV NNV
Hande El:];min;-lj-s/izﬁe d ;((3% gaﬁél NOT GO gggje L No. &5
- 74 > Handl Fig.No.
oy oy ZEA | BF K| L | K| L e
15%5 | 3 65| 15 | 45| 15 | 62| 1 |Harige
g LA N — g 3 6 8 6 6 6 74 2
g ot 6 10 (10 | 7 7 | 7 | 8| 3
10 14 12 8 8 8 99 4
Ki,|Ly] | Lz ke 14 18 6 |10 10 |10 | 116 5 X3
18 24 12 12 12 132 6 Fig.3
L 24 30 18 12 14 12 136
30 40 20 15 16 15 156 7
X3 F—/\OvIH 40 50 25 | 15 18 | 15 | 163
Fig.3 Taper lock type
B{i:mm Unit:mm
120 momzairom  LRGRlEIL - FJOYZF Triook type ‘
"?U'*‘J')% d iﬁ’)ﬁ'] ]t”ﬁ'.l NN gn
Nominal size d GO gauge NOT GO gauge No. FON =
‘ z2 | L FIVMNo. FIVMNo. Handl 'g.o.
— T - %aﬁez' i%.:g—e K Bolt numb?sr L K Bolt numbgr L nl?mnbeer
T 50 65 32 1 155 | 18 1 141 | 8 4 Fig.4
\ e 65 80
J\VRID Handie
= 80 | 90
K 90 95 | 35 3 |173| 25 3 | 168 9 X5
L 95 | 100 Fig5
100 | 110
R4 fUOvoRE 110 | 120 | 40 4 | 178 | 25 3 | 168
Fig.4 Trilock type
CHEXICELT
. NUOvZFERIVS RABRYT— 2% EX DS T O RE RS,
120 BORXISIEDRA) Bolt for rock type handle 15— SO LT BRT 575~ E)
2.FUFik (926 L)
R 3.ER (ROFDBVEREHTRE)
A ERBNE (Jls B 7420 TIHRER. TEAOR FIbVE AN CBEDHNIL )
o JE = ARICEUTRYEVNLET DT, 5D UHTHRIZE,
& N = _ I SAFFRMHR (IR FR TV AERE)
- When ordering
J\YR)U Handle Please state the following infomation when ordering.
1.Gauge type (Plain plug gauge etc.)
K 2.Nominal size (Ex.$26)
L 3.Grade (Ex.H7)
4.Standard (JIS B 7420 does not have a division of inspection or working gauge, but it is )
5 I‘ U m] ‘JQHZ possible to make it uponrequest. Please indicate in advance.
Fig.5 Trilock type 5.Special spec (Shapes, dimension, marking, gauge tolerances, etc.)

DAI-ICHI SOKUHAN WORKS CO.
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GAUGE HANDLE LIST

JIS B 3102:2001 . 5 W ) 9y bl Pk
AL (BRITIIS) Nominal designation o
1 40 25 5 58 29 - T TR
2 48 4 7 8.1 4.0 - %Ta_pggkﬂ ’
3 56 55 9 10.4 5.2 - *;,"Ek’fp’*’
4 63 7 11 127 6.4 - i;:,‘,gkjty’g’
5 70 9 14 16.2 8.1 - ﬁ’ﬁk’tg’*’
6 80 12 17 19.6 9.8 —~ [l
7 9 16 22 254 | 127 - 7 TR
8 125 - 29 335 16.7 M12x1.25-6H kI ﬂé
9 150 - 32 37.0 185 M22x1.5-6H ddaid ,’ff
JIS B 3102-1975 . 5 W - ’ R0 Pt
MiE=E (IHJIS) Nominal designation s
00 40 3.962 6 6.9 35 — f;,;‘]ﬁ;’.ﬁ?
0 50 4597 8 9.2 46 - '}Ta—p:,\lzk/,yzf’
1 70 6.096 9 10.4 5.2 - 7o
2 75 7.874 12 139 6.9 - ';Ta—p;\lzk/,y’if’
3 80 | 10.414 17 19.6 9.8 - f;,gjﬁ;{g?
4 9 | 15.494 21 24.2 12.1 - i;;ﬁk/tyzf’
5 100 | 20574 26 30.0 15.0 - f;;‘jﬁ;{g?
6 125 - 29 335 16.7 1/2-20UNF-2B kI ﬂé
7 150 - 32 37.0 185 7/s-14UNF-2B hJE :ﬂ;
F— Oy My
Taper lock type Trilock type J -
o~ § ' k (

72
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BMABRSRS"—Y [Limit gauges for shafts]

-0.007 BARR T -V ABMORARFTEEEELLAEAER/NRETRERLE

20 —0/030 EULERIERERES DT~V TT VT r—V BB N EWTEDBDICE <A
3 WONET, ATV B EENRECRRV P EERZEP B, LD —F
DRICERICE>TOWBHKRTIDOT. F—YV e RS 3 DB B IRERRE
EIEMT 2EL TEEY,
Ring gauges are used mostly for comparatively small dimensional materials.
Gap gauges are for heavy weight and hard to handle materials. The shape
is graduated on one side as GO and NOT GO, so it does not need to be
flipped over, reducing inspection time.

BABRT -V OFERBENBLVMENE Purpose and procedures for use of imit gauges for shafts

- COF—JiR HOBERPRESNEBAEGTELY
20 0,030 AN AR | NEWDEIPERETIHDOT RELCHOLRICH
._ BRI ATT=0 gk £ A,

This is a gauge to inspect whether the diameter of shaft is smaller than the
specified MML or not, and this shall pass through overall length of the shaft.

| cor—Tu moERIREShERIEETELY
EWRILTT=T | XEZWHDEILERETEHD T EIA>TIIEYER A,

NOT GO ring gauge This is a gauge to inspect whether the diameter of shaft is larger than the
specified LML or not, and this shall not enter into the shaft.

0TV MOBRIRESNERARETELNEVDEINERET
30T F-VEN—FOOTEHICH T Z EXmELTRIBPTLIIC
LTBP I ROXMHR (HER) £65-H0T-VETRAET, RERSD
BCEBER2ZARICOVTITV BARICRZ ORI TH k(L3P

BIRET =S|y b 2 EmEmac B CEBLThITAE LA,
GO snap gauge

GO ring gauge

R O7-7 & 45038682

This is a gauge to inspect whether the diameter of shaft is smaller than the specified MML or not,and
operated in such a manner that one opening end of gauging surface is applied to the shaft as the fulcrum
and the gauge is tumed slowly so that another gauging surface bites the point opposite of the fulcrum
(measuring point). The inspection shall be carried out at least in two directions perpendicular each other
and in the axial direction at positions adequate to the length not less than three, and the gauge shall pass at
all the measuring points at the working load without any difficulty.

