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THREAD GAUGING SYSTEM

FTRUABRSRS —Y [Limit gauges for parallel screw threads]

AR

s 09 - 10/ cliscelly S55708-01

A o o

ISOFRT —VHRADBURARR T —Y 1,235 —CHROBUHRR S~
Limit thread gauge of gauging system for ISO class Limit thread gauge of gauging system for class1,2,3

BUTF—YVERAVTETRLOEBHEZITI— R EH AP RAXTT,
REDLOEBEHET 31O BIRS -2 RS- TREL BEZRIEBLET,

A=MVRUCAT—=JIC20W T RO ES2BEEICHTONET , RITISDISOFER T — TV H X (6g.6HE) EIRISD1,2,38/ T2 HRADH
VEFT DT, SEXDBICTHEEC SN,

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.

HEREFLTOEYTY,
Differences listed below
1ISO%M{T - AR T B L HREATERAOKFI I ECEYELE,
2L =D DEBRHED ISOFERST - A TII2EEEEZ A TR UIEFNAWVE1,2,3F Ry - AR F2EE EhUZEhAWVWEIC
BoTVWEY,
BISOFEMT—CHA TR BV T F—2 DD SV AR T —D P BIEDRANEEUEL,
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.

1Z#£fQUS'—Y [Standard thread gauges]

EERUS DL BEUBICZDO CRESNERUT I TS =T LR LI THF—U D ENIC
BEICEEHI—ErOE->TVET,
RAT—SOREIMELTEDNDGZ AN HIETH RENRELDDURBRALTIEELIIHEH
WEETZRAICREVAELVAORLS - THETIBRARNE HBHVELET,

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.

| CHERARORE | Caution when using
EERUS—JDBE LTS5 5 -2k, For standard thread gauges, the thread plug
IIDHVEBRS—-CDBEBLET, gauge also acts as the thread gauge for

nUTFSTF—JEHEMOE R LY checking fit. If using thread ring gauges,

F—SaCEAShETE HODF—IT which are nor: corrszat;ble wi'tht tlI:regd pltugci

PN _JE A s B L ¢ gauges, each product cannot be inserte

;ﬁ%ﬁi;gf_’% BESLDERBFEN s passed by both gauges and may not
N = s s g gs s be compatible. If you have your own thread

?ﬁfﬁézﬁi?ﬁﬁégzaj gfﬁl/’ plug gauge, please inform us when ordering

(=TSN ful Y ¢ 3 P i
EBMET BT CR BB ET & fhread fing gauge-
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AL LET—2%% (Bl X—FLRUH) Threads of workpieces and types of gauges (Ex. Metric screw threads)

$HRUARFAS —I DERBNEENTT
Gauges for internal threads of workpieces

BRUARAYS —IESUCRIRAY — I OERBNEENTT
Gauges for external threads of workpieces and their checking plugs

=i — (PC)
Snap gauge for major diameter

THELIEBRUOARICTO—Y
ZAN, ZOEE[LLOTVFND
AENSEEOAIS —JHNEDRIT
LEPBI —IHASHNT &,

TU—UV 55— (PR)
Ring gauge for major diameter

HNERT—Y
Gauge for major diameter

TU—rT3595' =T (PP)
Plug gauge for minor diameter

ERS—Y I I S—, |

Put the PC into a warked external thread GWT%EQ- i ~ T O I
AL ONR T VF— by the tare. auge for minor diameter L 51
THELEBRUOARICCOT - EORI 1EDfR)

Go side of PC must go through and its
NOT-GO side must not go throgh from
either directions.

GO side NOT GO side

TIfELIHRUICT DY —IZF TR

Hial ANGEDEIDNEDIR . EDRIBES S
58RU0D1EESZBZ TASENI L,

ZFCREGANGEDAY Y
HEDIRIFIEDT —IDASHNT &,
Put the PR into a worked external thread
BRL smoothly by hand. PR-GO must pass

EORIRCUY IS —IR EORIRLUY I -IR

External thread (Bolt) thur10it|]gh and PR-NOTGO must not be OBl IS5 (GROF)  LLDIMiE 754 (GANF) Intemal treads (NUT) PULPP in 2 worked ntemal tread smoothiy by hand.
putn. 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
El]‘ - side must not enter more than the length of one

| — ——R— revolution of thread from ither sides.

— K BORIRLUYST -V (GR)
GO thread ring gauge

Ll— U=

FROEOAQLUVIT—Y | [FHOBORRLUYTT—IIC
[CZOYF—IZFTRUCAE| |TOT—IZFTERLFAQLT
EEERERBOREIATE, | |AEEE . ES55HNSD 1 EE
When screwing this check| |ZBATRULIEFNENTE,
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
ane revolution from either sides.

BORAIRLTSI5—T (GP)
SRRy —Y GO thread plug gauge
Gauge for pitch diameter —

BWERT—Y

Gauge for pitch diameter

THELEDRUILI DY — I EF THEIEN
{RUTAREEE HRUDERICDIOT

TELIEBRUICTOY

—yrfg%mm(nu BORIIBTE,
ThIEEE BRUDER BORIRUUY I —IRERRIRT ST (GW) Screw this gauge in a worked internal
[EDIcoTEDIRITAT L, Wear check plug for GO thread ing g9 [ Echy@DETALUY 77 — I 0 thread by hand smaothly.

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

—VEFTEEIRUCAREE EBS .
length of internal thread.

RS | EEEZBR TRUTENEWNIE,
GR shall not be screwed in more than
one revolution from either side when
screwing this check plug smoothly.

LEDAIRC TSI —2 (NP)
NOT GO thread plug gauge

EDBRUEUY Y -IBEDEIRBT5S (NRGF) LEDEIRUENY S5~ IRLEDEIRIRTSY (NRNF)
GO check plug for NOT GO thread ring gauge NOT GO check plug for NOT GO thread ring gauge

Hr——  BEB=

SSejo 0S| 40} waysAs Buibnen LSNP\ — RSO » —

LEDRIRLUY S —Y (NR)
NOT GO thread ring gauge

TELIHRLICCOT —IEF CHREG< AL

HROLEDABLYY I —T
[CCOT —IEFTRLTALE

FROIDERLUYIT—IIC Dy —
JRFCREBRUCAREE E55

FRCEOHITESH,

ChIEEE, E55fINSH2EEZBA ThUT
FNBLTE, E LT OBHRUICHL TIE

=

\

EEBEEGEVRIIBTE.
When screwing this check pulg
into new NR by hand, it shall go
through smoothly.

HAINSH 1 BB ThUTFNELTE,
When screwing this check plug smoothly by
hand, new NR shall not be screwed in more
than one revolution from either sides.

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.

THELIEBRUILCOY—IF TR
BEFLRUTAIEEE EBSAIDS
B2EHEBATRUTENENT L,
TeRULBILMTOSRUICHLTIISE
LISEORIFTIIESEL,

Screw this gauge in a worked extemal 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
ridges in thread length.

LEDAIRCUY I —I RERERIRTSY (NW)
Wear check plug for NOT GO thread ring gauge

%W ERROLDRRCUY ST —ILTOY

—VFCHEBUICRUTAREE EE5
NS 1 EEERR TRUCEFNEWNTE,
NR shall not be screwed in more than
one revolution from either sides when
screwing this check plug smoothly.

A:ﬁﬁﬁ%’fﬂ)ﬁﬁ Caution when using
“WERUO/Y - HIYRBEL THSS —SETEATEN, (HIChULOEROBMCEETE, )
[ISOFERT - HRE2,3E My - HRDBEAIGETTT IV, (1,2,3FRIRNSISOFR/ARANVRAZHZAERFBDLOAER Y S XEHMEICL ERICHIVIBATTFEN,)
BANBEEERTRACALYS Y 5~ E BT 588 F—D AR T 54— TOUET BLEEBTTHLET , MABUABRDECMES N B A OHELE DL TEET,
(BERITRED KRS T 5—VERALTVBBAR LU 4~ ST HXDBEE DR AR A, )
BUUS A~ SR T B EICSIBERLET DTEMMICBRAR T ST 5 — I TRIRT 5L EBTTLET,

+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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HELLET—%% (Bl X—FLRUHA) Threads of workpieces and types of gauges (Ex.Metric screw threads)

BRUARRY —IBSUICRIEAY —Y DERBNEENTS HRUARRS —I DERBNEENS
Gauges for external threads of workpieces and their checking plugs Gauges for internal threads of workpieces

REARFRBT— (1S)  TIFARF RS —2 (WS)

Limit snap gauge for inspection Limit snap gauge for machine working BREABRTISIF—I (M)  THEEBRFE TSI —I (WM)
TELEBRLONRICZOT -k Limit plug gauge for inspection Limit plug gauge for machine working
P fE 5
711:#]7 - AN WFNOHENSHEDY —Ih
Gauge for major diamenter BRI, DT =Y ASHNT &, AERET— ———
Pul the IS or WS into a worked extemalth- Gauge for minor diameter L
read by the tare. EOR DR
1 GO side of IS or WS must go through and GO side NOTGO side
NOT-GO Side must not go through from eith- TRy -
4 er ditections. ‘Ifiurﬁy)nuwm JI&?T%EH(_NR\
2 - o EORINSEDIRIT, IEDBILREORIT BT &,
) BhL BEORIBHBVRIRRU TSI~ (GF) HRL Putthe IM or WM in a worked internal thread smoothly
3 External thread (BOLT) Thread plug gauge for checking fit of GR Internal thread (NUT) by hand, GO side of plug gauge must go through and
] NOTGO side must not enter more than the lenght of
%ﬂg ) El} ‘@g_ thread from either sides.
1]
77w BORLUY 77— (GR) FHUOBDRUY TS IO
0 GO thread ring gauge —IEFTRUTALLE MU, ERLTSI5— (GP)
3 FIBUH<RURAFNDTE, GO thread plug gauge
4 When screwing this check plug into new
ﬁ aHREr—y GR by hand, in shall go through smoothly. BWERArY—Y —
iﬁ Gauge for pitch diameter Gauge for pitch diameter FUR®RG 7 ==
e I [ SICCDT—Y T
) EDRIERRIRIU TSI 7—2 (GW) FEERUTARES, HRLDE
sé) If’EchBhUI;CO)ﬁﬁ”—V Thread plug gauge for checking wear of GR ElChlcoTEDIRIFATE,
Q. ?¥§%§U<?DC_}“TC&\%‘ ERRDEDRLUYIT—IICT Screw this gauge in a worked
a bmb@éEILbRDTﬁD ~~~~~ — |0 —YRFTRALTAREE R internal thread by hand smoothly.
" hpcE, LUYIE—IDERICDIEDTE GP must go through over the whole
ﬁ Screw this gauge in a worked DRFHENCE, lenght of internal thread.
T eex;ernal tthread bt{]ha"‘:lsm"""lh’- GR shall not go through from either
MUst pass 1hrough over e side when screwing this check pl
3 whole length of exteral thread. bly h;r:d smoéﬁ;‘g : pLe RERIEDRQUTSIST - (IP)
S NOTGO thread plug gauge for inspection
o
o [ ERRLYY ST~ (R) RERIEDR o ——
» NOT GO thread ring gauge for inspeciion ROBLRRUTSIY - (IF)
E; Fitting check for NOT GO inspection thread ring gauge éf g g i) f2I0) 7'-: t: i) ’ICTB :J%,E—Cg
U o 2 STREEE.EBSHINS
€ 2EEL FRUTENZEVTE.
= Screw this gauge into a worked internal thread
= SR —Y|C smoothly by hand. IP shall not be screwed in
Eﬁtﬁff%?%@;gg*éﬁ%gt@ ?%J?E?g;%%ig M{CIE more tyhar¥ two revolutions, included two
THELEDRCUYS5 - (WR) §;1 g C\CE Sfn562HE S| |# mE UL revolutions, from either sides.
NOTGOthread‘ringgauge Screw this qgauge in a worked external IENBLL,
forworg thread by hand smoothly. When screing this check TERIEPRUTS S —Y (WP)
IR shall not be screwed in the worked ﬁugdln_go nr?\’;/l Ol;h % NOT GO thread plug gauge for machine working
more than two revolutions, included two an 't;ﬂ shall go throug
revolutions, from either sides. Smoothly. — —
THeELEDE LELEHRLICTOY —I=F TR
I1’EL;T;§TJQICCO)?‘"—_‘)"’&¥_’EM§ FpLRERL TSI =Y (WF) EUS{QUZI}{Q‘::&‘ t?bﬁ“b‘b‘fg
@<mbbhkti\t55ﬁub‘552@ Thread plug gauge for checking fit of NOTGO side for machine working 2EERLL ERUTEFNENT &o
L FRUTENBLTE, ; TSy T Screw this gauge into a worked internal thread
Screw this gauge in a worked external &@_ ﬁ%@g‘%‘;@ﬁ%zﬁ;@ smoothly by hand. WP shall not be screwed in it
thread by hand smoothly. i Ve ch more than two revolutions, included two
WR shall not be screwed in the ’3<\§REU’,3<@PL§MLG 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:ﬁﬁﬁﬂ#ﬂ)“}ifé Caution when using

