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THREAD GAUGING SYSTEM

ETRUARSEY—Y [Limit gauges for parallel screw threads]

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

BLT—22AVTETRLOETHEEITI— MR IBRATT,
HREBLDEBEHET OIS BRSBTS -V TREL BEEZRIEBLET,

A=MVRUCAT—JIC20 T RDOES2BEICH TSN E T, MITISOISOFR S — A (6g.6HE) EIRIISD1,2,3/ S~ ARIH
VEFTOT. SEXDREICTHRESEEL,

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.

HERILUTOBEYTY,
Differences listed below
1.ISOEM T -2 HA TR B EHBRERTEAORBIFESEYELS,
2LV =T DATHEN ISOFR/ TS -2 HRATII2EEEE R TR LT HEWVWE1,2,3%F RS — VAR IL2EE EhUIghEVEIC
BoTVEY,
3USOFER/T—V AR TIE RLU T T =TI DIIDHVEIRT— I MEIEDBRARELYEUL,
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.

Z#£RQUS'—Y [Standard thread gauges]

EERUTS—D LR BEUBICZOO CEESNRUTITF—JER LI THF =V ENC
BEICEEHI—LOE->TVET,
BRT5—OFEIRELTEDNIZEE P HIETHF RENREEDDUHBRLIIBEERIIHH
VWEETIHEICE BYAEEYRANORLUS -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. BUTF5J 4 —TI3, For standard thread gauges, the thread plug
IFDHVEBRS - DBREBLET, gauge also acts as the thread gauge for
LTSI/ —SEHEMOE MR LY checking fit. If using thread ring gauges,
F_SaCHEAIShETE . EVDF—ST which are not compatible with thread plug,
N AE APt B L L ; gauges, each product cannot be inserted
Zféiﬁ;gfﬁmajbwﬁ&ﬁ#th even if passed by both gauges and may not
N = N e e e be compatible. If you have your own thread
$§&‘;£E$®n9777#—/%ﬁﬁb plug gauge, please inform us when ordering
—(L\éiﬁ (=] ‘is ¥ﬁf:(-%§hb')/7b’—‘/ a thread ring gauge.
ZRUETBRRIC. CERRVET,
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HERUET—%F (Bl: x—MVRUA) Threads of workpieces and types of gauges (Ex. Metric screw threads)

BRUARRY —IRESUICRRRAY — I DERBNEELNS
Gauges for external threads of workpieces and their checking plugs

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

SHRUARAT —J DEREMEENS
Gauges for internal threads of workpieces

THELIEBRUOARICT O -
NREY—Y EAN ZOEEICLOTLFND

Gauge for major diameter

—)

HabSEEO RIS —IhNEAIS,
LEDRIT —IHAB BN &,

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

V-4 i
Put the PC into a worked external thread GW{TEH‘O- i Jt -
THUEBRUONELC DT by te tte. WS om LEDE
C EleC - . P
. . o3 Go side of PC must go through and its ) f
4 _3
;Egbt}ﬁlﬁ%;i\fb\fggg' tJ NOT-GO side must not go throgh from GOsside _ NOT GO side
o either directions. THEUIHRUICZ DY — IR F TREHL
Put the PR into a worked external thread ANEDEIDNEDIRI . EDRIBESS AN
HBhU smoothly by hand. PR-GO must pass| . g sy N g s HRL AN er b Vs dadimletai
EORIRCUYIT-JR EOfILUY I -IR S5HRUD 1 EESEBATASBENT L,
External thread (Bolt) ‘Tﬂ?}gh and PR-NOTGO must not be|  wzpim oia ="/ (GRGE)  LD{EISIETS 4 (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

HHROEORQLUVIT—Y| |HBOBORRCUY I —IIC
[CCOF—VEFTRUTAR| |[TOF—IEFTRELRLT
EEEERGBDRIIRTE, | |AEEE.ES5HNSD 1EE
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 TSI —T (GP)
BWRAS—Y GO thread plug gauge