ZOF-JId BOERPRESNERBIERTELIKEVDEID

BTN T. DR EHBERZIE. BFARZOESBUTSH
o | BCEBIDFBLECOVTRELET, S EBAEE DI,

)4l —

R AT = | OB 50 T TR S A,

) ; This is a gauge to inspect whether the diameter of shaft is larger than the specified LML or
A e b Vi Mot not,and the inspection shall be carried out at least in two directions perpendicular each other
and in the axial direction at positions adequate to the length not less than three. The gauge
shall not pass at all the positions when the working load is applied to the gauge.

BARMGTEER/NRETE

NOT GO snap gauge

HH BB R — Limit gauges for shafts of cemented carbide

- Maximum material limit and least material limit. ;ﬁ@ﬁﬁ
| real surface
|

< |
B |
a2 |
E=0
@ LML MML
: B/\EIEHE BRARMBTE
least material limit maximum material limit

RERDT—T DMESKS (A& T EMMAM) ICHATRER
HICTChizBEME S —VBRICEALTHYET,
FAREBERICECTHIETOTEDOE TITREICEZL,
The gauge part material is carbide, which has
excellent wear resistance compared with the standard
gauge material SKS (steel alloy). The shape is in
conformance with standard products; please keep this
in under consideration.

DAI-ICHI SOKUHAN WORKS CO. 73

0

"’

\



$hAARRSR S — DA

Y=y

GAUGES

IL=05=IV5VAF L
PLAIN GAUGING SYSTEM

[Shapes and dimensions of limit gauges for shafts]

_ @ ?20 b1
T
I I -
______ R | &
A Hao - 2
= . e 5 [ I
5 % &00\15153?;5?;;!;03?5@&@& ©
S (%)
e
1.5 ‘
bz ‘
EOfl GO
K IEPBI NOT GO L T
by ®1 Fig.1
RAT—S DER FELNHE D (mm) T
Limit gauge type Nominal size D —
UGl
Ring gauge — 2
23S OO — = ¥ )_r/;\
#@MARRT—> | FOfRKRABT— 3~50 8 & t,
Limit gauges for shafts | Single-ended snap gauge _ g?o —g N ® 1 n
Eo B
CRARIEH T — Ba o2
C type snap gauge 50~180 "o b) /
B{I:mm Unitmm &
2% ] Ring gauge 15 |
HOTED || g IRERTRST |
Nominal size D 9H§ D1 ,;é K Gﬁe{&iﬁ?ﬁo@eﬁfge b
7& ﬁ Z u'l: Outside diameter D1 | - Thickness K L T
above include 9 h > e
L - )
1iciat 2.5 22 4 0.6 0.4 Fig-2 Bf:mm  Unitmm
2.5 5 5 T 5%
5 10 32 8 1 0.8 - H‘DW&JM‘—/ Single-ended snap gauge
10 15 38 10 ﬂfﬁﬁlﬁ D &S
15 20 45 12 = B | L |T | bt |b2| a]|al | e | FaNo
2 1 L
20 25 53 14 éabﬂ;/? in?:llljtl:l\_e
25 32 63 16 3L 6 30| 50 1022 11| 3 =1
32 40 71 18 6 10 36 60 11 23 |12 Fig.1
40 50 85 20 10 14 50 4 |12 | 28 | 18
50 60 100 14 18 60 70 13132 | 25 -
60 70 112 3 1.5 18 24 65 14 (3428 5 &2
70 80 125 24 24 30 75| 80 15 | 36 | 34 Fig2
80 90 140 30 40 90| 90| 5 |17 | 40 | 22 24
90 100 160 40 50 110100 19 | 43 | 28 30
ba
by,
‘ BfT:mm Unitmm
5 | ] Cﬁéﬁ?ﬁ'&&'ﬁ'—“‘/ C type snap gauge
il T B|L|T|L |R|[R2|bt|b2| a|e
P A RILEY o
o ) above include
2z 5 B 50 65 [120(100| 6 | 36| 36 | 60| 18 | 35| 15| 55
molge E . 65 80 [142[114 41[45] 71/ 1938 18] 69
g 2 80 100 |162|130 45| 65| 81| 20| 40| 20 | 88
o 4L L1 100 120 |192|150| 8 | 51 | 65| 96| 22 | 44 | 22 |106
L, 120 140 |218|164 54 | 75 109 | 23 | 46 126
140 160 |236/180 58 | 85 (118 | 24 | 48 | 25 {143
— 160 180 [258/195 60 | 95 |129| 25 | 52 163
L 1T
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[Shapes and dimensions of limit gauges for shafts]

EOE 1EDf
GOgauge NOT GOgauge
1.5 1.5
M ORI AT — DI CHREDHE ICRYBMERLTHUET,
IS o elw | | CHX ORI — S E SRR T A,
C\Jﬁ V) ﬁgr | —H Double-ended type is made by request.
b1 b2 I Hf:mm  Unitmm
L T ﬁﬁn*ﬁﬁyi’f_:/ Double-ended plate snap gauge
1 Fi FUFE D HES
B1 Fig1 Nominal size D .
1.5 1.5 Fig,No.
Bz LT B L|T]|bt|b2| a e ig,No
_ above include
R 185 3 25| 50| 3 | 11 8| 8
8 3 T3 @ U 3 6 30| 50| 4 |14 |10 |11 | — | [
— 6 10 36| 60 16 | 12 | 12 Fig.1
ol - o ol m| -H 10 14 50| 70 18 | 14 | 18
— 14 18 60| 80 o1 | 17 13 | 14
L/ S I 18 24 65| 80 14]5] o)
24 30 75| 90| 5 | 23|18 |18 | 19 Fio2
b b i 30 40 90110 28 |20 |23 | 24 ’
‘ o ; 40 50 |110]120 32 2230 | 31
L
2 Fig.2
CHEXICELT When Ordering

AR — % X ORI T O AEIERFEEL,

1.5-C0BEELCER RRVTH5—2 HAhsr—DkE)

2.V (9265 E)

3ER (BDIEHHVEEhTRE)

4. ERARE (IS B 7420 Tl3ER. THERDR HiHY
FEAD . CEEFHNITHEICEUTERE
WELET DT, H5hUH TR,

545% M4 (IR . TR F—VAERE)

CEE

F—=IFRICOEELTIE.JIS B 7420-1997 (ISOF R)
ANDOBITICHVER EOREAS FEREhET, TEX
DI TFOEN L THRREWVELZTFETIOEHE L
TC[J&TO

Please state the following infomation when ordering.

1.Gauge type (Plain ring gauge, Gap gauge etc.)

2.Nominal size (Ex.$26)

3.Grade (Ex.h7)

4.Standard [ JIS B 7420 does not have a division of inspection
or working gauge, but it is possible to make it upon
request. Please indicate in advance.

5.Special spec (Shapes, dimension, marking, gauge tolerances, etc.)

Note
Regarding gauging system of plain gauge, a confusion about it's
specifications will be forecasted due to shift to JIS B7420-
1997(ISO system). Accordingly, your appropriate indication on
specifications should be required when ordering.

DAI-ICHI SOKUHAN WORKS CO.
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Y A5 —3 [Master gauges]

YRAF VIS BREBRDTREEREDTHBEELLTHVWSNS S —ITY,
Master gauges are used for setting-up of relative measuring instruments, as
dimensional standards.