HWERCON) - HTVEBBRELTHSS - ETHATEN, (FICRLILDEROBENICTERTE,)

ISOFERT -V HRE, 2,35 Ry —VHADBRAIGETTTEN, (1,2,3FRAXH,SISOFMIXNNIBAZEEERIBRCDOAZEE IS AEHMBICL HERICHBRITTE,)
RANUEEERTRCKCU T 5 — V2 BUYFT 258 A—DaR TS5~V TRIFT 3 L 5T THLET . MRDBUFRMMPEICBFSh S OHERE D B {TEET,
(BEHICTREDARRT ST 5 —VERBELTWRE AR ALY TS - T AN OB ENE B ERUF I EEN,)

BT —VIERTBCEICLERLE T O TEPNICERRR T I — VIl TRIRT 5B TTLET,

+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 wom by using it.
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RUARRT -V AR ERRmRUDAEEENRRMEHER  [Mutually related position of screw threads & limit gauge system]
ISOZE#RT— B Gauging system for ISO class 1,2,3% 4R — AR Gauging system for class 1,2,3
X 2 F—SOESE F-JRs F—SOEE F-JR%
‘ﬁ‘ 3 Gauge type Gauge symbol Gauge type Gauge symbol
5§ | EIEBRLUL T~ GR |BUBLUZIF—Y GR
n £ | GO thread ring gauge GO thread ring gauge
=
U g | Iy 55— NR | TIEBLEURLU TS =Y RERIEURLIVZTT= | 00
I;HE § NOT GO thread ring gauge NOT GO thread ring gauge for machine working NOT GO thread ring gauge for inspection
R | L—ULTF=D PR
4 g, | Ring gauge for major diameter
JE | Tkl —T po | TIEABREBEAY—Y BEARREIAF—Y WS-IS
= | Snap gauge for major diameter Limit snap gauge for machine working  LImit snap gauge for inspection
» § | EIMBLT ST~ cp |EIBLTSIY—Y ap
18: = | GO thread plug gauge GO thread plug gauge
k[ EVRRUT 59~y Np | TIERIEVBLTS95~S BRERIENBUTZ95~Y | iop
5 _g NOT GO thread plug gauge NOT GO thread plug gauge for machine working  NOT GO htread plug gauge for inspection
18 FL—27 S5 H— PP THEARRSIT5— BERBRRSST5—Y WM:IM
~ 5 | Plug gauge for minor diameter Limit plug gauge for working Limit plug gauge for inspection
BIRAUY Y5 — S BB TS ST 5~ GRGE | EVRAEDSBEIRRUTTT 5~ GF
GO check plug for GO thread ring gauge Thread plug gauge for checking fit of GO side
iﬁ”ﬁ'ﬁauu‘/7"53—:/“%&'}@],%&7057"7:—:) GRNF
S | NOT GO check plug for GO thread ring gauge
BE [BUROUUL Y~ RERRIRT ST~ ow |BYRERRSEHUSSI S~ GW
)2} S | Wear check plug for GO thread ring gauge Thread plug gauge for checking wear of GO side
78 | BB IS — S BB RIS S~ NRGE | LIERLIRSOS S ALT77F - RERLIBDAARALTTIT S | e
:/.~ g GO check plug for new NOT GO thread ring gauge Thread plug gauge for checking it of NOT GO side for working ~ Thread plug gauge for checking fit of NOT GO side for inspection
& [ LWRRUY =S BIEIBRIR T 5T 5~ NRNF
NOT GO check plug for NOT GO thread ring gauge
SRR o~ R AR T 57— W Z
Wear check plug for NOT GO thread ring gauge by
4
RFEBLUISOERE,2,3FMDAZEMNE RUT—2DAEME
Related positions of screw thread for ISO class and class1,2,3 Related positions of thread gauges
MJO (*=MLiEBRL) DEE thu—wbaﬁanu) DIHE B 0251:2008
ex.M10 exl
b NP IP
500~ 2 2775 BENN J_@m
r veh 7H 3 T
400 close o4k FEFELD 6H o
1m ’L class2 — — margin for wear b=
menatred | 9N dassi iJ):‘ §
300 — — 23
r — e & g 2%
2001~ ® ® B R b
» B [ [B B2l & |2 & C3
2 2 HEC R R R R ERL iy
10018 % AL e e g |E £ (%) [T - S |
s+ AN Bls #|s Sl s |&ls| | %‘g < e ?7) 5| |2 mm Basic diameter : " m:ﬁ/ margin for wear
i B P TP O e AN SO BN B A o U omvel gp T ;
;ﬁ L ggﬁg §§£§ gg—g f;;g ;g—é& ;g—g 2,655 c _ mg» ] margi for wear hd b
—100— ?i = ;‘_E; g % n tl:/; E 5 L ] © 6§§ {& o ~f GW
L & 2 &L g |8 |E GRGF £5 GR or
I - T 3¢
—200 & & B &2 |3 ®
L 53 & & © [
L oan 18 s B4
w00 F classt i *& E L] _% z é
i Rear dose 6g ga’sﬂ H W w 53 WR
eBB, 8 2580 NBNF &, \g 22 I <| WE
—400— Medium L c;f g E eI b R :m
- 8g e T F
o I NRGF
—500r- Pl 6H,68FDRLY— HWADBLY—T

screw thread for GH,6g

screw thread for JIS class2
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[Gauges for taper pipe threads R]

JIS B 0203(ZHFE SN TV 3R (Re. Rp) DBREIER Y27 —/NRUTr—UTY, BRT—/VRUILBPTEHIE T H REPTTIR S — U B EVET,
EESERF ORES S~ DYREDHEEANICHNIIERTT,
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.

AZHEHERILUTOEITY,

Major Differences listed below

BR757 (CP) #AVET,
2.RRLT - TCIREFERR I REINTOET,

1.RRLT—T TR PTRUS -V LR LN BLY T =T %Rl
TI2TF -V TREETEERA BLI TSV DEEICE

1. The R thread gauge differes from the PT thread gauge.
Thread plug are independent, and check plug (CP) is used for
thread ring gauge control.

2. For R thread gauge, the wear limit is specifild.

R PT

R1CP 07-2 GO s54286-08

OELS—TLDBERR OFLS—VLDBRE

Related positions of pipe and
YIREDEE

4>T T=I\QLUVIT =
range of notch

BAMRIE MAX

7=\ BRUDRE
end of taper-external thread

A e

gauges Related positions of pipe and gauges

/ Taper thread ring gauge
o YREQHEE  F—)\RLUVGF—Y
N | BARFILE MAX range V Taper thread fing gauge
AAAAAAA]

F—IRUTISIE—Y
Taper thread plug gauge

IAM
RVERAIE MIN H— =
. BOE
HIREDEE range of notch end of pipe MAAAN )
IVRFAIE MIN
SARFHIE MAX B BRIE MIN EHERDALE position of gauge diameter
- BEHEDES Basic Length
! BT DIRE end of pipe fitting
F—/WRUDRE BARFLE MAX
I~ end of taper-intemal thread

FRTSIT—I(CP)

Check plug gauge for
Taper thread ring gauge ~

EEOMNE [“M ———

iti f <
Zgzlgfzgmeter 1% /
M RIVBRITE MN

T=IWRLUYIs - /

1 # e
F=I\RLIZI5 =Y range of notch

Taper thread Plug gauge

T: thread ri 5
‘aper thread ring gauge BEEQES
standard length

A:’ﬁﬁﬁﬂr’f@*}i’é Caution when using

1.RRUT =S DHE WUV T 5 - OEFEBRAE AR TZ77 45— (CP) TRETEXTH . PTRUS—2I U7 5P BB OHUEER LI T r = OREIFERT A LU
SUF=IhBIRICERLIIBE RLU TS - DRENS TR BT,

2.HBEHRUDOOTOEBRY (FBHEL EICKELEVTTEV, I ICEZEERIFTEADHIET,

3.RALEPTRUDRETERBE—TTH. S~V BEEVETOTERIBBRITTEV F—UHRNMBIB I TNVOERICEVET  P1URABAEHREICL TBITLTT S,

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.

54
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7 XUNEEERT —) Ly — NPT

E-1BNPT v e crwman

Sre-1eey MASTER

(|

*EIE I U~ AN EE %

NPT($National Pipe Taper®E&ThUERiz+
PEBOHVREES>THY  HRA. I —IVE
ERAVhITRUERICE A EEE<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 XU NIEEERAMET —/\faUs'—2 NPTF (L1.L2.L3)

[Gauges for standard taper pipe threads for general use]

ANSIASMERR#E (7 AUh) DERT—/ N UNPTOREICHER T 57—/ Ly —
ITT, JISOERT—/AURXIIPTE  RUILE R OL CILAEFREZDTS
ERTIW),

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@ ELH—EMEAEE Related positions of pipe and gauges

1P P T=)\RUYZJ5 =Y Taper thread ring gauge
BAIRFHIE Max & pipe (male)
o
EDHE end of pipe threads "M @
ESEATE BASIC //
B\ IRFAIE MIN E(_\/\/\, >
U RABRFMIIE MAX
B pipe (female) PP = ==
EEAIE BASIC
® F-IUI355 -
BIERIE i Taper e o s

*W AU AR+

NPTF(ZNational Pipe Taper Fueland OQil®>
BEC.o—IVEIZRAWECTHRUERBICEWVT
MZEMEES-EDRIICHET SN TOET,
(PCUBRIL DK, EiBEIEHERALAEINFRVTT)
—RICENESEMEMSRIESNET—
NRUTY,

*Notes regarding tow-

NPTF stands for "National Pipe Taper Fue-
land Oil"; 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 American Standard taper pipe threads]

NPTREI#E. ANSIFRIE (77 XUA) OERMZ T—/NUNPTFOREICFERA TS T—
NRUTF—ITE,, 7=/ LI Tr—IIlBL =Y RO —2 57—/l
STF=IIIL T = RO =V HNET . ERNICLIT -2 TE7T—o0E
EROMBEFEHHANEREETV. LIILT -V LS - TlieEEh
BOLFHODIBICHEELE DTV CBOBREEITVET, (F'—2%7—7IC
BCALEIE. WOhDFT—SHFRDERIET )

L1.L2. L35 =Y DWThB YR EL4BRELVET LV ERF AL BEVE
HETFTEVEA L L2 L35 =P D4R HARZICEVT. RABRAEBR Y
R/ EREBOYIREET—IDOBERIETROREYTT,

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 L 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
Fig. below.