Gauge for pitch diameter

TIfELEDRUICI DY — I EF CRIEN

TIfELeBRLICIOY one revolution from either sides. AUTAREE . HRLOREIDE-T
TUEFCRERCRY EOROBCE, ?
CAIELE BRUDZR EOERLUY I~ BERRE TS (GW) Screw this gauge in a worked internal
[COIeTEIRIFBT & Wear check pug or GO thread rng gauge (R mEOEIRCUY 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

—IEFCTEBURUCAREE EES .
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=

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

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

LEOfIRUY Y -IREDAIRETSY (NRGF) LEbflilaUUY 5 —IRIEDRIRRTSY (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, EE5fINSH2EEZBA ThUT

HROLEDARLYY I —T
[CCOT—IEFTRUTALE
EEHEECGRORITAI L,

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

FROLDARBLUY I =IO~
JRFCHREGRUCARESE 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 EB5HDS
B2EEEBA TRUTENENTE,
TeREUBIL FOBRLICHUL 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.

LEPRIRUUYIT —IBERRIRTS T (NW)
Wear check plug for NOT GO thread ring gauge

O

ERPOLEDARLYY IY —IIT DY
—IRFCEEECRUCAREE 55
fINSH 1 EEEBZ TRUTESLT L,
NR shall not be screwed in more than
one revolution from either sides when
screwing this check plug smoothly.

FNENTE, FeELBILUTOHRUICHLTIE
TR(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-HIVEBRELTHSS—VESHERATEV, (FICRhULOEROEHICTER TSV, )

[ISOZEMT —IHRE 2,35 My —PARXDBAIGEITTTEV, (1,235 A RXNOISOEMARANYVRASEAERIBDUDAER YT 2 EHREICL ERICYIVIBRITFEW,)
BANEEERTRLALI I F -2 BET 2158 A—DRR 7575 -V TCBET 2 L5 TTOLET . RADUPRAFDEICBESN B EDHEEE D B TEET,
(BEBICTREODART I Tr—VEREBLTVBHAE B TS —STEX DB ZOEhERLMATESY, )

RLUL T —DIERT AL KIERLET O TERNICERRR TSI/ Il TARTAIEEBTTLET,

+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.
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BERUET =R (Bl: x—MVRUA) Threads of workpieces and types of gauges (Ex.Metric screw threads)

BRUARARS —IBSUICRIRAYS —Y OFERBENEENT SHRUARRS —I DERENEENTS
Gauges for external threads of workpieces and their checking plugs Gauges for internal threads of workpieces

RERARSHRHT —I (1IS)  TERRRFHRHI—I (WS)