Z3EE Note-

ISSOKUTIRZERYAVOX—2HELELTYREV T DEHERELIZHE
DIRZYLTHF—-THBUELTHNET  BR YA VOAX—FATYRAF =2 DH
207 ST,

ISSOKU makes original Master Ring gauges for air micrometers, which are
thicker than standard master ring. Please refer to Master Gauges for air
micrometers in the catalog.

F=UBOTEFRERVEAE -AREOAZE

Dimensional tolerances and form tolerances of master gauges

PFO T D AR (| P PR
> (:to) ” % \Eilabove L:{—F —— tolerance Circularity*cylindricity
: 1L _E include 50 2 0.6
50 100 4 1.2
100 150 4 1.2
150 200 6 2.0
200 230 8 2.5
230 250 10 3.5
SN ; 250 270 12 4.0
BRI ZE5—Y Master gauges of cemented carbide 570 300 i 0
300 340 20 5.0
340 400 32 5.0
400 460 40 7.0
460 500 60 7.0
CTEMICELT When ordering
YRAF-THTEXDEIZ. BT O  Please state the following information
RECHRIEEN, when ordering Master Gauges.
15—V DOBE (T XRUT5 =2 1.Gauge type (Master ring gauge, Master plug gauge etc.)
YRETZTH=IKE) 2.Nominal size (Ex.$50)
RITO4-Y OHESKS (2 TEMIAH) I AT 2.FFUSHE (9504 E) 3.Special dimension
HICT Ch-BBEME -V BICERALTEYET, 34T E (R RS —S A% RE)  (shapes, dmension, marking, gauge tolerances, etc.)
BRIGEERICECTHIETOTEDE TR,

The gauge part material is carbide, which has
excellent wear resistance compared with the standard
gauge material SKS (steel alloy). The shape is in
conformance with standard products; please keep this
in under consideration.

DAI-ICHI SOKUHAN WORKS CO.
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YATT— IR

[Shapes and dimensions of master gauges]

FRINE  marking face

YRAS—T DIEFE  Master gauge type

YRAT—S DIEE D¥7- (PO END & (mm)
Master gauge type Ranges of nominal size D or d
----- YRB) G = Masterring gauge 125, 1008,
Ig % YAATIIE =S T—=INOYIR Taper lock type 12, _ 50%.F,
Master plug gauge Moy R Trilock type 50%8% 100%F.
Bfi:mm Unit:mm
< AA) >7'7' —‘j Master ring gauge
FEUSHE D p =
K Nominal slize d 9H§ D1 };é K
R T Outer diameter D1 Thickness K
o 50 above include
o s
S 15:E, 2.5 4
. 22
2.5 5 5
gI _ ’j _ ::: _ [ + - 5 10 32 8
K L J\YR)b Handle 1 0 1 5 38 1 0
15 20 45 12
L
20 25 53 14
1 F—/)\Ov I
Fig.1 Taper lock type 25 32 63 16
g 50 32 40 71 18
—% 40 50 85 20
g L e 50 60 100
© PHJ ot 60 70 112
KL J\UK)L Handle 70 80 125 24
L 80 90 140
X2 >F—/)\OvIf 90 100 160
Fig.2 Taper lock type
X Bfi:mm Unitmm
~OvoRARILS = g 7
120° Bolt fortjriluck type handle o=/ \I:I‘y7ﬁ; Taper lock type
WECSE " o
/) f}nﬁn_aﬂﬁdd K L L1 d2  |NURINo | RIES
I ﬂ=ﬂ i} ‘\ : - i/\ Py ST Handle number | - Fig.No.
‘ ‘W above include
L T 3 6 8 62 6 4 2
\ A b 6 | 10 | 10 | 73 | 7 55 | 3 | &1
10 14 12 83 8 7 4
K 14 18 16 9% | 10 | 9 5
L 18 24 108 | ., | 4 6 | mo
®3 NUOv R 24 | 30 | 18 | 110 2
Fig.3 Trilock type 30 40 20 125 15 16 7
o 40 50 25 130 15
NSk s (%) FFOTEIBL T BATE TR CRfF O LET
(Note) Small sizes include 3 are also available.
f_| B{:mm Unit:mm
R — Oy IR  Trilock type
*ﬂ;ﬁlﬁw% HU & d % L | FLRNo. AV MES
| ’&E} %‘I Bolt number | Handle number | Fig.No.
\/\yFJD Handle 50 65 32 155 1 8 :3
K 65 80
4
L gg gg 35 173 3 9 59.4
X4 ~UOvowE
Fig.4 Trilock type 95 100

DAI-ICHI SOKUHAN WORKS CO.

77

1

-\



) ~w

—

GAUGES

IL=05=IVFVAF L
PLAIN GAUGING SYSTEM

F—I\%'—3 [Taper gauges]
AR
TN =T —NEEOT—NET—NDEX BATE wax gouge danetet
B (KFER XL HE) OREICHVShETY, ‘
—RIT—=INT ST =TT =N T =2 Eh5 H\ >
1Y) (3B -—HDEES — S ORRERNETH, L.
PREEFRTRBDBEELTNZHEAD IEIMLEE w é
RARICHPDEIICL-BDBHRIEBLET . (msm)

Taper Gauges are used to inspect gauge taper and the taper's standard BRIV

diameter (the diameter at the large or small end).

Generally comprised of a taper plug gauge and a taper ring gauge, the . .
connected pair forms a standard gauge. However, this gauge can also be (151]) BE«??»E%;——/\"U}7 '7'—:/
manufactured with a notch in order to identify this product's standard ex. Limit taper ring gauge

stopping position on the end face. (see diagram).

ROMBIZERTY RIS TREBIENBIET,

The value is a guide. Depends on specifications.