@=Ly —2 EDBIRR Related positions of pipe and gauges

= -
% 3 — B e
L1 = = N // snLME
=== TNV i LS T T T
%E % DMy STE 1 smcwa
= Syl W 08 LETRIAL TaEa
fre |
a | \
e -
o S 111 R i
ﬁ% | gecpLTssyauLl nal \
s = o Bl 00 O T LD N et L |
B3 i 4|
s N BT M | Ernubiag sy -l xEk
~ o ynLEloal - J AL 88 O TAP TVRLAD 018G il L.
Q o g =k
=
2 3 WAy
-’.x AELEA X LES EI
" mrirsa WO INTOOL THEGS, BTEF | S\ OW|# L STER &
< ETEP |

SALNE gl
Wi GF CITENE TR 7

At kLI e et T |
O 0 4 AR O 1 Gt < | X
Al b ;e snbous

806 IR, TR

yibus| Buidweio youaim jo ujojoadsu;

(ESSHIHEL -

DAI-ICHI SOKUHAN WORKS CO.

95

=

(A



Y ow
_~ /

GAUGES

RUTF—=IVIVAT L
THREAD GAUGING SYSTEM

%L —Y [Gauges for special applications]

EAERERBLUS—Y Thread gauge for perpendicularity
_E E e - ~
%h? HERULHENEARERAHET 35 —ITT,

ERAE

fignt anglo RBURAALZE. 7—7OEEICS -2 OmEFEE T hIE
Used to assess the total squareness of the thread of a
r ﬁ workpiece and end face. The right angle of the gauge

I

T—7I3RETY,
is finished in advance at a pre-determined degree,
guaranteeing accuracy of the right angle of the thread

T ... ., andend face as shown by the attaching of the end
EARREMRQLISIV—Y BEABRRERARUUYIY—Y face of the gauge to the workpiece at a rightangle.

DOOXXXXXX

Thread plug gauge for perpendicularity Thread ring gauge for perpendicularity
[RIEH EEARZE A 43 U 47— Thread gauge for concentricity
BT concenticty REBUORESHICH T IRMEEREHET 50T,
— BUWEELREEFERALECTHBEICAMEDKRENFRETT,
o ——— P | \lF F—IPBAShhIERBRRETT.
1 \> The gauge assesses the total concentricity of the
Ol thread and plane hole on shaft. complicated tools.
RO RIRERRUS — Thread gauge for desp holes and thread length

EHERESERUTISIS—Y  EMERERRLUYIF—Y BBRLOEDHRICAZEFHDHEE. RIRERALLY
Thread plug gauge for concentricity Thread ring gauge for concentricity _:/“\ ﬂﬁn Ub&‘ﬁﬁ; b};;"g(, \EEE(:ﬁ)éi%ﬁ(i\ /§é*ﬁ
ERBUS—V&ERALET,
REBREABLT—CVDHE . AEPEVIRELTERIT.Z
DYRACRUDIHFES ANIEERERIET , RIBRE
% 2\ i AUy —o0iGae 2y 7IlKH-EBE-IETESE

BRELET,
_:

BK max BA max

S When there is tolerance in the effective length of the

) L thread of the workpiece, use the thread gauge for the

e thread length, and when the thread of the workpiece is
RURSRERRQLISIT - in a deeper position than the end face, use the thread

Thread plug gauge for thread length
plo gaug ¢ 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

( CE A the thread fits into the notch.

HH-HHHHH \\ m{Eﬁﬁfﬂﬁﬁaﬂ;ﬁeﬁm 7 Thread gauge for depth can indicate the depth by the

— ) graduation or groove in the neck.
FRERERRULTIS IS —Y - e
Throad plug gauge fo doep holes AR LU T —2 Adjustable thread ring gauge
BURERAR TEIDOIHRTY,
OF—IPEFEL-EEBRARTEET,
1EERU Fl | QEBEORSHVRART—TVICHEEDIEHHL

locking screw

EBBHENTEEY,

2.2U—7J
MBS = g g | CEEROBHOEREL THCTRAED 5UET
At =l " | QBRI SWBEEL Y S HFEA B,

%
X

XXX XXX

N

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

(DCan readjust as the gauge wears.

Merits | @Can get a proper fitting on general fitting
check gauges.

XK XL
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23
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23
oS
23
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23
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23
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23
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23
oS
23
oS
23
oS
23
oS
23
oS
e
>
<
<
<

)

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

Demerts Easily worn by local contact, roundness is poor.

KXXXRXREIXXXXRXXXLIXIIRN
L EIELLREED
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THREAD GAUGING SYSTEM

RUDBEEERAIND T —Y

=R/ L Threads of fundamental triangle

[Screw threads types and thread

gauges used]

Screw threads for tripod connections cameras

_ T gt [0 N
hb@ﬁﬁ i % standard for screw thread nb@%ﬁ&&o éﬂ '7"—:/0)53%
Type symbol F—IE AEBISZ auge symbol
L y standard for gauge class thread angle gauge sy
. Jis B 0205,0209 | 4H-5H-6H-7H GP*NP
A—MLRL (3EH - #E) M 0207,0211 | 4h-6h-6g-88 GR°NR
Metric screw threads (coarse-fine) JIS B 0251 ()10 5% (1) GP-WP-IP-GR-WR-IR
JISB 0206,0210
1=774RU (H-48) UNC 0208,0212
Unified screw threads (coarse-fine) UNF JIS B 0255
s (0 ’ | . 3B-2B-1B
1=774RU (EH-ME-EEE-—EEyF) | UNC | ANSVASME Bl
Unified screw threads  (coarse-fine-extra-fine  constant-pitch) ANSI B1.2 3A-2A-1A
UNF | ANSI/ASME B1.2
UNEF | MIL-S-7742
UN . .
1= T A RU<MILEB > NBS HAND BOOK H28 GP-WP:IP
Unified screw threads <MIL standard>
UNJC | MIL-S-8879 3B W
UNJF GR*WR*IR
UNJ NBS HAND BOOK H28 3A
NC -
PAUHL=T 4B NF | ASABLT 2O 3021
American national threads NEF NBS HAND BOOK H28
N
. JIS B 0226
VAR oI .
Screw threads for sewing machines SM I-0-0 60
_ . JIS B 0225
HEERL BC
Cycle Screw Threads JMAS 4002
. JISB 1173
HEIAHRIVE ‘WR*
Stud bolts STUD GR*WR*IR
e . | EC . .
BEER ST/ IVTRFLABL oy | S DA208ED GP-WP-IP
Tire valve, threads for automobiles GR‘WR"IR
JIS D 4207,1S04570 GP*NP
. v GR*NR
B4V NIVTRU
Tire valve threads JIS D 9422 GP-WP:IP
cTv GR-WR-IR
GP-NP
REMERIR X /\— 7755 U m | JISB83 GR-NR
Screw threads for spark plugs for internal combustion engines F(2) SP (2 GP-WP*IPGR-WR*IR
5 . |
BHLY XA BRBTHU m | JISBTIT
Screw threads for engagement of accessories to lens front GP-WP:IP
JIS B 7103 GR-WR-IR
HAZZHEFHRLU u

E () I7FEISHEICKVUBELE (2 BREORT (%) BILRE
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THREAD GAUGING SYSTEM

gauges used]

RUDEHEERSIND S —Y

=fH L Threads of fundamental triangle

[Screw threads types and thread

} BB Bl [0 -
nb@ﬁﬁ i % standard for screw thread nb@%ﬁs&&z} éﬁ ,7-_3/0)53%
Type symbol =T AEWISZ hread ancl gauge symbol
standard for gauge class CEgE
s_;5=17nu s JIS B 0201 3G5+3G6+4H5+4H6 60° GP-NP
Miniture screw threads 5h3 GR*NR
0206,0208,0210
.M w  SBoeu, | ooy GP-WP-IP
Whitworth screw threads [BJIS B 0257,0258 GR:‘WR*IR
Sl I GP-NP
%FﬁzFflTnU G JIS B 0202 AB . GR°'NR
Parallel pipe threads PF | JISB 0254 () 55 0 GP-WPIP-GR-WR-IR
BIRELL 38 thick |CTG "G GP-WP-IP
Screw threads for &) JIS B 0204 GR*WR-IR
riquid metal conduits and fittings E$8 thin |CTC C
BEELL b DIN 40430 80° GO-NOTGO
Steel conduit threads 9 DIN 40431 (NOTGOISTL—> 4 —T % T])
. JISB 7141
Eﬁﬂﬁi{f%hb 55°
Microscope-screw thread for objectives
JISB 7177 z¢ GP-WP-IP
SEE L _ 20
Screw threads for photographic enlargers GR‘WR-IR
60°
8mm - 16mmBRE R A UN JISB 7127 ()
EELL ZORHL _
(51:1-32UN)
E Q) BRBORT ()RIERR () MEEOREICES (FFRELOAREMS)
B4l Threads of trapezoid
i BB Bl [0 -
B UDERE 5C & | standardforscrewthread | A CODZEEH RV P F—DELS
Type symbol =R AEWISZ hread andl gauge symbol
standard for gauge class read angle
0216,0217 . . .
A—F VAL o | U1SB ozig 7H-8H-9H GP-NP
Metric trapezoidal screw threads JMAS 4007 7e+8e+8c-9¢c GR-NR
30°
O LT (6 | EE
30" &FhU ™ JISB0216  x(¥
30° trapezoidal screw threads
EE
20 Bl ™w JISB 0222 (¥
29° trapezoidal screw threads o
N ANSI/ASME B 1.5 | 5G-4G+3G*2G
Z}glz)(hbth d ACME 29° GP-WP:IP
sorew fhreacs ANSI B 1.5 6C+5C+4C+3C+2C
STUB ACME screw threads ACME ANSIB 1.8

& (%) FIESRAR
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THREAD GAUGING SYSTEM

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

BHRXIRHZAFOESE RLs—o
Type of cylinder or valve of cyIin:;er fﬂébéhb@%ﬂﬂ?é&m# Thread gauges
RUOEELBSESE |85 | 7—7 | #¥®BUR) [nuuoss| -1 | VRS Th come [ g ow
Type of thread and related specifications Symbol Workpieces ~ |Nominal designation (length) |  Thread angle Taper Workpieces combined Gauge type Nominal designation
Vi 20114 (20L) B 8246 V1 201114 X346TH
JIS B 8241 o i 7—1¥haU
REGUANEEAZEE | v2 |7 I0BUL aaun4sL) HWEA | Bes2a6v2 | IIIF-Y
Seamless steel gas cylinders qu :1"3‘;:2 g:{z;grdmar Teperthreadpuggauge | 0811114 X346 THE
V3 2811114 (24L) B 8246 V3
3
JIS B 8244 =il _ée Ay 1M
BRTEFLOBBAR | — | 108BU soun(on) EEA | BgasaN2 | ULIH-T | 0UM2XV4TE
Valves for disolved acetylene cylinder The angesperpendiuar Taper thread fing gauge
to the axis of taper line
55°
JIS B 8245 \"Al 20114 (22L) Y56 B 8233 N1 F=1L 201114 X %6TH
LB ARBASR it HEA L e
Valves for liquefied petroleum gas cylinder V2 2811114 (26L) The 30"31‘2 Exm?gi:”‘a’ B 8233 N2 Taperthread inggauge | 9811114 X Y46 T
B 8230 V1
Vi 20114 (22L) B 8234 N1 201114X46TH
3 B 8241 V1
et Yo F=15hU
v2 | 78U g4 (o) EEA | B8241V2 | USH—Y | 28W14XYkTE
The angle |s P [ Taper thread ring gauge
JIS B 8246 to the axis of taper line
EEHABZAR V3 281114 (26L) B 8241 V3 28114 XY46TH
Valves for high pressure gas cylinder
%%-16UNF-2A (23L) %4-16UNF-2A
X\%S B 82445{;0:\"8 B 8245(C
DHBBLEFEALTHLL, F1d
E() 76-14UNF-2A (23L) Y & )‘ PR 78-14UNF-2A
= . I 4T FiThl
—_ | FiTHhl 60° - T
Parallel extemal thread Parallal Y /7_7
114-12UNF-2A (24L) Parlelthread ring gauge | 1/8-12UNF-2A
¥4-14NPSM-2A (23L) %4-14NPSM-2A

F()BURICEAL T BRI KRELET,
(2) UNFI3JIS B 0208 & U'JIS B 0212(CE DL TV E Y, NPSMIZNATIONAL BUREAU OF STANDARDS HANDBOOK H-28 (1957) ICEDWLTVET,

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.