Limit snap gauge for inspection Limit snap gauge for machine working REARFTISIF—I (M)  THEERFETISIZ—I (WM)
/ Lo TELEBRUONRICCOT—I% Limit plug gauge for inspection Limit plug gauge for machine working
SHERY —2 AMLWFNDHEDSEEDT — 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 1EDfI
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 CRIBHAT.
2 - EORIDNEDIRIF, EDRIDNEDRII TN &0
’ Bl BORIRDB L RLTS5IY — (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 Internal thread (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) FEOBRCUY T I DT R
[ GO thread ring gauge —VRECRUTARLE MBEC EhRLTSI5—J (GP)
3 FBOELRLATNDT E, GO thread plug gauge
v When screwing this check plug into new
ﬁ BYREY—Y GR by hand, in shall go through smoothly. BMRAY—Y
iﬁ Gauge for pitch diameter Gauge for pitch diameter . .
s = sy THELEDRUICCDT—I=ZFT
(o) BORIERRIRRUTS IS~ (GW) B RUTAREE. HRlDe
g If’Ebch’QUICZG)j‘—U‘ Thread plug gauge for checking wear of GR RIChfeoTEbikIFT DT Lo
Q E;—CZ%EUQ?UU‘&;%‘ ERTOEDRLYYIT—IICT Screw this gauge in a worked
a BRUDERICDIZOTED BE% DY —IRFTRUTAREE internal thread by hand smoothly.
o }EI:*Z)L__&D . LUYIH—IDLEICDIETE GP must go through over the whole
ﬁ Screw this gauge in a worked bIRIFIEVT &, 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 e s
- whole length of external thread. by hand smoothly. BREAIEDRUTS 57— (IP)
(=} NOTGO thread plug gauge for inspection
o
& [ BEREOAUYYSS~ (R) RERILOA ) ——
» NOT GO thread ring gauge for inspection RHBLRRRLTSIT - (IF)
— Fitting check for NOT GO inspection thread ring gauge TELRESRUICCDS —IEFTHE
N BIEKRUIAREE EE5MI5D
w < % 2EE FRUTF RN L,
Screw this gauge into a worked internal thread
T ————— y SUYHE—IC smoothly by hand. IP shall not be screwed in
%?bl’gb@b(ﬂ;;_@ﬁ'—_v’é??ﬁ@gﬂ@ ?%?EBIEQ;'JC;Q?EM{CL more than two revolutions, included two
TfREDRUUYSS I (WR) ;‘ﬁ};{‘:ﬁi E55ANSBRERELLALT & B FOE0ERL revolutions, from either sides.
NOT GO thread ring gauge HCc, . IFENBTE,
forworing Screw this gauge in a worked external When screwing this check ) .
thread by hand smoothly. U inti ?R WR b TERLEDRUTS IS~ (WP)
IR shall not be screwed in the worked ﬁugdm.to nhevn O[(h 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. I
THERLEDA IELEHRUICIOY —I=F TR
THLIBRLCI O —IRF TEE EBLERERL TS5~ (WF) BUCRUCAREE  EE5AI158
BLRUTAREE, EB5fNSH2E Thread plug gauge for checking fit of NOTGO side for machine working 2EELN ERUTFENENT S,
ELLERUTENBLCE, - D —— Screw this gauge into a worked internal thread
Screw this gauge in a worked external 4&@5 iﬁimggg%t{'iﬁ;_tﬂkgg smoothly by hand. WP shall not be screwed in it
thread by hand smoothly. e {ff'ﬁ(ff (1;1:_%““ 't more than two revolutions, included two
WR shall not be screwed in the < BIEUBRUTENGCL, 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, (FCALILOEHOBENCTEETE,)
[ISOEMT —TIHRE 2,35 My~ ARXDERAISHEITTTEN, (1,235 MARNOISOER/ARXANYVRAZFAERBLUDAERY S X EHEICL ERICYIVIRITTE,)
BANREEERTRLBLI I -2 BET 2158 A—DRR 7575 -V CoET 2 a5 TTOLET . RABUHPRAMDEICEESNHEDHEEE D B TEET,
(BERICTREDART T 5=V REBLTVB BRI RLUL T SO TEX DB ZOERhERLFIIESN, )
RCUTF—JIMERT LI LUERLET O TCEMNICERAR 7775 —JICTARRT3IEEHTTLET,

+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 —IARERRBRUDAEEEQRFRIESAR  [Mutually related position of screw threads & limit gauge system]

ISO%#RT— AR Gauging system for ISO class 1,2,3% 4R — A Gauging system for class 1,2,3
=S OERR F-JR% F—IDIER F-JR8
3 Gauge type Gauge symbol Gauge type Gauge symbol
3 [BIBRLYL T r—S GR |BYRLULIH—Y GR
£ | GO thread ring gauge GO thread ring gauge
=
§ | EuBRLYL I - NR | TIEALUBLUS IS —S BERIEVALUSIF=T | oo
g NOT GO thread ring gauge NOT GO thread ring gauge for machine working  NOT GO thread ring gauge for inspection
|- sr—s PR
°g>, Ring gauge for major diameter
£ | AL —ras—y po | TIEABREBEAS—S BEARREIHF—Y WS-IS