o eps s . . F—INREDAZE [um]
TN = OfERE  How to use taper gauges EX[mm] T ity et 14
F=NF=ITT—NRBERETIHE. M T—NROBRER. T—NT T 75— OKRFHR O length =Y PAELEED | —BIET—INF—S
ERHDVIREEEEICL, T—NBOREE. T\ T -D O/ NERIHEE BEICL  RHBOR K ZHBZ above | LIF include Ehigﬁ{;{cisijﬁ Elﬁi Eﬁ?\grjtja-per ga?g—;e 4
FBOFEENDThDRICL>TABEHELET  FIhER@BIC. T—/ NS HEWICKUREZITVOET, 6 10 45 75
LIUREEITICR. TITOREICT IV —R—ZMEF—HICBY  T—/NRICAMW DTHICT 5T AR
URERYET B0 TOBEME. TV — R BB S~ poTUESNBD T ChIC &> TE Y 10 18 55 90
DHEZLET . & H  ULVREERMTICR ROFEBEIDETT, 18 30 65 105
() =S HETICREBELCERLFIIBEEOHBEDEVEICT S, 30 50 80 125
(2) T =% 3 HBRET—IIC—HICED, — BB EZOBTHEINETH HEof-LEDE 50 80 95 150
L D BYYRESFEBOBICEZETREICRYIATFAENEETT, 80 120 110 175
(3) F—PERMBIANZERTHEVICI DS BVEIICTRMERLTTEL,
(@)% 75 ET & TRIFEERERL. > £ —RENTT AR 55581 /BEEE L. 120 180 125 200
BETHELET, BB YRAF=URkE | BIRBREROS—D
(5) DI — T HREBLET . COBSAEDS A DDSEVLITEBLTTEN, example applications master gauge etc. gauge for workpiece inspection
BB F—VRATOREICHLUFBVShET,
For inspecting tapered products by taper gauges. Generally the inspection of the taper hole is done at the base of B
the standard line of the large end of the taper plug gauge or at the end face of the taper plug gauge. The inspection §§?§®i\\§i [IJm]
of the taper shaft is generally done at the small end of the end face. pass or fail is determined by the amount of Eé [mm] Tolerances for gauge diameter
deviation from the hole of the product or end face of the shaft. In addition, the taper is inspected by contact. To lenath C e b 1
inspect by contact 05 taper, apply a light coat of Prussian blue or light cinnabar evenly on the surface of the plug, el 71&6——~/ Vé&;ﬂ'ﬁéﬁ%") %/flo_"‘t_iigf_%
and insert it in the tapered hole, then turn the plug a little and remove. As good contact of tpere theapplied blue or B2 above | LT include master gauge | 1/10 and aloose ange faper {aper gZA-ge with a sharper
light cinnabar is removed from the gauge. gauge less than that angle than 1/10
Furthermore to perform satisfactory inspection of contact, the following precautions should be noted- 6 10 3 45 75
1.Clean the gauge and product well, removing any accumulated dust. 10 18 4 55 9
2.Apply Prussian blue or light cinnabar evenly over the gauge. It is necessary to apply it thoroughly before it =
changes into a lighter color. 18 30 4.5 6.5 105
3.Be careful to avoid scraping the gauge and product against each other or putting the gauge in only halfway. 30 50 5.5 8 125
4.Under normal conditions, hold or anchor the plug in an upright position; then tum the ring about 1/8 while pressing
down lightly with even force; then replace it. 50 80 6.5 9.5 15
5.Separate the gauge and product gently. Becareful not to scrape this time as well. Contact can also be used for 80 120 7.5 11 17.5
between gauge inspection. 120 180 9 125 20
THENICEELT T—INREHINDT—/NAZEE [um]
ikt . = - ) o j_-—/fﬁé [mm] Tolerances for taper of taper length
T—INF=Tr SEXDBRIS AT O EE SRS, taper length 2 REE— —RgEY % 2/H20°LIED
15— DR (E-WAT 1G5 5= G- IRE) i o | sy | TN
o1 s = e A above 2IF include master gauge taper gauge with a full angle
2.EVPFEEAIEES (MT No.3%4 &) general taper gauge of 20 ° and over
34T (MR SRR TSV AE 2 THEEE) 6 10 0.5 1.25 2
. 10 16 0.6 15 25
When ordering 16 25 08 2 3
Please state the following infomation when ordering taper gauges. 25 40 1 25 4
1.Gauge type (Morse taper gauge, Taper ring gauge, etc.) 40 63 1.25 3 5
2.Nominal size or Number (Ex.MT No.3) 63 100 1.5 4 6.5
3.Special dimension (Shapes, dimension, marking, with Tangue, etc.) 100 160 2 3 8
160 180 25 6.5 10

DAI-ICHI SOKUHAN WORKS CO.
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GAUGES

IL=05=IV5VAF
PLAIN GAUGING SYSTEM

F—I\T"—IJDAJX [Shapes and dimensions of taper gauges]

E—ILART—=I\F =Y KU ECREDBEGTIEEL TV, 254 T — NG —

Morse taper gauge #¢Please state tongue drive if desired 724 Taper gauge e
E#R marking line a/2 o 77
a/e\ Q
(=) P
] s m @
i)

s ez DN =

N T I~ |

U
L a N .

JIS B 3301-2008
B{7:mm Unitmm

F#~Fi% Basic dimensions F#~Fi% Basic dimensions Bfi:mm Unitmm

— oeen —_— 5= T—/\EDFi& Tapered part e e T—/\ taper  |5-iggnss | T—/\EBOF#E(mm) Tapered part
T—NES EanZAt- aﬁgﬁ}g? T—NES NEERAE | /2
Taper number Ratio of taper D d L a Taper number Decinal D d L a
Taper angle Conversion Vave | Half angle
MT 0 06246012 | 1:19.212 | 0.05205:1 (225%8!1&_)2") 9.045 | 6.442 50 3 NT No.15 7/24 0.291667 8.17l 50" | 19.050 | 11.179 | 26.988| 4.8
- NT No.20 7/24 0.291667 | 8°17'50” | 22.225 | 12.501 | 33.338 | 4.8
MT 1 0.59858:12 | 1:20.047 | 0.04988:1 '225§1572‘; ) 12.065 | 9.396 53.5 35 NT No.25 7/24 0.291667 | 8'17°50” | 25.400 | 13.824 | 39.688| 6.5
T 2 05900112 | 120020 | 0049951 | 286 | 17780 | 14583 | 64 5 NT No.30 7/24 | 0.201667 | 8'17°50” | 31.750 [ 17.850 | 47.625| 6.5
i} ) - ’ ©lEsr4a) | i NT No.35 7/24 0.291667 | 8'17°50” | 38.100 | 21.431 | 57.150| 6.5
MT 3 06023512 | 1:19.922 | 0.05020:1 (2?5827.3‘1,,) 23.825 | 19.750 | 81 5 NT No.40 7/24 | 0.291667 | 8'17°50” | 44.450 | 25.466 | 65.088| 6.5
2.9750° NT No.45 7/24 0.291667 | 8'17°50” | 57.150 | 32.610 | 84.138| 9.5
MT 4 0.62326:12 | 1:19.254 | 0.05194:1 (2”58’ 31") 31.267 | 25.943 | 102.5 6.5 NT No.50 7/24 0.291667 | 8°17°50” | 69.850 | 40.217 |101.600| 9.5
MT 5 0.63151:12 | 1:19.002 | 0.05263:1 '3‘“?-0%1,‘;3,,' 44.399 | 37584 | 1295 | 65
MT 6 0.62565:12 | 1:19.180 | 0.05214:1 (225%‘??2,,) 63.348 | 53.859 | 182 8
/A 7 Tolerance grade #fi:mm Unit:mm
N o it N = 5
A 3= Tolerance grade Bfzmm Unitmm . DOFhHRE F—NORE LOiksEE
S NEE DDA E F—INYLT T=INTZY | T=INTFTIF= Taper number Permissible Permissible deviations Permissible deviations
TT ’g‘ j$6-JS6 FILOHFRE|F—JaDHRE| BEOHRE deviations on D on taper ratio on L of ring gauge
aper numoer | Alowance of D | Allowance of L | Allowance of a | Allowance of angle NT No.15 +0.010 +0.0001 +0.015
MT 0 +0.0045 +0.015 +0.1 +0.002/L NT No.20 +0.010 +0.0001 +0.015
MT 1 +0.0055 +0.015 +0.1 +0.002/L NT No.25 +0.010 =+0.0001 +0.020
MT 2 +0.0055 +0.015 +0.1 +0.002/L NT No.30 +0.010 +0.0001 +0.020
MT 3 +0.0065 =+0.020 +0.1 +0.0025/L NT No.35 +0.010 =+0.0001 +0.020
MT 4 =+0.008 +0.020 +0.2 +0.0025/L NT No.40 +0.010 +0.0001 +0.020
MT 5 +0.008 +0.030 +0.2 +0.003/L NT No.45 +0.015 +0.0001 +0.025
MT 6 =+0.0095 +0.030 +0.2 =+0.0035/L NT No.50 +0.015 =+0.0001 +0.025
IS99 —TF—I\GF—=J IvATRAT—I\F = |
Brown & sharpe taper gauge Jacobs taper gauge EI4RZE noten :J“
IR marking ine
— &0 t
KPEDFMIE EX R CTHREREE L,
3 Verify dimension details when you order.
= ogm ow
ZDDT—)\J'—3) [Other taper gauges]
F—I\TS555— F—UVTH =Y
Taper plug gauge Taper ring gauge
———————— -7
e N