59

=

(A



Y ow
_~ /

GAUGES

RUTF—=IVIVAT L
THREAD GAUGING SYSTEM

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

BRERIXIFHAROER RLsy—>
Type of cylinder or valve of cylinder ﬂébéﬂbgﬁlﬁgﬁ}ﬁ# Thread gauges
RLOBECRERE |85 ] 7—7 | #FBUR) [nuuoss] -1 | "R L ome [ 5w
Type of thread and related specifications Symbol | Workpieces Nominal designation (length) |  Thread angle Taper Workpieces combined Gauge type Nominal designation
Yo HEA
V1 201414 (20L) The angle s perpendicalar B 8246 V1 S0l 201L114X%46TH
F—1Hhl o tothe axis of taper ine S5 5=
JIS B 8230 . Taper internal thread 55 146 WER ECK A
MEMBEEURNEEH AR SR R3/8(15L) The angl s pepengicaar - Taper thread plug gauge R%
Small type seamless steel gas cylinders fothe axs ofpipe
TIHRL | 34.16UNF- . F o7 - Hihl7795-7 | 3 g
Parallal intemal thread A 16UNF 2B(10'5L) 60 Parallal Paralla thread plug gauge A 16UNF-2B
JIS B 8233 N1 201414 (20L) %6 B 8245 V1 S0 201114 X 46T
BERN A CRRT AR R F—1hhl BEA S5k
’ " Taper internal thread The angle Is perpengicalar
sbhod portoum aaes -~ NS TOr | N 281l114 (24L) e aisolge B8245V2 | Tasrtveadpugoauge | 281Li14X%56TEA
55°
N1 201414 (20L) %% B 8246 V1 20114X34%TH
HEA = e
=_ Nl The angle is perpendicalar F—I\RU
T tothe axis of taper PSH R 3
N2 | 7=/ soilin2(26L) ot s oftaper e B 8244 F545k5-3 | 392X Y46 THE
JIS B 8234 3x(2) Taper thread plug gauge
e NS s o
BREARBRT LIV BE | py 102420127 (10L) — 10.242U127X s
Refillable welded steel cylinders for
dissolved acetylene 1/16
F1 10.2421L27 (11L) 60° HERA RO 10.2020L27X YieTé
— ekl The angle is peroengicalar F—N1\hU
F=N&hl to the axis of pipe —_— N .
Taper exteral thread U >7/]' —:/
F2 10.242127 (13L) Tapertheadinggauge | 10-2420127XVA6TH
E () FIRUF2OEEFERRUTTH RTEIREVET. () BiEHRE

Note- (') There are differences of from between F1 and F2.
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auges used]

FAUAERRUOESREERSNS S =Y

[American Standard pipe threads and thread

BURE=S hUDEE BIERNE |7-/\EE| U7 | HEEDIBZMHEFOT—Y nCsr—o
Symbol Type Standard Taper Workpieces Workpieces combined Thread gauges
BRU | NPTHRU-NPSCHAL NPTR
— A7 EAESH T — VA
merican Standard taper pipe threads for general use Hhl . .
Internal thread NPT&HRL NPT P
T AUDIELE
Npsc | EEMFRTAUNEEERTAAL | FABU 25 | whl NPTHAL NPT P
Amercan Standard paralel pipe treads n ipe coupings | ™erioan Standard Parallel | Interna tread
pipe threads NPSC (GP'|P'WP)
shi NPTR &Rl NPT R
[/‘)lfﬂ?ﬁi?ﬂ)ﬂ%ﬁ%ﬁf‘—/\ohu External thread
NPTR A l Standard hread [ %6
merican Standard taper pipe threads in railing joints Hhl . .
Internal thread NPTR j‘onlj NPTP
ANSI/ASME
B1.20.1 BhU . NPSM (GR*IR*WR)
RAERTSHRAOERNEAOML Evonl e NPSMb#L (sn2s)
NPSM American Standard straight pipe threads ﬁmﬂg NPSM (GP‘ |P‘WP)
for freefitting mechanical joints for fixtures Hhl . .
faeH Internal thread NPSM#4aU ﬁ’ﬁ“iﬁﬁ\ ig;
T AR class 2A or
Ov5FshERBEaETS | Bt BRU NPSLsbfal NPSL (GR-IR-WR)
NpsL | ERRIEEORU FiTRU FT
American Standard parallel pipe threads American Standard Parallel »Hhl .
for loosefitting mechanical joints with locknuts | pipe threads NPSL&1L NPSL (GPIP+WP)
for mechanical joints Intermal thread
TAUHEEERETRLESD Bab NPSH##U NPSH (GR-IR-WR)
F—ZEEBAOLLU
NPSH A Standard llel hread:
merican Standard parallel pipe threads <
for loosefitting mechznical jor;nas for hose couplings Inﬁlﬁ}; d NPSH&HU NPSH (GP‘ IP ‘WP)
NPTF&1U+NPSFH1aUNPSIH U
#1L | PTF-SAE SHORT®H#KU NPTF (L1)R
. Exemal tread| PTF-SPL SHORT&1.U NPTF (L2)R
7 A1) E A sl | TXYUPBE | ANs)/ASME PTF-SPL EXTRA SHORT®#%U
UHBEERMET—/BU | LS
NPTF Dryseal American Standard taper pipe threads DE ) = B1.20.3, 1/16 .
rysealgmer\cansmndaed B1.20.4 NPTFHH.L
pipe threads eV
sl | PTF-SAE SHORTHHU NPTF (L1)P
Internalthiead | PTF-SPL SHORT$H1a.U NPTF (L3) P
PTF-SPL EXTRA SHORTH1h.U

DAI-ICHI SOKUHAN WORKS CO.
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THREAD GAUGING SYSTEM

gauges used]

FAUAERRUOESELERSND S =Y

[American Standard pipe threads and thread

hlies hUDEE BEMRE |7—1NHE T/ HAEDIZHEFDT—Y hlsr—2
Symbol Type Standard Taper Workpieces Workpieces combined Thread gauges
s |NPTFORUNPSIHAL :EEE'EB 2
Extemalthread| PTF-SPL SHORTN)TAL;)@ PTF-SAER
PTF-SPL EXTRA SHORT U .
DTE.SAE | SAE SHORTE RS —/ i (Lt SHORT) - (L2 SHORT)
SHORT | Dryseal SAE short taper threads ‘ ‘ NPTE (L1) P
&)nb NPTF#S?QU’PTF-SPL SHORTﬁnU NPTE (L3) =]
Internal thread
PTF-SPL EXTRA SHORT#%l |  PTF-SAEP
(L1 SHORT) + (L3 SHORT)
NPTF®H#U+NPSF&H1U+NPSIHa L
HHU | PTF-SAE SHORT®1H U PTF-SAE R
Sl pTF-SPL SHORT& U (L1 SHORT)
BTE-SPL | K5I - AR 1y a—h5— IS PTF-SPL EXTRA SHORT® 1L
SHORT | Dryseal special short taper pipe threads
Bl NPTF%#U+PTF-SAE SHORTHRU PTE-SAE P
Internal thread | PTF-SPL SHORT:B*Q.U (L1 S-HORT)
PTF-SPL EXTRA SHORTH1.U
NPTF®H1.U+NPSFH1U+NPSIHiaU
E:B?;lhl) PTF-SAE SHORT®HU PTF-SAE R
TAINEE | e pTF.SPL SHORTS L (L1 SHORT)
P;';\:,‘ZL K -NI RS ya-hs—rtpl | ERBERL|) o7 y PTF-SPL EXTRA SHORT® U
SHORT Dryseal special extra short taper pipe threads | Dryseal p/ixprr:ltr}iﬁzgditandard B1.20.4 16 | NPTES1aL-PTF-SAE SHORTSAL
lfﬂﬁhbd PTF-SPL SHORT##.U PTF-SAE P
e PTF-SPL EXTRA SHORT##%LU | (L1 SHORT)
hl . F-PTF(L1)R
K54S —VEREET—/ Sl External thread F-PTFOHRU F-PTF(L2) R
F-PTF . . :
Dryseal fine taper pipe thread series Hhl . F-PTF (|_1 ) P
Internal thread F-PTF&1al F-PTF(L3) P
HhU SPL-PTE®RL SPL-PTF(L1)R
S R T— N L External thread SPL-PTF(L2)R
SPL-PTF '[: 7{'/ ,}ﬁﬁﬁ," . ?L’
ryseal special taper pipe threads
il [ SPL-PTF(L1)P
Internal thread SPL-PTF&HU SPL-PTF (|_3) 2]
T e NPTF (L1)P
TRHRERHE B ETTHnR0 saa s | NPTFoU-PTF-SPL SHORTARU )
NPSF | Dryseal American Standard fuel internal Internal thread NPSF (L1)P
parallel pipe threads PTF-SPL EXTRA SHORT& U
FAT NPSF (GP+IP-WP)
Parallel
[ DTE. e NPTF(L1)P
P 7 A HE RS TR Bl NPTF#1U+PTF-SAE SHORTT:?AL
Dryseal American Standard intermediate internal Internal thread PTF-SPL SHORT%?&L’ NPSI (L1 ) P
paralll ppe threads PTF-SPL EXTRA SHORT&RLU | Nps| (GP-IP+WP)
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CHEXICERLT
WHEN ORDERING THREAD GAUGES

OM5X0.8—6gf . EBURIRBLYTF—2
(Bl)M5X0.8—6g GR -
ex. — | TT—5-I0 gauge type
L AEBIS X class

fUDOMEY nominal designation

@M5X0.8—6gR. TL—8HT—Y

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

@M5X0.8—6HA. FL—> 7305 -
(1] M5X0.8—6H
ex.

PP
T 5= MEH gauge type

AEMYT X class
R DY nominal designation

@R LY TS5 =B BIRIRKR TS (M5X0.8—68 GRA)

(#1)M5X0.8—68 PC
ex. T 45— DiEE gauge type
AEFHIS X class
L 2O nominal designation

(BI) M5X0.8—62 GRGF
ex.

T—— 45— MEHE gauge type
AEFY SR class

R COMEY nominal designation

@®M5X0.8—6HA . BIRIBLTZT45 -2
(B M5%X0.8—6H GP -
ex. — [ TT— 5—YDOIEHE gauge type
L AEWIS X class

2 LOFEY nominal designation

@RI CY TS -V R EERRT 57 (M5X0.8—68 GRH)
(#1]M5X0.8—68 GW

TT— 5—T MM gauge type
RAE®EIFZ class

R UDOMEY nominal designation

ERU.EEZNBUDEE (CHEDEWERIERI1FRBUERIET)

left-hand thread,multi-staet thread

BUTF—YDITEXDRIFTRDEEEZEICLTTEL, B
Refer to the items below when ordering thread gauges. Example
M14P1.5
BUOEE. ALOROXEYF (/3 1LE) No.0—80UNF
Type,nominal diameter X pitch (or T.P.I) Tr20X2
RV
2%

double-start thread
2%&—F6 (EvF3)
double-start thread lead 6 (pitch 3)

%

LH (left-hand)

-\

RUDERIAEHRIZA
(%) BRIV SME RSN A BR S LY CRBES U TOLESET,
—ERCHOTH IR ARSHABHOEDETE, BATAOTHBEVLET.