Snap gauge for major diameter

BIMBUT ST 5~ op |BUBRLTSIS—S GP

GO thread plug gauge GO thread plug gauge

EIRBUT ST 5~ NP |THRLUBLTST7—S BREREIBLTIT5 =S | joup

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—SERHECES | \U—IWRACT S | DX

Limit gauge for intemal screw thread

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

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

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

% NOT GO check plug for GO thread ring gauge
#®E | BYRRCVIr—VRERRIRTS 77— cw |BYRERRENLTST5 -2 GwW
)::] % Wear check plug for GO thread ring gauge Thread plug gauge for checking wear of GO side
78 | ALY IS~ S BB RIS S Y NRGE | LIERLIMSOSSRALT7 -5 BERLIBDAVAROLTTIT S | 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
5 IERBLY Y 5~ S RIE SR TS T 5~ NRNE
NOT GO check plug for NOT GO thread ring gauge
IEWRRLY o~ RERAIR T 5T 5~ NW

Wear check plug for NOT GO thread ring gauge

HERLUISOEMRE,2,3FMDAEME BUTF—CDAEME
Related positions of screw thread for ISO class and class1,2,3 Related positions of thread gauges
MM10 (X—MViEBRL) D35S MMS (X—=MViEBRL) D54 B 0251:2008
exM10 ex.M3
3 NP IP
500~ ig 2775 ol | of
L th ) ps
" ot 7H 3% R
400— close 24% BEFELS 6H o
Hhl 158 6H class2 — — margin for wear N §
memaitead | OH dsst iJ):‘ é
300— I — é 2
I — _|» ® & or
200— ) ) ?6 | ?6 2 %
) Bl [ |B B |® ) C s
Fr B n (5L Cl = B |a B %1
»| |C Cl 1B ® (e |m (L] B |C| & W%
10018 iy mloLl [ (B g &' & (B 3E) e |®E GP
R = |8 s " . | - |2 Pt @ Basic diameter X BEFELS  margin for wear
i e Bl |Ble[Ble |5 s |&F s s |& S o S
.0 B (Bl @l 2 B e R Fmem TR L . TNz 1DV
BE OLmE ERE| ZEE| |2 |[BE] |5 | B |2 [TIE| | eescie e o q
B3 ElElple [Blelse ¢ € € € 8§ s 8§ s g S GENFL N
- Cls|Pls |Els|R|e 57 12 —& 518 —8 8 GwW32 NN\ FELS o
AP g |HI2|Cle w2 g 2 g 2 g NES g 2655 2 - ~| margin for wear -
=100~ |4 = |5 ;; 5 || B Gl s R~ \ GR © sy TN @ «
= ?gb 2 %2 C % % | ® GRGF BEFEL S margin for wear B3 GR 7@
- — Bl s @ |L % T < GF
— 00 a4 # @5 & T 23
— C|® e & |2 e 8
L an s — 5% 5§
classt — g % t; g
g H
—300(— 3 Y g ~ LS H
o " 6 2th W . margn o et 5 WR
HRU & NRNF & =2
External thread |~ & 2.580 = o] <| WE
—4001- et L - 3y 3 N ® =R i
L 3 <
8g
o < "NRGF
—s00r el 6H,62ANRLY—Y ADRLY—
lose screw thread for 6H,6g screw thread for JIS class2
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ERT—/\RUT—IR(PTHIEE) [Gauges for taper pipe threads R]

JIS B 0203ICIRESN TR (Re.Rp) DREIERAT 2T —/ U= T ERT—/alICIEPTEHYETH REPT TR S =T PR EVET,
EEEERFORED S -V OYREDHEAANICHNITAETT,

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.