L1

L

L
5

L>50

B{7:mm Unitmm Bf7:mm Unitmm
F—INT T4 — Taper plug gauge F—INU2 T4 —2 Taper ring gauge
WU d . . a WU D R o AFE
Nominal diameter d Nominal diameter D Marking face
5<d<8 s D-2 4<D<6 35 —
8=d=10 L4004 100 6 6<D=10 40 38
1=
10<d=15 \nmecaseovL|;Ao:1oo 10 8 10<D=20 50 48 )
15<d=20 13 11 20<D=30 65 62 doube e
20<d=25 18 16 30<D=40 80 76
25<d=30 R 20 18 40<D=50 95 91
30<d=40 LiSS50BA 145 24 22 50<D=65 110 106
n the case of L1= 55:145
40<d=50 28 26 65<D=80 125 121 F-EEY)
50<d=75 Li=80M#E4 180 32 30 80<D=90 140 136 singeface
75<d=100 In the case of L1= 80:180 36 34 90<D=100 160 156
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GAUGES

IL=05=IV5VAF L
PLAIN GAUGING SYSTEM

ZDDT'—  [Other gauges]

5~ cavge WFZE 34— Height plate gauge
=] BAEOMESSBAOESERETE5F—J T H10
-

5'— Gauge

Lo ESREDFBUETH1 (a) BT -V ERBICH L
s ([l FERE FTEY ERICFEEEEFNEAETT B (b) I3
B | P BOXEVBAICAVShET, B (c) BBHOBLS
|| =52 ‘\HH T ROBHBECORSERET S~V TT.

L/ 1] This gauge inspects the length from the end to step 05 shaft shown in the Annex figure.
Figure 1(a) If the gauge registers GO when it is pulled to the right and registers NO GO
(a) (b) (c) when pulled to the left, then the product passes. Figure 1(b) is used in the case of large
E1. B — diameters. Figure 1(c) is of the gauge to inspect the length from the middle of the step

Fig.1 Height plate gauge plate to the next section of the height plate.

basic face

RIS

part

pi::[o]
GO

WA RES—2 Depth plate gauge
. L BRROLIBGE HEIPSORSERETSICIER2(a) D
7 e 7 e EIBHOHFRVSNET, 05— JRH B S~ T LR

CHRICF LB ERICF LR L EUIAREBYET,

When desiring to inspect the depth of the end face hole
LA on the height plate, use as in Figure 2(a). If the gauge

basic face

Al

jul=3
=
measurement part

REHFPEVBEIZIER2 (b) EAVET,

- P &b ) Jg  registers GO when it is pulled to the right, and registers
6o %g NOT GO when it is pulled to the left, then the product

passes. Figure 2(b) is for smaller hole diameters.

Wigs— (X&) Feeler plate gauge (Key way plate gauge)
(@) o ® HI—OEDEPE—BOBELERET B HINL %
X2 R —Y WIES—SBBVShET S —SERETP > EEICH LS
Flg2 Depln plae auge hET, HERS a)XS5 b)5<X=15 c)15<X<75

To inspect between color and width of a keyway, etc, use a

feeler plate gauge as in Figure 3. The gauge part is finished
parallel and flat. Size a)X=5 b)5<X=15 ¢)15<X=75

o)<
Ll

T
B
<)
C
5
BOH
NOT GO
NS
-
[~

AT A VB IMBEEITOMERDIEED/HICALS
fa = h2HDTUIISIKRESNTWRARIS S BEIE
BAYRI1— b RTFA L RETET— P RESELME
A f BEhTuET,
- U 2ISA - SREED T ST - YT - h
I I — ] S BTV, CORH AT IR BT BRAS
(b) () —JELTR RTI1BONER. AR . HiEETL—>
) RAT—THREVREBEERT () T5-2T
3.t —> BRELET XTI/ ROARETL—>TFT5 -2,
Fias Feelerpite aige BREFH TSI S-S wEENES - THREL. &
BREEZRT (LTI -V THRELEY . K43 T
A= DRRERLET,
Spline is used for transmit power between shafts and holes,
and most common gauges inspect a rectangular spline as
specified in JIS, and involuted splines for automobiles. A
spline gauge is a set comprised of a standard plug gauge
and a ring gauge. Besides the inspection of the major
diameter, minor diameter, and tooth of the spline shaft by
R4.ZRTSA L5~ means of the limit gap gauge; the inspection of the major
Fig.4 Spline gauge diameter of the spline hole can be done with the plain plug
KR ORORRS —SSBBLET. SRV hETED, gauge. The minor diameter can be inspected by the flat
3 Other specialized gauges are avaliable, please inquire. plug gauge, and the face width can be inspected by the
feeler plate gauge. Inspection of total precision can be done
with the spline plug gauge or spline ring gauge Figure 4
show the shape of the spline gauge.

DAI-ICHI SOKUHAN WORKS CO.

b 27714 —  Spline gauge

b1 ‘ b1

OF
NOT GO
BOTH
GO
B
el
BSH
NOT GO

Cc
=

(72 N

™

e
e

80



Y=y

GAUGES

ISO80369RYI 7L YRI5 (Flds Efd: REAIRIY)

Reference Connectors for ISO80369
(connectors for syringes, medical devices and inspections)

ISO80369HUIT 7L /ARAIXRIY

EEAIXI20OBREHIEEERICISO803692)—X M/ 0
#FaAxyeplEShELE,
ZhICHEVWGER DB THB1S0594-1 R UISO594-20EElE S h
U7

et FERME—. 1ISO80369H DU T 7L > XA 7 ZDEMENT]
BETY,

[Reference Connectors for ISO80369]

Small-diameter connectors of the ISO80369 series were established to
prevent misconnection of connectors for medical use.