(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.

’

(A

7H-68-2A-2B
EU CoBasB0TEsL0AREERTAY
None

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

TF=URS (BRER-TEAELE)

(GF) BUICB 7 —VREIRR—EBRESEICLTFIL,

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
BERLTST5—Y
F—NQUITF—T

AvxLA (BR) £33 AvFE

JER (BEEASANEFAXBETHEITEW)
IR ME

For special threads

+plating allowance (diameter) or thickness of plating

-shapes and dimesion

*marking and material

purpose.
. X% A1 (4+0.03)
¥HERBLNDIGEIE Before plated (+0.03mm)

T A=Y 14X (—0.15)
Undersize (-0.15mm)
GR#—Y&K15mm

GR gauge length 15mm

ZIEN:EHN P.D.9.188
Inscription added
HWBOREDHFEFTHIF 5T,
*Drawing of the item is accepted

LH, ERMSHICTRALRP ZTEVERLES  HEABREVEDE T,

If any other questions except the above,please contact ISSOKU.
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FOR PROBLEM FREE USE OF GAUGES

N\ %2 ronE

= VERBUNDENTHEDOEVTEEW BIZ I FYMPRILMDRDICR LS -2
EERTAEMBOENGELT S —VREOETPHEORERICEVET . $£. I8
ROV NT— Gy T FA2BER ESAEAMELTHERATRIE) ([ MEHERALE
WTLEEW, —EZDLSIHEALAEDDIE. S~ ELTORBERRIE TR RVIEDN P,
BRICEOTEIREMEIBRIEHFBIET,

H=TIIE OB LOBRICKUBFILBI P HNETOT BEEETFEBLWE
SV IR LARA S-S D5E . BULBLURELALILASHFICE>TOETOT,
FABI SRR ERER SRS E DT EEMEEIIT TS,
HF=TENRIVBRVEIEOB TRUEFBIET KBIOS— BN RIVERTET
U5 8  BhRBRPRETEEFBIETOT . RMEBELTESL,

WS EBIREICH DL BT —VICLBREE LBV TSN,

FET B RBGECLVEXGERPECHIBADHIET FOICLTEHETICES
BLTH -V ORBER RBLELEC. S OFHIBHEES5 AT,

< SULMBE SR (VPIFER) OBJRVEIE AR R B KTFER>TIESL,

I BRI SRR SEICAVEbEEVETY,

N\ caRmoRE

=T ERTIMCE. ST BLOMRERRE AN T
WEEhWERZETIKREESTLER,

fERTBRICR. T DHE B HANEEERERIL BB RN RRSNBEICE,
FIVH A ZEBEREETTORVDICEREL TS,

AP SARERESE (DT LRI RERHCOFIATESRLSIC EFICEPTEFEFTT .

N\ cErsoRE

AL TR S —JICHBRE R EH LA ETHALTZEL, Rad ERPYY
WREELI>THIEEHBLA LT -V EALET HICHEZUHAFEL T
BEELLTF -V DEFRERDHET

=TI BRI ERCEERRL AL LW ST IE B EERERELE Y A UAIR
Ry—-20i5E1EF. AUAH-RURLEHETV. A OB HPRCLICE>TVSIY
BEERUHTLSICLTEIERVTY . BB DHER. ZhEhD TS - OHERLEICL
UEY,

=T THRRERETIEZOHR BRIV 7F—C05a RRIELTS - DHE (3
BT =T DHER AEBETE) ELET, INEVWSF—T DIHEE. HETECEZDHGND
FELLTT MR AR BRE . EREECISTREVETH 3D UDLTEVWTHS
ELHPNET  —MRISB~ENEE DN TVET  ALARR TSI/ — T DHED R,
MFEFEIEEDRETRLATEE DN TOETH KRB IhIIBOICTEDHEET,
HEEFCEINEZDOABINEEESNTOET, PELEH FOETNNIVEEILSD
ThURACHRAER AFFHREVIFELSHILTIREVEE A RUARRYS T 5r—2 0%
BRIV EAELREEFICHOTRUALERSDMLIPMHSBEVDTENTT,

ERATN\RLS -V TREBUERETEE. S~V REFTRRECAUADE FR
BICRURAENIRTECENET DT REDBUAKI AEEIIT>TLEEL,
BRBOOTDREBICREFIET TR PAVEED HBEHE IV EECSEET 4FHIC,
BURBEOFZAICEITELIUOENICLZHEBRENSELPTVTT,

VLB EVOBOEEDETRIORATEVE, “BRUDOE” FECET LIRS
CEBHTERBBHEDNHNET  COLEBRBEDHESTF—TVHBEOI BN HIET
BIC BOXZVEDPRUOE Y F SEPVEDIEEIATOET,

(Bﬂf—C@J:’)t:!ﬁ!El:mvf:tzli‘*it(17?2%~77/\>7—‘6ﬁt\Oﬂl'bbf‘é’)x’)l:ﬁﬂﬂ )
B U TREDTPICALTHRSE THDFENTT.

=T OEFVETPENSERLRY BRoTHREEISEEL TR 12L& BB DR
EERCHESIL. T IVAL YRR TH AN ERET 54 EBYBLIEEIT> TSN, 5~
SOEICHEZRELEN  ADH LB EERETT .

LU — DR B EEPHBEL TS~V DEFERDE T, TOEXBBERL TSN,

CROVBE. S — TR R MAEF THOTVAEFORTTRELEELET . ATHEIC
FEOBMICLBWRAEERBLETRIIRVER A MTERORGEZS—JRETHEES
F#HICRBET -V DEEEEERBLET £ WAPBAUVTREDHE AHICED
BOTYIRL . T 7 —VICRE N AL LS B RBICE DD TRIEBLET .

N\ mEsoE

BBET -V HBBVRTITFTEV TSI EERDEDERETRELLNTS
FEW BELVE BREOFERICEDZEPHIET,

REICEEL TR ER - Y8 B L L CREL MR BT TV F =TV
EROEVBEFEODBOERICREL TSV, BERREL TR OF Y% RS
BHE RN TS TRID IERPF 22> THoBHRE R h R THRICET
THQF — Y & LK B> THSBEEIRICET . FEABHEHE S —VEICHBELTH
Q& CHFLLR BHRUHBRARENTIL . LEQTEFHIET .

Arﬁfﬂéﬂiwsﬁ

H—TREFIGEEL EREELEEMKL T BBV EREEITo TSN, EFERR
EBALT—VIMERALTRIBUER A, REPANIBODOTREEAIEL TS,

G —=TFEIE20CTEDHONTVET O T RIFEEHF20CTHVFE(E20CICHRE L,
SFEHEL TSV, ERBRIE DS AICIE. Ty 75— EOREEISERELTEEND,
RERFCE L EPRE ERICEITEEEH LD . FRPE Y NEERFEVD FFT
i3 Z AT TIZEW,

BETRB®FTEL.E
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ASafety 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 Especialy
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 handle.

+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 (VP! paper).
Please contact the japan Rust-inhibiting Technical Organization for details.

AC&UTIOH 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.,
+Itis advisable to carefuly remove the rust preventive compound and reuse it when storing the gauge.

ACautlon during use

+Apply lubrication oil on the gauge. Use the gauge after thoroughly wiping free all dust and chips. Especially if
sand is sticking to the product, wear to the gauge accelerated.

+Perform NO GO gauge inspection after verifying the GO gauge inspection properly operates. For thread limit
gauges, 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 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, race, 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 is recommended,although in actuality, the gauge is usually screwed with a force
of 1N. In any case, do not screw in by holding the handle with your whole hand except on exceptionally large
gauges. For thread 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 the taper pipe threads by using taper thread gauge, you screw too
far and/or too fast, the excess force will cause the gauge to freeze up. Please screw in carefully near the
end.

+Take note of the condition of the 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
shaft and the gauge can not be aligned. Damage may occur not only to the product but also to the gauge in
this case. When dealing with a large diameter or fine thread, be especially careful. (In this situation, you
should gently tap with a wood or plastic handle 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
its damage and give it suitable way to do-i.e. remove any burrs with oil stone. The same way applies if
something is dropped on 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 like satisfactory or
negative. The same as above, temperature difference between product and gauge should be considered
when inspecting product soon after maching. 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 togeter or fit in condition. They may freeze up and/or rust.

+When storing take anti-rust precoutions by thoroughly removing any dust, chips or fingerprints. 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 after applying a fingerprint neutralization agent, 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 acclimating to 20°c. 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.

DAI-ICHI SOKUHAN WORKS CO.
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JHBR5R5°—< [Limit gauges for holes]

RABRRT—V3AROR/NEGTEREREELLBIEEmERAE R TiEE
BRELL-AEEEEDT—ITY,

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

RARFT -V OERBNBLUEENS

Purpose and procedures for use of limit gauges for holes

COF=JIF  ADEEIRE SN R/ EE~T
BENKEWDEIDZRETHED T EELLS
BUETS 55— | ROLRIChE->TEVRIBHREEEE 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.

COTF=VI ROERPRESNRAEGET
FBRENNEODEIHERETEIEDT . RICA
VRIS 45= | 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.

BNEHTRERAEGTE
Least material limit and maximum material limit. %ﬁ@iﬁ
real surface
LML MML
R\RIETE BRARRETE
least material limit maximum material limit

WRRDT—Y DMESKS (A& T EMMM) ICHANTEFR
HICTChABEME - BICERLTHIET . BRI
BERICECTEIETOT. &hETIHRETIL,

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.

—

(ISSOKD
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TVHRRS—IDAZR  [Shapes and dimensions of limit gauges for holes]

EOR IR Hande AEDE

3 wwe ome g RRS—SOER Ot i%d (mm)
3 - : - _ y Limit gauge type Nominal size d
L E— 0T — E>#—SF | 038 15K
K K Pin gauge type include under
Lt L RABRY - | AEKT775-Y | 7—/30v 7% | 1.5 E~50LF
Limit gauges for holes | Cylindrical plug gauge Taper lock type include include
= pIOvIR | 50&8A~120LF
1 Ey@--yﬁg Trilock type above include
Fig.1 Pin gauge type
- Bf7:mm  Unit:mm
J\UR = o
50 H;wdle 50 E5—=TU8 e gauge type
. - - !ﬂ FUsFk d BV EUR] co-NoT Go HEE
g}%gzrgﬂ ND%?EL Nominal size d K L1 L Fig.No.
S i . T S| include include
K1 K2 05%%1102{1‘_ 5 15 50 1
~* . L et above include Fig1
! £ 1.0%28BA1.5K7H 6.5 16.5 53
L above under ' '
X2 F—/\OvIf
Fig.2 Taper lock type Hfi:mm  Unitmm
7—"—/\0|:|‘77ﬁ3 Taper lock type
I\URIV ‘:Z);‘\ 3 \ ” I U i NURIL
29 Hande 20 P\l%min;j-s'ii dd :(li% gaﬁe] N-I(')IT:GO g!ggje L ﬁo_ &S
sl Z 5 Fig.No.
aon I ICEICE el
1.5%:5%. 3 65| 22 45| 20 62 1 &2 Fig.2
- T U 3 6 8 | 26 | 6 | 24 | 74| 2
® N — e 6 10 10 32 7 29 87 3
’ 10 14 12 40 8 36 99 4
K e 14 18 | [ 480 [42 [116] 5 | ms
L1 Le 18 24 52 12 48 | 132 6 Fig.3
L 24 30 18 54 14 50 | 136
30 40 20 60 16 56 | 156 7
X3 F—/\OvI# 40 50 25 68 | 18 61 | 169
Fig.3 Taper lock type
Bf7:mm Unit:mm
120 momzgom  LUGVZRATLL MBIy IR Triook ype
FUSHA d |y f NV o
] lqlajmin;lfs/izie d Jé%gagg IGIOJT:GO gaﬁugje No. %;‘-5
N AN HIVNNo. FIVMNo. j i,
i :@ éﬁé’ ik;%l:(l;_e K Bolt numhgr L K Bolt numbgr L r'm-luamngleer
1~ 7 50 65 | 32 1 1147 | 18 1 [136| 8 X4 Fig.4
\ e 65 80
J\YRID Handle
YR Hangl 80 90 ‘
K 90 | 95 | 35 | 3 [173| 25 | 3 |168| 9 &5
L 95 | 100 Figs
100 | 110
X4 ~UOvowE 110 | 120 | 40 4 | 178 | 25 3 [168] 9
Fig.4 Trilock type
THEXICELT
. ~NUOvSFEARILS RARFT -2 EXOBE T ORESHERESD,
120° )%(?(f:!l%g)ug:a?g@u Bolt for trilock type handle 1 ’J‘—}@Eﬁfsil}ﬁﬂk (Kﬁﬁ7°57f—§7f{:‘f)
2PV (9265 E)
N FI 3.EM{ (ROEFHBVEEHTEE)
—~ 4. BB (JIS B 7420 TIIREA. TIEADR HMIHVE AN . CBEIPHNIS )
o M TN RRIEUTRIEVELET DT, H5H U TIRREL,
S [ | _ NV SAFTRMHR (IR JR TV RERE)
H When ordering
J\YR)b 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 Ow aﬁg ( possible to make it uponrequest. Please indicate in advance. )
Fig5 Trilock type 5.Special spec (Shapes, dimension, marking, gauge tolerances, ec.)
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[Limit gauges for shafts]