AELIERIIUTORITY, Major Differences listed below
1.RRLS =TT . PTRUS =T EERY W LU TS5 —%RU | [1. The R thread gauge differes from the PT thread gauge.
TSV TISEBTEERA RLU TS - DERICIE Thread plug are independent, and check plug (CP) is used for
B®757 (CP) ERAVWET, thread ring gauge control.
2RBLT—I CREFRAISRESNTVET, 2. For R thread gauge, the wear limit is specifild.

R PT

OFELT—TLDEEFRE OELS—T LDBEFRE
Related positions of pipe and gauges Related positions of pipe and gauges
EIREDEE

F=I\RLUVIY =Y

/Taper thread ring gauge

range of notch

" DIREDHEE 5/ tLUvIr—Y
RARSLE MAX A RARGHIE MAX range of Notoh " Taper ead ing gauge
7=/ \BRUORE T N
end of taper-external thread A A~
RIVBRITE MIN M » -
BOIHE
HIREDFE range of notch end of pipe MAAAN
T=I\RUTSI5—Y EIRRHE MIN
Teper readplig e BATRRIE MAX SIERAE MIN EAERDAIE position of gauge diameter
\7r’ww':“ BAEDE pasic Lengh
vajﬁﬁi BHFF DIKE end of pipe fitting
T—/\HRL DIHE BATRR(IE MAX
I~ end of taper-ntemal thread
EAEROMIE ?
| position of %)
RIS IY5'—J(CP) gauge diameter
Check plug gauge for
Taper thread ring gauge A N BIERGE MN
{ L FIREDHE
T=I\RLIS95 =Y
A

range of notch
Taper thread Plug gauge

T=I\RLUVIT =T
Taper thread ring gauge BEQES
43 a3
standard length

A:ﬁﬁﬁﬁ@ﬁ% Caution when using

1.RRLT =V DFE BLU T T DEFRBRERIRT 75— (CP) TRETZE TN PTRLS =V b U775V MR OHEER LI T 5 - DREICERT2A. 0T
U= EIRICERLEE DL TS - DRENS TELEEIET,

2.8 GAHRUOOTOEERY IFBHEY EICKELEVWTTEW, HIEICEHEERIFTRADHIET,

3. RALEPTRUDRGTERA—TETH. S~V REBRVETOTERIBBRITTEV F'—JHRMEI B INFTVOERICEVET 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.
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7 AUNEEERT —/ LS~ NPT

* B M i U~ XN«

NPT/¥National Pipe Taper®BsThUid+
AhIEHBNRSEDHHTHY . EHBE. O —ILE
ZRAVhERUEBICE T AHBEMES<EUET,

**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 NIEEEAMET —/\Us'—Y NPTE (L1.L2.L3)

* B 1 U~ XHnE*

NPTF(&National Pipe Taper Fueland OQil®
BT.o—IEZRAWESTHRUBICHEWVT
MEEES-EBLIICEHE N TVET,
(PCUBAIL D&, EBEIEERLAEINRVTY)
—RICEN B EM RSP REAESN DT —
NBUTY,

*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/ASMERRHE (7 xUh) OERT— /N UNPTOREILFERT 27—/ aly—
OTY, (JISOERT—/NRURXIIPTE R  AUILBRORUILAEFREZDTS
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

1P, 1P F—INBUYY 5~ Taper tead ing gauge
RABRFLE MAX & pipe (male)
I
BEODMHE _end of pipe threads @
BT BASIC //
RRFIE N E* >

RABRFHLE MAX
BT BASIC

BT pipe (female) 1P 1P

® F-IRU7I555-J
B/ RFAIE 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
ST T -V ROLT =0 HIET  BRRICLIAS—STIET—o0DE
HERZOMBEESHEHBENEREEITO. LIS - L5 —ITliteEsh
EOWLFRODBICHEELDZ TR UEBOBREEITVET, (F'—2%T7—71C
BUADEIE. W OO —2EF o EIET,)

L1.L2. L3 =S DWThEHYIREIZARELUET FHLVMER G EIE. SRAVE
HhETFTEVEA L L2 L35 =P D4R HIYREICEVT. RABRUAER Y
BR/IERMUBOYIREET—IOERIITRIO®EI 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
Fig. below.