Following the establishment, conventional standards 1SO594-1 and
1SO594-2 were discontinued.

We are the only company in Japan that can manufacture reference
connectors for ISO80369.

« JT77L 2227 2151S080369ICFEHONT . iwh. B BES. 4
UMV R B & Y LT ER R HERERICERSINET,

¢ UT77L 227 2L5HIHIS080369IK LT BT —/NEF
BREAOFUS FIF—SdRELTVET,

BT -UEUTES AR ERIVEL TREMICKY EER
BICDBEESNBT—NBORELERELTEOERELTF
BULLET,

XUT77L ZART AT EREICAVWSS -2 TId <. 1SO80369ICEHS N /-1
BERBRICER I 2REN—HTT . TDLHBHABRICIS U EI D EERYET,

- Reference connectors are used in leakage, separation force, removal
torque, assembly performance, riding resistance and stress cracking
tests specified by 1ISO80369.

- We also manufacture original gauges for taper diameter inspection
conforming to ISO80369.

- We support you in realizing high-quality taper portions and
high-accuracy control, which are needed for medical devices, using the
advanced wrapping technologies accumulated by production of gauges.

* Reference connectors are not for gauges used in dimensional inspections but are parts of
devices that are used in performance tests specified by 1ISO80369. Therefore, equipment
suitable for each test is required.

1S0594-1,-2I=%54)  FiF=ICRRE SN I FREIARIADBINEES
New standard that replaces 1SO594-1, -2 No. of standard that specifies new connector
F—INF=T Rl 1SO80369-2 %S 27 L RUEREIA AR T4 1ER
Taper gauge Not specified Connectors for breathing systems and driving gas Currently being prepared
: 1SO594-2 Fig.5#0% gL o > =
Fig C.1 : A ¥ HILBER®OIRIS 20165E7BHIE
& 1S0594-2 Fig. 5 or equivalent 1SO80369-3 Connectors for digestive tracts Established in July 2016
- 1SO594-1 Fig.54H% P ryep—— N
Fig C-2 |  150594-1 Fig. 5 or equivalent 1S080369-4 RURGERBAZTS o TR
- 1S0594-2 Fig 618% Connectors for urethras and urinary organs Scheduled to be prepare
Sesusesd U77L>Zax94 Fig C3 1S0594-2 Fig. 6 or equivalent 1S080369-5 Ht’7m§§ﬁﬁ:7~‘79. 201 63—3}3%’]@
Reference N N7 Connectors for limb cuff inflation Established in March 2016
Fig .4 1S0594-2 Fig.7H%4 i
connector g L. 1S0594-2 Fig. 7 or equivalent 1SO80369-6 BEHmAROIRI4 20164E3A4IE
Fig C.5 1SO594-1 Fig.4#H4 Connectors for spinal axis Established in March 2016
ig C. ! i
g 1SO594-1 Fig. 4 or equivalent MERN Xt B TEsERAEgE0ax74 202145 B 4I%
Fig C.6 |scl)§§529§'-2 Fig_8$§£ 1SO80369-7 Connectors for intravascular injection Established in May 2021
-2 Fig. 8 or equivalent syringes and hypodermic injection syringes

W 1S080369-7 ¥YU—X 15080369-7 Series

DAI-ICHI SOKUHAN WORKS CO.
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GAUGES

Wy —Y
Grind Gauge

1504

i S

1754

150

L]
1254 1254
L]

0oy

1004

sample of Distri

B HRRZEDOS R

WiRZEOHR
bution map method

sample of Lines method

1k - IVE

BERL BR A F R BR EER. TIXAF VI AN,
EIIVIVEZRERAMBOEBNEAEL. NEM—%&
SR BIOEE)EFME.SHREEEIFCRETEICK
ABET —ENCIBZT IR =D (R T FA R A—H) &
BT TVET,

Grind Gauge is used to measure grain sizes of powder materials like

paint, ink, cosmetics,foods, drug, plastic, cement or ceramic and to
assess its granularity (uniform dispersion/kneading condition).

ERS

ey
MET—S DBO LA IERE  ZAIL— N —4F— T L EE

ICBBEIICHTEASFHICEIZEY AR O FICL>TRK
SNB/NI—EBELET,
At first, to drop the ink onto groove of gauge and pull the scraper this side

applying it to gauge vertically. Next, to observe and assess the pattern
shaped by grains of powder materials. ( see the picture right hand )

[How to use]

HfAE [Assessment method]

WRSCEFTESERL T1OmmEl EORH 3FL LA TR
IBOBEZHRARIET . BEISEE)RL. ZOFHEE R
ALEY,

WA EKREE: S22 8ICL. §#1 E20~30° O BE, K
FHEEUVADMEOEREEHRAMIET,

M Assessment by Lines method
To read scale at the position where beyond three lines of over 10mm
width appear consecutively side by side. To repeat this way in three
times generally. The mean value in three times shall be applied in this
measurement.

B Assessment by Distribution map method
To lay the gauge and observe from position at 20~30°oblique above.
Next, to read scale at the position where grains start to be in tight
formation.

) =1

Materials of Gauge

2 14 7
Type
H 7E &8

Measuring Range

SR
(mm)

Dimension (mm)

[Specifications & Dimensions]
AT A, TEHR

Stainless or Gauge Steel (SKS-31) 240
BiE WE 9‘
Single Groove or Dual Groove ©
0~25um.0~50um. ZN1t o 12 15 12 5 12 8 I3 [£ 12 = le 8
240x88x%25 &
88(W) X 25(H) x240D) e
a5l 170

82
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O—5U—4'—3
Rotary gauge

SH S

#2 [Overview]

O—42—5—JI3. 28 1 X EORZHFEREBZEOEEREIC
FERALEY .2 DOEDAE (48 ERRIOROU-FEE (ki)
TEEINhTOET BIELEEIZ0~25um. 0~50um»SER A
BE TR (L — MG -D ERETHI LI SREEDBEANFEEL X
TFULZEN SV EMHOMHEEERLTOET,

The rotary gauge is used for measuring the film thickness of an undried
coating such as paint and ink.

It is composed of two concentric disks (outer ring) and an inside eccen-
tric disk (center ring).

The measurement range can be selected from 0 to 25pym or 0 to
50pum.The hardness of the material is the same as general gauges, but
it uses a material with higher corrosion resistance than quenchable
stainless steel.

REZBRREBOZEO LICO-42)-F—C2BE N\ RIVERD &
F-oT360°o<KEEEREEET,
FREGICEBDPFELUAIBIONARDERIPREERLET,
—BERELEDREEHRAET  ZFEBORRYEENHHR
BBEAC2E L EFFEL TAEELY,

N | N
d
o

th& Center ring

— S (BR)
W Outer ring (scale)

INUmE

ZF

Paint

O—5U—5'—Jfttx

pecifications]

[How to use, how to assessment]

Place the rotary gauge on the undried coating and rotate it slowly 360°
holding the handle.