EHARRSR ' —

20 -0.007

{ —a:z'.a_f.r. SRR £ md
iek-se
o

RRDOS—TY DIMESKS (4T EMMA) [CHATHEFE
M Chi-BBEME S —VBICERLTHYET,
FRIGBERICECTHIETOTEHLETIREIEZN,
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.

BARR S - BBMORARGTEERELLAIERERIRAETERERE
ELEBIEEmES DTS-I TY VoI5~V BRI NEVTEDHDICH <A
WONET, kA -V B EENRECRRV P EERIFE B LD —F
DRICERICE>TVBHIRTTOT. S —P 2 RES € 2D BN LR IRERRE
EEMTIENTEETY,

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.

BRARAT - OERENHLUMENE Purpose and procedures for use of imit gauges for shafts

D=V MOBERPRESNRAREFTELY
PENHPEIDERETHHDT RIELCHDLRICH
o CEYRTBRIThISEEE 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.

BB~
GO ring gauge

D=V MOBERPRESNR/NREFTELY
REVWDEIDERETHEDT BICA->TIEIEEA,

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.

COF-Vi BOBRPRESNERARBTELNEVDEIPERET
30T F-JVEN—FDATERICH T Z e XMELTRIEP T LI
LTBP I RO (IER) 65— F0T-VETRAET RERSD
RCEBER2ZARICOVTITV BARICRZ ORI TH k(L 63D
BT 2ERERE(FHHETRALSTEBYEE A

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

YR T5-
NOT GO ring gauge

BB~
GO gap gauge

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.

COF-J3 BOERIMRESNRIRETELIRZOHEI D
ERETHHNOT D E(EHEAZTR HARIZTORCELTS
BCEHIPFU LI OVWTRELE Y, F—-VILEBFEE HIT1-EX,
HOTATOERICBV TR TIIEEE A,

This is a gauge to inspect whether the diameter of shaft is larger than the specified LML or
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.

BRARGTEERIREFTE

) RIRBT—Y
NOT GO gap gauge

Maximum material limit and least material limit. ;B)’%@ﬁﬁ
real surface

LML MML
REFHE RARAETE

least material limit maximum material limit
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HARRYS —IDAZIR  [Shapes and dimensions of limit gauges for shafts]

7 ° g" b1 .
wo 0§ N
3 3 | _
23| 25 |
Bol 85 12 e
— N 4 Pl
)
1.5
b2
- EOE GO
K kDl NOT GO L T
by ®1 Fig.1
RAT—> DIESE BELNSHE D (mm) ]
Limit gauge type Nominal size D —
UL =
Ring gauge 1~100 — ey >
s oS . e — = 1 2
AR —Y | FOREART— 3~50 B 2 g )
Limit gauges for shafts | Single-ended snap gauge _ c?o Eé" g’ ® o
Eo |E2
CRARSEH T —S 8o 02
C type snap gauge 50~180 ma o /
B{iI:mm Unitmm &
U2 —2  Ring gauge 15 |
FEUSEE D , = RRTR#Z '
Nominal size D 9H§ D1 ’;é K Gﬁ/ejegg;l}()@(iﬁ?uge b2
w8z LI Outside diameter D1 | Thickness K L T
above include 9 h 1
L - ]
Lo 2.5 22 4 0.6 0.4 H2 Fig2 Bff:;mm  Unitmm
2.5 5 5 —
5 10 32 8 1 0.8 : H‘D*E&&ﬁ'—/ Single-ended snap gauge
10 15 38 10 @ﬁ;rsﬁ D &S
= B|L|T|bi|b2|a]|a e Fig.No.
% o5 s a2 | 1| [Z#x] AR ‘ 1
above include
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 13132 | 25 -
60 70 | 112 3 1.5 18 24 | 65 '° 143428 5 2
70 80 125 24 24 30 75| 80 15|36 [ 34 Fig.2
80 90 140 30 40 90| 90| 5 |17 | 40 | 22 24
90 100 160 40 50 110100 19 | 43 | 28 30
b2
by,
} B{i:mm Unitmm
5 ﬁ; (] CTMRIEAT = Ciype snap gauge
(] —| ‘ | L7 N<Ts
/ T2 %"?;‘;J-sliig B|L|T|L |R|R|bi|b2| a|e
e BT @i | KT
o .5 V az above include
By o 50 65 |120/100| 6 | 36| 36| 60| 18| 35| 15| 55
molge o 65 80 [142[114 41[45| 71]/19[38[ 18] 69
\2 E 80 100 [162|130 45| 55| 81| 20| 40| 20 | 88
o 1 L 100 120 [192|150| 8 | 51 | 65| 96| 22 | 44 | 22 [106
‘,_, 120 140 |218|164 54 | 75 (109 | 23 | 46 126
140 160 |236/180 58 | 85118 | 24 | 48 | 25 (143
! 160 180 [258/195 60 | 95 [129| 25 | 52 163
L T
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EhFERRSR S — I DA

[Shapes and dimensions of limit gauges for shafts]

EOA LEDAY
GOgauge NOT GOgauge
1.5 1.5
M BOREAT - EDHEICRYEERL THEUET,
& o Aolw | | CEXOBEMOEES S~ ECHERT A,
D%F Y ﬁ;ﬂ{r o — Double-ended type is made by request.
b1 b2 I Bfi:mm Unitmm
L T ﬁﬁnﬁ&ﬁ’f_:/ Double-ended plate gap gauge
A FEUSHE D X&ES
Bl Fig.1 Nominal size D +
1.5 1.5 Fig,No.
Py O3 B L|T]|bt|b2| a e ig,No.
_ above include
R 135 3 25| 50| 3 | 11 8| 8
8 > T 2| L 3 6 30| 50| 4 ({14 (10|11 | — | [
6 10 36| 60 16 | 12 | 12 Fig.1
o o 0| mf - 10 14 50| 70 18 | 14 | 18
14 18 60| 80 o1 | 17 13 | 14
L/ N I 18 24 65| 80 14715 o)
24 30 75| 90| 5 |23 |18 | 18 | 19 Fo2
b bs I 30 40 90110 28|20 |23 | 24
: a— ; 40 50 |110]120 32 2230 | 31
L
2 Fig.2
CEXICELT When Ordering

BRABRRT— & EXORIE LT O AEHEREEWD,

1.5-C0BESLCER RRVTH5 =2 HAsF—DkE)

2.MESFE (926K E)

3.ER (DD HVEENTEE)

4 BRI (IS B 7420 TIIHBEA. TERADE 2 3HY
EHAD . CEZFHNITARICIEUTEYE
WELET DT, H5hUHTIRFEILY,

5455 M4 (IR TR TF—VRERE)

EE

F—IHFRICDEELTILLJIS B 7420-1997 (1ISOH )
ANDBITICHEVWEZR EORE S FERINET, JFX
DRI FHEY L CHEREWEETETES BBV
f:bi_g-o

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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YA —3 [Master gauges]

YA —J B RIEROTERELEDTEHEELLTHAVSONS S —TTY,
Master gauges are used for setting-up of relative measuring instruments, as
dimensional standards.

ZEE Note-

ISSOKUTIEZER VI 7aA—2AELELTI RV TDOEAEKELLI-BE
DRRZI T F—SBMELTHIET  BRVYAVAX—2AY RIS DO H
20T CHBBTE,

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.

TFUBOTEFEERVEAE -AEEOAE

Dimensional tolerances and form tolerances of master gauges

O T & D RS ) | FR
= S jolerance ircularity *cylinaricl
26 1(h0) 064 ZHBZ above EUF include
R T 121 _E include 50 2 0.6
50 100 4 1.2
100 150 4 1.2
150 200 6 2.0
200 230 8 25
230 250 10 3.5
S . 250 270 12 4.0
BREYRAE5 =Y Master gauges of cemented carbide 270 300 14 20
300 340 20 5.0
340 400 32 5.0
400 460 40 7.0
460 500 60 7.0
CHENICRELT When ordering
YRAATF =T TEXDEIL . EIT D  Please state the following information
BEHRREED, when ordering Master Gauges.
15—V OB (T RRUL G5 =2, 1.Gauge type (Master ring gauge, Master plug gauge etc.)
RRATZT5—ORE) 2.Nominal size (Ex.$50)
BAOF-YOHESKS (82T EMMH) ICHATER 2. UHE (9504 E) 3.Special dimension
HICT Chi-BBEHE - BICERALTHYET, 355~ E R TR S—JAERE)  (shapes, dimension, marking, gauge tolerances, efc.)
FBREBERICECTEUETOTEHETIRENESL,

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.

CISSOKT
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YATT— IR

FNE  marking face

[Shapes and dimensions of master gauges]

Y225 —TDFERR  Master gauge type

N S T D& T30 U0 )
Master gauge type Ranges of nominal size D or d
------- TRABULG S =2 Masterring gauge B 100%E
g % YRETSHH— T—/NAYIH Taperlock type 124E _ 50%.F,
Master plug gauge (] n %54 Trilock type 50%8% 100%[.
BfI:mm Unitmm
YRR TH = Master ring gauge
EUSFi% D =
K Nominal s,ize d 9”% D1 ,; &K
P>y LT Outer diameter D1 Thickness K
-(Du 50 ab(jve include
i3 155E, 2.5 4
! 22
2.5 5 5
g L 5 10 32 8
L 15 20 45 12
L
20 25 53 14
1 F—\avof
Fig.1 Taper lock type 25 32 63 16
g 50 32 40 7 18
*)%‘ 40 50 85 20
—{ N AN 50 60 100
he] N Al | |
S0 e L 60 70 112
K L2 I\URIL Handle 70 80 125 24
L1
L 80 90 140
X2 F—/\OvIH 90 100 160
Fig.2 Taper lock type
BfI:mm Unitmm
RUOy SR AR IV — _
Bolt for tJrilock type handle J—/\O ‘y7ﬁ$ Taper lock type
| BONEd | k| L || | d [ Ess
| -~ \Im Py T Handle number | - Fig.No.
i |w above include
N 3 6 8 62 26 6 4 2 =1
\ J e 6 10 [ 10| 733 | 7 | 55 3 | =1
10 14 12 83 40 8 7 4
K 14 18 | [ o[ 4810 o 5
L 18 24 108 | 52 | ., |, 6
®3 koo 24 30 | 18 | 110 | 54 Efz
Fig.3 Trilock type 30 40 20 | 125 | 60 15 16 7
o 40 50 25 | 133 68 18
LRy ZmEmILe (Z) U B3 T BT CBfF LT -
(Note) Small sizes include 3 are also available.
(‘I B{:mm Unit:mm
) —— FJOY7H  Trilock type
[ I I DNy . . o
L . HUNE d % L | Ee e mES
B FE oF Bolt number | Handle number Fig.No.
. above include
\/\YRID Handie 50 65 32 147 1 8 E]g%
K 65 80
4
L gg gg 35 173 3 9 F.ig,4
®4 hUOy o
Fig.4 Trilock type 95 100

DAI-ICHI SOKUHAN WORKS CO.
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PLAIN GAUGING SYSTEM

F—I\5*—%) [Taper gauges]

o

BEAE

gauge diameter

T=NF=JBT—NEREOT—NET—NDOEX
£ (KRS NRE) OREICAVShET,

—RICT—INTFTHF=TT— N THF=T 5 j j
) (3BT —HDEES - DA ERUETH, | S 2

PIREEFITRBOBEELTNSIFEEDS LI MEE
BARICHPEIEIICLA-BDBRIEBLET . (msm)

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

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 (@) BRI T—/IN)TH—
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).