@=Ly — EDBIRER Related positions of pipe and gauges

F-SRLFIFY - L EE
‘SHILL EXD OF TAFER TRREAD FLDG GAVGE L,

(EBSHH) T

yibus) Buidwepd puey jo uonoadsul

. FortBl Yy ry - YL ANE
LHCREOME LIEGE O GF TP THEEAD EING GATGE Lt
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[Gauges for special applications]

BERE

right angle

=

BRERERQUISIS—Y

Thread plug gauge for perpendicularity

E]ﬁmg concentricity

BRERERRQLUY IS —T

Thread ring gauge for perpendicularity

{ -

LFj

A#ERERLCTIS IS —Y

Thread plug gauge for concentricity

BRA mAx

RN Mn

A#MERERARCUY 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

2.2U—7J
sleeve

3HEF VL
adjusting screw

474K

Body

N0

'”II%

v P
/BRI T\

|
L)

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

XA

X0OOACOOOAOOOOXXX

<)

e
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BEAERERRQLST—Y Thread gauge for perpendicularity

BABULRENERAREHRAHIET S5-I TY,
BUAAZR. 7Y DiFEICT —2 OREFEETNIE
'7—7£iﬂlﬂl—6-;_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,
#HUWVEEREEZFERLCTHEBICRBE DBREDFEETT,
F=IPEAShhITRRIERATT,

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

RERSBRERBRUS— Thread gauge for deep holes and thread length

HARLOABRICAENHB5EIE. RSKRERABLYS
—J HAERUARELVRNMIBICHDIBEIE, REBR
ERBLT-C%ERLET,
REBEARBLT—VDHE AEDEVRELTEHRIT.Z
DYRAICHBLOHELG ANEERERVET , REBRE
ARLTy—20iGE. 2y I IR -BE%-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

RUREREEMTEIDOIPHFRTT,

OF -V P EFUEEBRARTEEY,
QOEBEDROHVRRT—VICEEDIZDH
EZBBENTEEY,
OEERLEVHPEELE TECTREMDIBIET,
QEEREMICIVERLP I CEAEFEL,

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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RUDBELERAEIND T —Y

=R/ L Threads of fundamental triangle

[Screw threads types and thread gauges used]

RS Bt [0 ‘
RUDERE §C B | standardforscrewthread | fa UODZEER KV ot F—IDEes
Type symbol = AEWISX thread andi gauge symbol
standard for gauge class read angle
: JIS B 0205,0209 | 4H-5H-6H-7H GP-NP
A—MVRU (38 -#8) M 4h-6h-6g-8g GR*NR
Metric screw threads (coarse*fine) JIS B 0251 #0)1-1-1 % (1) GP-WP-IP-GR-WR-IR
JISB 0206,0210
1=774% 0 EH-#E) UNC 0208,0212
Unified screw threads (coarse-fine) UNF JIS B 0255
. g ANSI/ASME B1.1 3B-2B-1B
21=J74HL (&H #8188 - —FEY F) UNC SVAS
Unified screw threads (coarse*fineextra-fine *constant-pitch) UNF ANSI/ASME B1.2 3A-2A-1A
UNEF | MIL-S-7742
UN . ol
1= TP RE<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 30
P XUBBL NNEFF ASAB1.1 0 g2-1
American threads
N NBS HAND BOOK H28
. JIS B 0226
IVVABL I o
Screw threads for sewing machines SM I-I-0 60
_ . JIS B 0225
BEEEAL BC
Bicycle threads JMAS 4002
. JISB 1173
WA HRIVE ‘“WR:
Stud bolts STUD GR-WR-IR
e . | EC . .
BEEASA /AL T AR Ly S D4208Ee GP-WP-IP
Tire valve stem threads for automobiles GR*WR*IR
HBER (/TR v JIS D 4207,1S04570 GP-NP
Tire valve threads for automobiles GR°*NR
BEERZ1V/\LTRU Py JIS D 9422 GP-WP:IP
Tire valve threads for bicycle GR*WR*IR
o o ey JIS B 8031 GP-NP
AR X/N—0TZ5JhU M GR-NR
Screw threads for spark plugs for internal combustion engines F(2) SP (3 GP-WP+IP-GR-WR*IR
S,SH g JISB 7111
BELAFEMETHRU M 6H GP-NP
Screw threads for engagement of accessories to lens front
— . ISB 71 . .
HATZHBATHL u |JISBT7I03 GP-WP-IP
Screw threads for tripod connections cameras GR*WR*IR