Read the scale on the outer ring where paint adheres to the center ring.
This is the film thickness to be measured. Take the largest reading. To
obtain representative values for the entire paint area, measure at least
two different locations.

AR um 025

Measuring range

0~50

HE

Material

TITHANRAT LR
Martensitic stainless steel

B um 1

Scales

L um +£1.25
precision

Dimensions

St ¢48X15mm (/\RIVEEL $48X29mm)

@ 48 x 29 mm(including handle)

DAI-ICHI SOKUHAN WORKS CO.
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FTABIN—=

TEST BARS

TAMN—
TEST BARS

FARIN— [Test bars]

Bf7:mm  Unit:mm
100 175
7-1000No] 2/, .8 F—/MNo2 e
TaperhoONo] ) T M15x1-6g Taper No2 |M27x1-6g
IS under cut R HIFunder cut
EIE) g
35| 3
7-/No05: [m)
Taper NoO S o
E VAT — IS F RIS — e - 84 e g §|
Taper No.1 57
T, AERS L EOTTE. HRE . B5
N —rEAy— -
DENGEEDBIFEERRICHERVLET, ees-es o g g T
R LARI5 der cut =
It is used for static precision testing of tooling machines, measuring ] — i == <
devices, etc, for parallelism, roundness, and run out of the rotary shaft. I )( E B f*p @l tg'
X4 EE T 7—1\No. | BIES 86 I (25)
Division Type Taper number Fig.No. (223) I
0
i 335
1 ?apé:’xlnn:%nnz PRI, . (10), (5)
= - op 1 — N 2 M48x1.5—6g 8 N
7|- E-IVAT=NINFTAMNN— B S wnderont R4 9 g
N < 3 ® ¢ al ] 8 ¢
AL =1 (==t SOk
¥/ G | Testbar with morse taper 4 -
A oo Fig.1 7-/No4 109
N @ 5 Taper No4 109 .(32)]
< g 705 136 110 (115)
7 E 6 TaperNo5 136
i = = e 80
F 8 | XMy VeoT—I\FTAM- . = 335
A | Testbar with metric 1/20 taper 100 T/ Tpertal T TWeEx1 5-68 BUOIRIG)
k - 30 § |[| EF wnercut 9| R
. Ay
A = £ Z 777 =
I | a7 =157 AN 40 X2 : = /v i iél gl g g
Test bar with 7/24 taper Fig.2 ‘/r/ F==
" P 45 9 190 = g @2
50 4 110) 110 115
AR _ . L .
FAM= | & FTF AN N— _ X3 XY Yoo — 1 ME T ZRIA—
Testbar | Test bar with both centres Fig.3 )
ith centre hole ?;QNNZZ%NN?\%% - 335 e P
o < =
s 2 &
— vwan =
; g 3 = o N 4w g
g K| s s s RER
7-/NoBO 204 TaperNo80 204 2] [ = 3 (32)
7-/MNo.100 242 Taper No.100 2424 110 (110) (115)
B 3 — ot — -
BERA0mMMIUTOBD For 40mm or under -I :E_”JXT_) \{‘—JTZ'\} \_
Fig.1 Test bar with Morse taper
I =3 T [=]
H3— € S
235
L F-1No.30
Taper No.30 IS undercut 8(7) T ©
8
M3 o547 AN — 72777 3 7 =l
Fig.3 Test bar with both centres - / s| 8l 4 &'\: e
70 A (223)
Bf7:mm Unitmm - 335
7-/iNo.40No45
$D REL LengthL Teper No4ONo45 T S0 e
8) | 25 | 40 | 50 | 63 | 80 | 100 S
- // ¥
.8 P~ P e
10 | 50 | 63 | 80 | 100 | 125 | 160 38 13 g] 888 ¢
(125)] 100 | 125 160 200 o= L
T —/\No:
16 | 100 | 125 | 160 | 200 | 250 T 040 35 7] (©9) 10 1)
(200 | 100 | 125 | 160 | 200 | 250 Teper No45 110
— 335
25 | 100 | 125 | 160 | 200 | 250 Zoimeso
Jof
2EIF under cut =10y | ©
40 160 | 200 | 250 g e
7 ;
% ¢DIC () &Ik B BACEALEL, 1 9 g g 11N o
Remark:¢ D in parentheses should not be used as far as possible. K| k) KR g
(110 a10) a1s)
B2 7647 —) i EF AN —
Fig.2 Test bar with 7/24 taper

JIS B 7545-1982& Wk
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F=IREREWEL BEVWETELEDIC

/N B2 E iR

=T EREBUSNOBHITEDLEV TV B AL F YRR
WO HBICR LS -2 & ERT3EMEOENILERT . 47—
CHEEOBRTYPHIEOERICEUET £ TERDY (N>
Y= By T FAREER SS5ZEEMELTERATEE) IS,
HEHERALEVWTESW—EZDEICHERALEBDR. =2
ELTOEEEIIRIETEL VI DD IBEICE-TIdR e M %S
RBEDBIET,

=D ZORBE EOERICKUBER AR I HIET DT,
BEEETFEELTFEIVFLOLARRT - D54 b
ClUBLURELRBLIUD B E>TOET DO TATFHBEX
E{RER. SRS 3D T EXIEEITIT TS,

F=TENRIVERWVHBOB CEOEFrHUE T KB DS —
BNV BEATETUESE  BOhERIRETI L H
UET DT RFEELTEEL,

BB D EBIRREICHBEHL MBS —VIC kAR EELEVL TS
7280,

ET IR MEAECLVEALCERSELZIBRNP HIET,
FEWVILTERETESBCTB TV DEBER . Rkl s
U5 NEGICEHEEEZIET,

- SAEMEBA S5 (VPIRHR) OERVIRVVE IS AR K £/ 13FK T
FaE->TLEEVFHIE . BAB#EE TR aEICEVWEbE
BEVET,

N\ SRR

=D ERATREICE SV B LURBERMELEN T
BETEGHFETIL VBNV ERBETEICRHEESTE
é‘l \O

ERTRRICE. SV DE B AR EERERL. B 5. PR
DR ISNIHAGEIE. TIVAH Y RABEREETTORWNIIGRE
LTLERLY,

/N CHABORE

ERICBUTIE S =B hE TR ER L ETERLTE
SV EAD BRYYBEELLGA>THD LR LL
T2 FERALETARCHECUARBLTVBEE LS —
SOEFERDET,

=D EBYRIPEDREEREBLTHS WA SO BT
EEHERLET AUARART - Di5EAIE . AUAL - B URNE
HEITV.£POEBHEPLBLILICE>TWSO3IAEZHLET
SOLTESIERVWTT . ABDHEIL. ZThThD T -2 0¥
EEEICLET,