Bfi7:mm Unitmm

= e s . %48 F— IO REDAE (£ V2T) 1 f length
F—=INF—=OERE  How to use taper gauges gade Tk £ (2 Y2T) Tolrrces o gageength (m
) . R length
FI—STF— N WEERETBHE, M. T~ SROBRER 7~ NTFT S~V ORBUOE [ T IT9 IT11 IT12 IT14

HEEHDVSHEEEEICL. T—/SHOBREL. F— /U T —I O RlHEE EEICL RRORE:
BHOBEEOThOBICE>TATEUELET. TEAERRIC, F—/ N3 SAYICEREEFTVET, 6| 10 36 90 150 360
YR ERITICE. TITOREICTIN—R—ZMEB—HI2Y  T—NRICAh bTH T2 HER
UHREBRUET , 47> TOBEBHE. TR RIS S — I oI THESNBD T, Thitk> Tl 10| 18 43 110 180 430
DHEELET . b, BEUREERAITICR. ROEEEFDETT, 18 | 30 52 130 210 520
(1) A=V B5TIMEELCGERL BT REDRBEDRVNLIIT S, 30 | 50 62 160 250 620
(2) TN~ KB E S — T — BB D, —BER B E OB THESNETH EE ke 20E

LR DRYRE LBV B SETABLRUAS I LN BETT, 50 | 80 74 190 300 740
(3) F—VEBRIC AN BB TEVC K25 B LSRN EELTTAL,
(4)E®. ST EEI S TRISELBETL. UL T E—BENTFABIFI B A S11/8EES ¥, 80 | 120 87 220 350 870

BHEICHELET, 120 | 180 100 250 400 1000
(5) BHICF—JLWREMUET  COBSEEH K0P EVESICEELTTEL, JIS B 0401-1:1098 L JIRFF

kH -V RATORECHLLIPBVSNET,

Bf:mm Unit:mm

For inspecting tapered products by taper gauges. Generally the inspection of the taper hole is done at the base of Y AT\ 1 i
the standard line of the large end of the taper plug gauge or at the end face of the taper plug gauge. The inspection %ﬁz BERDRZE (£ J4T) Tolerances for gauge diameter um)
of the taper shatt is generally done at the small end of the end face. pass or fail is determined by the amount of  |{® diameter
deviation from the hole of the product or end face of the shaft. In addition, the taper is inspected by contact. To B8 above | BT nclude ITS IT6 IT7 IT8
inspect by contact 05 taper, apply a light coat of Prussian blue or light cinnabar evenly on the surface of the plug,
and insert it in the tapered hole, then turn the plug a little and remove. As good contact of tpere theapplied blue or 6 10 6 9 15 22
light cinnabar is removed from the gauge.
Furthermore to perform satisfactory inspection of contact, the following precautions should be noted- 10 18 8 11 18 27
1.Clean the gauge and product well, removing any accumulated dust. 18 30 9 13 21 33
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. 30 50 11 16 25 39
3.Be careful to avoid scraping the gauge and product against each other or putting the gauge in only halfway.
4.Under normal conditions, hold or anchor the plug in an upright position; then tum the ring about 1/8 while pressing 50 80 13 19 30 46
down lightly with even force; then replace it.
5.Separate the gauge and product gently. Becareful not to scrape this time as well. Contact can also be used for 80 | 120 15 22 35 o4
between gauge inspection. 120 | 180 18 25 40 63
JIS B 0401-1:1998 & 3k
—, - T—INABEDER _ o
« lII ( F%‘:‘ LT S xqy ~Grade for taper angle T —INAE (F V2T) Tolerances for taper
T=NF—=D SEXDOBE AT ORESHRREZE, LEéWEﬂme AT3 ATa ATS AT6
s [ S R S S T T engtl
15— SO (E-NRTF— 1 =F 7= N T =IRE) éﬂfi T H T o
N - above include
2. UFEEIEES (MT No.3% &)
345 (AR RIR S~V RE 2T HERE) 6 10 0.0010 0.0016 0.0025 0.0040
When ordering 10 16 0.0012 0.0020 0.0030 0.0050
Please state the following infomation when ordering taper gauges. 16 25 0.0016 0.0025 0.0040 0.0060

1.Gauge type (Morse taper gauge, Taper ring gauge, efc.)

2.Nominal size or Number (Ex.MT No.3) 25 40 0.0020 0.0030 0.0050 0.0080
3.Special dimension (Shapes, dimension, marking, with Tangue, etc.) 40 63 0.0025 0.0040 0.0060 0.0100
63 100 0.0030 0.0050 0.0080 0.0130

100 160 0.0040 0.0060 0.0100 0.0160

160 250 0.0050 0.0080 0.0130 0.0200

250 400 0.0060 0.0100 0.0160 0.0250

JIS B 0614:1987% 8%
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F—I\J—IDAZIX [Shapes and dimensions of taper gauges]

E—ILRF—I\F—J KTV I ECREORETIE AL, LT — I\ —J
Morse taper gauge s#Please state tongue drive if desired 7/24 Taper gauge

R marking line

E#R_marking line a/2 a 7/7
) ==
] g —m
/ N =20
3 L lel) ~ i
u
L a L a
E#~HE Basic dimensions ﬁ%?m%ssglitz:?norg E#~HE Basic dimensions ﬁ{_"iMnf‘nf Oritam
_ . T—/\ taper  |5-iggnsg|  T—/\BOFE(mm) Tapered part . F—IN taper | 5-iggnza|  T—/\BOF(mm) Tapered part
E-N2T-1"RE IHERE | /0 T—INEE P
Morse taper number - vzfém e | Halfangle D d L a Taper number Cwlg'escm 4 | Halfangle D d L a
MT 0 1/19.212 | 0.052050 |1°29'27" | 9.045 | 6.442 50 3 NT No.15 7/24 0.291667 | 8"17°50” | 19.050 | 11.179 | 26.988 | 4.8
MT 1 1/20.047 | 0.049882 |1°25°43" | 12.065 | 9.396 53.5 35 NT No.20 7/24 0.291667 | 8"17°50” | 22.225 | 12.501 | 33.338| 4.8
MT 2 1/20.020 | 0.049951 |1°25"50” | 17.780 | 14.583 64 5 NT No.25 7/24 0.291667 | 8'17'50” | 25.400 | 13.824 | 39.688| 6.5
MT 3 1/19.922 | 0.050196 |1°26°16” | 23.825 | 19.759 81 5 NT No.30 7/24 0.291667 | 8"17°50” | 31.750 | 17.859 | 47.625| 6.5
MT 4 1/19.254 | 0.051938 | 1°29'15” | 31.267 | 25.943 | 1025 6.5 NT No.35 7/24 0.291667 | 8"17°50” | 38.100 | 21.431 | 57.150 | 6.5
MT 5 1/19.002 | 0.052626 | 1°30°26” | 44.399 | 37.584 | 1295 6.5 NT No.40 7/24 0.291667 | 8"17'50” | 44.450 | 25.466 | 65.088| 6.5
MT 6 1/19.180 | 0.052138 | 1°29'36” | 63.348 | 53.859 | 182 8 NT No.45 7/24 0.291667 | 8"17°50” | 57.150 | 32.610 | 84.138| 9.5
NT No.50 7/24 0.291667 | 8"17'50” | 69.850 | 40.217 [101.600| 9.5
A # Tolerance grade Bifizmm . Unit:mm A 7% Tolerance grade Bif:mm  Unit:mm
tangs| DOVERSE | srokSE | Lovanes >_gs | OOVEREE | Mg | Lovanss
Morse taper number|  g\iations on D " ontaper rato ConLot ing gauge Taper number deviations on D " ontaper rato “onLof ting gauge
MT 0 +0.004 +0.002 +0.015 NT No.15 +0.010 +0.0001 +0.015
MT 1 +0.005 +0.002 +0.015 NT No.20 +0.010 +0.0001 +0.015
MT 2 +0.005 +0.002 +0.015 NT No.25 +0.010 +0.0001 +0.020
MT 3 +0.006 +0.0025 +0.020 NT No.30 +0.010 +0.0001 +0.020
MT 4 +0.008 +0.0025 +0.020 NT No.35 +0.010 =+0.0001 +0.020
MT 5 +0.008 +0.003 +0.030 NT No.40 +0.010 +0.0001 +0.020
MT 6 +0.009 +0.0035 +0.030 NT No.45 +0.015 +0.0001 +0.025
NT No.50 +0.015 +0.0001 +0.025
IS99+ —=TF—I\F=T IpATRATF—IN\TF =T
Brown & sharpe taper gauge Jacobs taper gauge

EIRZE noten

R marking ine

=)
=0

MPEDFIE TESRICTHERR LW,

# Verify dimension details when you order.

ZFDMDT—/\5'—) [Other taper gauges]

F—NTSIG—y F—IUVTH—T
Taper plug gauge Taper ring gauge
° i 1T
i} [ |
1 . .
) o cHE
L1 0] + +-
L L L
L=50 L>50
BfT:mm Unitmm BfT:mm Unitmm
F—INT T4 — Taper plug gauge F—INUL T4 —3 Taper ring gauge
O d L A a FUSHE D s m AFE
Nominal diameter d Nominal diameter D Marking face
5<d<8 8 D-2 4<D<6 35 —
8=d=10 L4004 100 6 6<D=10 40 38
1=
10<d=15 L1=400% % 100 10 8 10<D=20 50 48 TERY
15<d=20 13 11 20<D=30 65 62 double face
20<d=25 18 16 30<D=40 80 76
25<d=30 - R 20 18 40<D=50 95 91
35<d=40 Li=55015% 145 24 22 50<D=65 110 106
In the case of Li= 55:145

40<d=50 28 26 65<D=80 125 121 HEE)
50<d=75 =800 4 180 32 30 80<D=90 140 136 sige ace
75<d=100 In the case of L1= 80:180 36 34 90<D=100 160 156
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ZDdDI'—)  [Other gauges]

= cauee W EEH — Height plate gauge
EIT B OIS SBADEIERET S/ —JT. H10

[ E5E 2@y AR UEESEENESARTT . B (b) 3

EO s EOKEOBACANShET., B (c) RRROBNS
GD m:ismement

u

o ESEEDBBIET E (2) RS- Y EEEICEESE

[ oo acs
Caes ]l

— part

BIEER

part
|| === i ROBNBECOESERES D5 —ITF,
L/ \ 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
when pulled to the left, then the product passes. Figure 1(b) is used in the case of large
(a) (b) (c)
H1.B 45— diameters. Figure 1(;) 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.