E () 97THRISHIEICKUEILE (2 IBRBORT (3 BILRE

DAI-ICHI SOKUHAN WORKS CO.
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RUDBELERASIND S —Y

=f/1H L Threads of fundamental triangle

[Screw threads types and thread gauges used]

HHEBE

Eol

hlnEHE 52 B | standardfor screwthread | 43 UODZ4R K U8 nggo) F—SnRe
Type symbol =T AEBISZ thread andl gauge symbol
standard for gauge class read angle
3I=F27h0 s JIS B 0201 3G5+3G6+4H5+4H6 50" GP-NP
Miniture screw threads 5h3 GR-NR
. JisB 0206,0208,0210 . .
M w SBo, | Loy GP-WP-IP
Whitworth screw threads [HJIS 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
BiRELL JE$8 thick |CTG ) GP-WP-IP
Screw threads for #©) JIS C 8305 GR*WR*IR
riquid metal conduits and fittings %ﬁﬁ thin |CTC c
. DIN 40430 80° .
BERERL Pg GO-NOTGO
Steel conduit threads DIN 40431 (NOTGOI T L— 4 =S4 T)
. JIS B 7141
BRI ML 55°
Microscope-screw thread for objectives
JISB7177 z¢ GP-WP-IP
T3 AL o
Screw threads for photographic enlargers GR‘WR-IR
60°
8mm - 16mmBRE R A UN JISB 7127 320
BEHELZOR{FHRU
($:1-32UN)
E Q) BRBORT () RIERRE () MEEOREICLS (FFRELOFAREMS)
B L Threads of trapezoid
] BB MO |0 —
RUDERE Evk= standard for screw thread | 33 LD &4 K O o rF—DELS
Type symbol =T AEBISZ throad andle gauge symbol
standard for gauge class 9
A—RLERRL v JIS B 0216,0217 7H-8H-9H GP-NP
Metric trapezoidal screw threads JMAS 4007 7e+8e+8c+9c GR°NR
30°
30" &AL ™ JISB0216 (¥
30° trapezoidal screw threads
BEANS JISB0222 x(®
29.}3%'{:'?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 fhreads 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