= TRRERETIEEDHIEL BRIL—F—V DG4,
FRAELTHT - DRE (BR&AFT - DGEEIE(EEITWE) ELE
T PMEWTF = DB EIE RETECEZDHBUVHIEELNT
TR A . AHE. EREEICEI>TERYETHF EHYD
ETEVTHBELDPIET , —HRIC3~ENEEHNTVET L
RABRARTZT5—-VDBES. RIS RELFEHIEZDMET
BUATEEDLNTOEITHF KEICEINLEHICTEIONE
BC.H2ERCENIEZOHIZIONBELEINhTVET D ELE
HFOETNRIVZEILD TRUAD RS FFRIAEL
BALUSILTIIBYEEARBCARBRRY T 5= DiGA L.
F—2EEEULEBEFICH>TRUATE£ SOV IIHS
BUODTEVTT,

ERAT— NSV TERRUERE TS SV REE
TERICRUADE . FENIChUAThIRTE<{AVETDOT. B
BORLAHZIE IEEICIT> TS,

CHROOTOREICREMNTETATR. PAVEEF B EHE
ICHEWEELSEE T HFICRLCRREDSESICERE2LOE A
ICEBHIERBREHIELCRTVTT,

=DERRIE HEOOEOEADETIHATENE, "B
EHFECEBTEBIRCEDTELLLLBBEPHIET . CDE
FRHBOAESTHF—IBBEOFIBRNI HBUETHFC.ED
KEVWHDRRLOE Y FHAHDPVEDIFEEICITVET,
(ms‘—:aaztatzwgz:naotagza*xtc;t7°5z%‘y7/\>v—r-ﬁ >

VOEOSESENTEIIKH USRI E DT MBI TR THY
OBFENTT,

=T OEFUFETRRENIGEBLET B> THRAELISEELT
LE-7-Ex(L BEDRREEBREERL. 7IVACYRXBERTHLA
WEBRETHREBEY RVEBEIT>TLEIV TSP DLEICYE
FELY) B2 UI-EEBRIETY,

LU =PI SR B EPFBLTT -V DEFRERDHET,
FDEXISPREBEL TFAL,
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GAUGES

FOR PROBLEM FREE USE OF GAUGES

A Safety precautions

+Do not use the gauges except for inspection purposes. For
example, if you use thread gauges instead of nuts and bolts,
the stated purpose cannot be achieved ; it will result in loss of
gauge precision and damage.
Never use as a substitute for tools (do not use as a hammer,
tap, die or deburring) If used in such a way, the gauges are no
longer guaranteed to function, or may become unsafe to use.
+Exercise extreme care to avoid injury. Gauges contain sharp
parts according to operational needs Especially in the case of
thread limit gauges, top and edge of thread are sharp, so
exercise care when removing the special rust-inhibiting
protective layer or rust-inhibiting paper, etc.
+Gauges and handles may loosen over a long period of time.
Be on guard against unexpected accidents caused by a large
size gauge falling due to a loose handles.
+Do not apply gauge to moving part. The possibility exists a
serious accident caused by dropping, damaging or scattering,
etc. Even if an accident does not occur, it may cause abnormal
conditions, wears, or overheating of the gauges, shortening
the life of the gauge.
*Wash hands in soapy water or clean water after handling the
special rust inhibiting paper (VPI paper).
Please contact the japan Rust-inhibiting Technical Organization
for details.

ACaution before use

+Before using gauges, clean gauges or product thoroughly in
cleaning solvent or benzine, or wipe off thoroughly with a
clean dry cloth.

+Before using, check for rust, cracks, or burrs on the gauge, if
found, remove completely with a oil stone, etc.,

‘It is advisable to carefully remove the rust preventive
compound and reuse it when storing the gauge.

ACaution during use

+Apply lubrication oil on the gauge. Use the gauge after
thoroughly wiping free all dust and chips. Especially if dirt is
sticking to the product, wear to the gauge accelerated.
-Perform NO GO gauge inspection after verifying the GO
gauge go through the product. For thread limit guges, it is
advisable to screw in and back out several times, remove
excess lubricating oil and dust from the thread ridge. GO and
NO GO check depends on the assessment criteria of the
gauge.

+As a general rule, the force used by the plain gauge when
inspecting is the gauge’s own weight. (operating weight for
snap gauge) For small diameter gauges, the force exerted
when writing with a pencil is desirable.

Although this may vary depending on one’s gender, skill, and
age, by writing on a scale you can measure this force. The
3-5N range is considered normal. With regard to thread limit
gauges, the same force used to write with a pencil recommended,
although in actuality, the gauge is usually screwed with a force
of 10N. In any case, do not screw in by holding the handle with
your whole hand except on exceptionally large gauges. For
thread ring gauges, it is advisable to anchor the gauge, hold
the product in your hand and then screw in, avoiding excess
torque.

*Regarding the inspection of products with taper pipe threads

by using taper thread gauge, you screw too fast to the end,
the excess force will cause the gauge to freeze up. Please
screw in carefully near the end.

- Take note of the condition of starting edge of thread. Nicks or
burrs can cause a misjudgment. Especially in the case of
screw products, a collapsed, imperfect thread is likely to
cause an error in misjudgment.

At times, the gauge and product will be jammed and be
unable to go through, or unscrew if the center of the product
and the gauge are not aligned. Damage may occur not only to
the product but also to the gauge. When dealing with a large
diameter or fine thread, be especially careful. (In this situation,
you should gently tap with a wood or plastic hammer to align
the center of each other, or heat the side of the ring in order to
make it expand and take it off.)

Do not let the gauge roll over and drop, or fall over. In cases
when the gauge is accidentally dropped, check It's damage
and give it suitable way to doi.e. remove any burrs with oil
stone. The same way applies if dropped something on gauge
or hit against the gauge.

-Magnetized gauges can make iron and other metals stick to
them. This accelerates wear on the gauge.

Under such conditions, please demagnetize.

*Holding the gauge or product for a long time may change the
dimensions as a result of the heat from your hand. This
expanded value should be considered when judging inspection
result. The same as above, temperature difference between
product and gauge should be considered when inspecting
product soon after machining. If the product is like thin ring,
carefully inspect it not to make plug gauge stick to ring
because thin ring is easy to shrink due to cooling.

ACaution while storing

Do not store gauges with screwed together or fit in condition.
They may freeze up and/or rust.

-When storing gauge, thoroughly removing any dust, chips or
fingerprints to prevent rust. Store gauges in a non-humid and
at a constant temperature. For anti-rust control- (1)Wipe the
gauges thoroughly and clean them in cleaning solvent or
benzine, or applying a fingerprint neutralization agent, then
coat or soak in rust-inhibiting oil. (2)After washing the gauge
thoroughly, wrap in rust-inhibiting paper or coat the surface of
the gauge with a rust-inhibitor. (3)After washing, coat with a
special rust-inhibiting surface protecting compound.

ACaution for dimensional control

-Gauges need to be carefully checked for wear. Conduct
regular checking according to usage. Do not use gauges that
have exceeded wear limits. Be sure to measure the tip since
it can wear easily.

-Gauge dimensions are set at 20°C. If the environment
temperature is not 20°C, conduct dimensional assessments
after compensated to 20°C measurements. Beware of
temperature differences when using the block gauge to
perform comparative measurements.

*When inspecting, wear gloves and tweezers. Avoid direct
contact to reduce dimensional changes caused by temperature
and rust.
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