RS — Depth plate gauge
. o BITRDLIBIHE HRELPOOREEHRETBICIE.K2(a) D
7 o 7 oo EIBBOBAVSNET, COF— SRR~ ERK

CARICH LB ERICR LSS AREEYET,

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

registers GO when it is pulled to the right, and registers
NOT GO when it is pulled to the left, then the product
passes. Figure 2(b) is for smaller hole diameters.

WREPNESVBEICIEE2 (b) ZBVET,

B

measurement part

A

measurement part

Wig4—> (¥4 —Y) Feeler plate gauge (Key way plate gauge)

@ L (b HT—ORIDIEP *—BOBEEERET 31 B30
F2.RE 57— EIBNES—IBRVLNET, F— S ERTFITHOT
Fig.2 Depth plate gauge E - 1 + F( 7"5 ﬁi—d_o

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.

0
BOoF
NOT 60

2TZ4> =  Spline gauge
ATV NEEEITIOMERDFEEDHICALS
h3H5DTUISICHESNh TV ABI TS/ HENE
AL R21— RS SA L ERETBT VD RO SLE
AIhTVET,
A P RIS = AR TSI~ T EY =T h
Fig.3 Feeler plate gauge HIZES>TVWET, CDELI . ATI1 2 RETZRAS
—JELTR AT SABONE AR . EEETL—>
BREF—-THREVERBEER TSIV T5-0T
BRELET RATFAROARBTL—2T 3T 75—,
BRBERTSTF—T WEERES -V THREL.#
BREERT (LTI -V TRELEY . K43 T
SAF=VDORRERLET
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
Ra4.2 TS5 5= diameter, minor diameter, and tooth of the spline shaft by
Fig.4 Spiine gauge means of the limit gap gauge; the inspection of the major
diameter of the spline hole can be done with the plain plug
Lo gauge. The minor diameter can be inspected by the flat
HEDROIFHRT - HREBLET ., BRVOEDE TN, . .
%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.

<z

AN
RUNG
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Gauges for 6%(Luer) Taper on Medical Equipment

W7 —5—I\5—%  [Gauges for 6%(luer) taper]

JVT7—F—/\(luer taper) (3. EEMICERAENT
WBER A EDVEDT. A RILT— (male luer)
EARIVT— (female luer) D2EEEH HIET .
ZUACETTHERICKEHEOSVERNSFTRE
TOEHBEEUSH. EEESE. BFEREEhO
CABRAShTVWEY, BEEOIZERFI4mOH
FT.6/100 OF—/ %&#5. 5 Mi3[1S0594 ]
THREShTOET V7 —F—/5 =T3S0
BEBEVEVEF 2R ELEHRE T 5D
A—H—ZDERELTEEEEERLET,

Luer Taper is one of connection method being used
internationally,which has two kinds of male luer and female
luer.You can get easily good connection in airtightness only to
insert each other. This method is widely adopted in medical
equipments,physics and chemistry equipments including
syringes.Connecting portion of each equipment is circle shape

having about 4mm dia. with 6/100 taper. The details are
specified into 1SO594 Std.

OMEMEERLIMEZER

@1S0594—11IEDW4—T15.6% (Luer) 7—/NBHED AT
EfEA

@1S0594—-2[CE W —TIk . ARBICEDShi-iRh. 2Bt .
SLURIVY BB &, FY BT S HEREBRICHER

OMBEMEZERLAMHEER . FhERICERTZ/—VICR. I
T—Fa1—TBARAOBFEHLE

« High-accuracy dimensional control by gauge manufacturing expert.

+ Using superior materials for corrosin resistance

+ Gauge based on ISO594-1 is used to check 6% (luer ) tapered portion.

+ Gauge based on 1SO594-2 is used to check leakage, separating force, trip torque, easy
assembly, resistance running around or stress cracking test specified into this

standard.
+ Connecting part to air tube is attached to gauge used for leak-test.

l O —IA—H—WZDEE T EEE

EESBAS—Y 1S0594-1 WE&ERAS—Y 1S0594-2

. plug gauge

Fig.7

ring gauge
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biEy—
Grind Gauge

1750

1 g

a2 eoll] |
sample of Distribution map method

BigZEOHR
sample of Lines method

B B A X bR BR ERER. TIAF VI AN,
I3V VEREREMBROBBNOXRESEAEL NE (H—
BOEMERDORE) 25l SHREEXIF CREETRICK
ABET, —MENIZT ARG —T (BT F1 R X—4) &
HIFEENTOET,

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).

{EAA% [How to usel

MWMEF—VDBOLICALIERE  RYL—N—6S—JLEE
ICEBESICHTEYPSFRICTIZET PO FICK>THEK
EhBNG—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 )

HfAE [Assessment method]

WRSCEFTHESERL T1OmmEl EORH 3FLE LA THRN
IBOBEZHRARIET . BEISEE)RL. ZOFHEEEF
AL%xY.

W2 AEKRHE: S — 2 2BICL. #10 E20~30° O HE K
FHEEVIRHMBEORREZHARMIET,

B 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% - <% [Specifications & Dimensions]

kR

¥ B X7 ULAH TEHER
Materials of Gauge Stainless or Gauge Steel (SKS-31)
2 4 7 BEENE 0
Type Single Groove or Dual Groove &
. 2 2 12 18 18 IR IR IR |2 |2 |~ |e B
H| 7F & 0~25um.0~50um. ZNDfth
Measuring Range g
S TE o4 :
X88x%x2
(mm) Oxggx2>
Dimension (mm)  88(W) X 25(H) x2400) . [TUUTTO mi 9
35J_ 170 ‘ '

76
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TEST BARS

TANIN—
TEST BARS

FAKI\— [Test bars]

BI:mm Unitmm

=

\

100 5 175
- ) F—/iNo2 2l..8
e & Bt reisx1-es vt TM
BT under cut a S undercut
=
=P
= ep= N w 04 69 19| @ o
E—INAT—IMFF AR~ F-Nol 57 " 'ﬁ ‘é[ ‘3{
TaperNo.1 57
ToEM . MEMR S OTTE . HAK, B
N S RES ] — -
DIRNGEDEFFIBEHARICERAVELET, Tecerliod M36x1.5-6¢ 8 g o
14 | st ungercut 2
It is used for static precision testing of tooling machines, measuring - i m— 7 = ei = =T o
devices, etc, for parallelism, roundness, and run out of the rotary shaft. il ) g - g[ e
X2 =8 7—/\WNo. | H&S 86 T (25)
Division Type Taper number Fig.No. (223) S|
0
1 F-/Mo4No5 335
—_ _ e . 2 Taper No4No5 /, ‘S]EM‘SE Q = go) |.(5)
71' S G AT bab A VAR ) B oo g g 2
3 ol g o
J3 % | (MT) _ e g 3
> % Test bar with morse taper 4 1 L S
Y o Fig.1 7-IMo4 109
PN} 5 Taper No4 109 [32)]
< 8 5-1Mo5 138 a10) a1s)
7 E 6 Taper No5 138
fi 80
7_" 8 )(I‘U‘771/207'_/\°ﬁ'7'x}‘/\_ - 24512, =
X | Testbar with metric 1/20 taper 100 LibTatl Pl Tesx1 5-68 a0y
[\‘ R 30 g U [ 2F undercul}/ 9 &S
N 13 94
- o= . : ] | s o 1 o
I YoaT—INFT A= 40 X2 £ 7 3 LEE #-¢ g
Test bar with 7/24 taper 45 Fig.2 oo AL — v -
50 4 110 (110 (11s5)
AR _ . = epi= ‘
FAMS= | G AT AN N— _ X3 AN Y VooT —1\F T RN —
Testbar | Test bar with both centres Fig.3 - sas
with centre hole Terhai o) | ®
(=] !
£ g Tl
= i
8{ = o 4 a9 8
Kl s 8] sl 9
710080 204 TaperNo80 204 7 (32)
7-/1N0100 242 TaperNo.100 2424 (110 110 (115)
BE40mmUTOHO For 40mm or under -l :E_}ljzj_'_} \01\—}7—-X|\} (\_
Fig.1 Test bar with Morse taper
33— eHi— 3
L 7-/N0.30 7 &% > ©
Taper No.30 IS undercut ~ [.©
g
®3 LUy FF AN — 27777 3 7 il =
Fig.3 Test bar with both centres ! / L=\
70 (223)
4
Bf:mm Unitmm 335
7=]{No.40No.45
Teper No4ONo45 -
6D REL LenghL I undercut
(8 | 25 | 40 | 50 | 63 | 80 | 100 -
10 | 50 | 63 | 80 | 100 | 125 | 160 s o ey B
(125)] 100 | 125 | 160 | 200 - - ’
7—)(No.40 95
16 | 100 [ 125 [ 160 | 200 [ 250 Tz 040 35 7] (©5) 110 a18)
(20) | 100 | 125 | 160 | 200 | 250 Tepet o 110
25 | 100 | 125 | 160 | 200 | 250 FoiMoso = —.
BT under cut ~ |
40 160 | 200 | 250 3 [
V2
5% ¢DIC () B 7=~HEIE BB RBERALEV, /5 g 3 o +— o
Remark:¢ D in parentheses should not be used as far as possible. JEK| R R g
V. \
10 110 (1s)
B2 7847 —) S EF A (—
Fig.2 Test bar with 7/24 taper

JIS B 7545-1982& V) k%
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FOR PROBLEM FREE USE OF GAUGES

N\ %2 ronE

=T REBEUADOENTHEHOEVTAEEIV FIZIE FYMRRILMORDYICRA U -2
EEATIEHBOENGELET S URBEOETYPHEOERICAYEY . /. T8
Kb (N7 — T FAZBER &2 EAMELTERT L) (I3 EHER L
WTEEV, —EZDLSIFERALEDDE. 5 —T ELTOBBEIRIE TEEVEPI D,
BAICEO TR LM EIBRIZ LI BYIET,

=TS ZOBEE EOERICKISFI GBI BUET DT RBEEETHEBLWE
SV HICBLARRS — Y DBE BULS LURELALILASEFICE>TOETOT,
ST SR E R PSR SR 30T L EEIITo TR,
HF=TENCRIVBRVEBOB TROEFSIVET . ABOF—IDBNRIVBHTET
LB A Bhh BRI RETIEFBIET DT RIEBELTLEEY,

=T EIRRIEERNIREEICH DEF L AT —TICLDREELEVTEE,
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ASafety 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 Especialy
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 handle.

+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 (VP! 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.,

+Itis advisable to carefuly 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
sand is sticking to the product, wear to the gauge accelerated.

+Perform NO GO gauge inspection after verifying the GO gauge inspection properly operates. For thread limit
gauges, 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 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, race, 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 is recommended,although in actuality, the gauge is usually screwed with a force
of 1N. In any case, do not screw in by holding the handle with your whole hand except on exceptionally large
gauges. For thread 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 the taper pipe threads by using taper thread gauge, you screw too
far and/or too fast, the excess force will cause the gauge to freeze up. Please screw in carefully near the
end.

+Take note of the condition of the 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
shaft and the gauge can not be aligned. Damage may occur not only to the product but also to the gauge in
this case. When dealing with a large diameter or fine thread, be especially careful. (In this situation, you
should gently tap with a wood or plastic handle 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
its damage and give it suitable way to do-i.e. remove any burrs with oil stone. The same way applies if
something is dropped on 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 like satisfactory or
negative. The same as above, temperature difference between product and gauge should be considered
when inspecting product soon after maching. 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 togeter or fit in condition. They may freeze up and/or rust.

+When storing take anti-rust precoutions by thoroughly removing any dust, chips or fingerprints. 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 after applying a fingerprint neutralization agent, 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 acclimating to 20°c. 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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