i (3) BEAESAR

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

BHENIBEHZAADEE hlsr—o
Type of cylinder or valve of cylinger ﬂﬁbémgﬁiﬂ?éﬁ}ﬁ# Thread gauges
ALOBEEEERE |85 | 7—7 | #FWUR) [aiwoss| - | VHEROES L Some | B w
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 201L114X%46TH
JIS B 8241 S Y% F-1\hU
MESUBNEESREH | v2 | 7-/WBU1 ogiing (s EE B8246V2 | 7354-Y
Seamless steel gas cylinders Thtz ;wneg‘aex:z g:{:;g?l“cn”e‘ar Taperthread pig gauge | 0811114 X346 TIE]
V3 281114 (24L) B 8246 V3
3 o4 e
JIS B 8244 - NBRU _;6 F=N\hU
BRTEFLOBBAR | — | 10BBU soua(oo) EEA | BgasaN2 | ULIHF-Y | 2012XY4TE
Valves for disolved acetylene cylinder Tre angl s perpendicular Taper thread ring gauge
to the axis of taper fine
55°
JIS B 8245 Vi o ‘ 201414 (22L) %56 B 8233 N1 F=1Rl 201114 X Y46 T
RALERA 2 BB AR Ao WEA =S
Valves for liquefied petroleum gas cylinder V2 28“—” 4 (26L) The 30"31‘: :X?SEL?ZTSACU‘ar B 8233 N2 Taper thread ring gauge 28]111 4X%6T§m
B 8230 V1
Vi 201114 (22L) B 8234 N1 201114X Y46 TH
3 B 8241 V1
et 26 F—=N\hU
vz | 7-IEBU L g4 (o) EEA | B8241V2 | UVIH-Y | 2BUIAXYsTE
The angle i perpendicu Taper thread ring gauge
JIS B 8246 to the axis of taper line
A AERRES V3 281114 (26L) B 8241 V3 28IL114XY46TH
Valves for high pressure gas cylinder
%%-16UNF-2A (23L) %%-16UNF-2A
%JIS B 8244 RUNJIS B 8245(C 74-14UNF-2A (23L) 76-14UNF-2A
EOHBRLEHEALTHLL, . EE)
B | 104120NF-2A (24L) T FiFaL | 1V6-12UNF-2A
_ | FTH00 60° YL R—S
Parallel external thread %-14NPSM-2A (23L) Parallal . %_1 ANPSM-2A
Parallel thread ring gauge
V5-20UNF-2A(18L) Y2-20UNF-2A
%-18UNF-2A(18L) %8-18UNF-2A

E (N BURICBEAL TR BICKRELET
(2) UNFIZJIS B 0208 R TFJIS B 0212 E DU TL EY . NPSMIZNATIONAL BUREAU OF STANDARDS HANDBOOK H-28 (1957) ICE DWW 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).
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JISICRENHHBRRVBRAARUOBELERSNSY—Y [Valves of JIS and thread gauges used for cylinders]

BRERIXITHAFROER nCsr—>
Type of cylinder or valve of cylinder ﬂ%béhbgﬁllfﬁfiﬁ# Thread gauges
RUOBELRERE |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 ine S5 K-
JIS B 8230 . Taper internal thread 55 146 HER 7757
MMBEURRNEESAASR R3/8(15L) The angle i perpengicalar - Teperthread plug gauge R%
Small type seamless steel gas cylinders lotheasofppe
FITHRL | 3416UNF- . AT . HRUTTIS-Y | 5, g
Parallal internal thread A 16UNF 2B(10'5L) 60 Parallal Paralla thread plug gauge A 16UNF-2B
JIS B 8233 N1 201Li14 (20L) N B 8245 V1 F 1Rl 201114 X 46T
BEREA AR AR SR F—1hl BB A S5k
! : Taper internal thread The angle is perpengicalar
et petrloum e~ eSO | N 2811114 (24L) oheasopie | B 8245V2 | Twwieasngguee | 281L14XY56TH
55°
N1 20114 (20L) Y5s B 8246 V1 201114 X456 TiE
EHES - et
S NBHRL The angle i perpendicalar F—N\hU
S b 2s of et | o= i ps e 3
N2 Taper internal thread 39['1'” 2 (26L) tohe s o er o B 8244 7 77’]'—/ 39”—“ ZX/ZGTE
JIS B 8234 3z (2) Taper thread plug gauge
N UNAS s o
BRERREBTLTLOBE | 1024211127 (10L) — 102420127 AsTHh
Refillable welded steel cylinders for
dissolved acetylene s
F1 10.2421427 (11L) 60° BHEA B ] 10.220027X VT8
= REhl The angle s prpengicala F—N\hU
T to the axis of pipe e o« grps se
Taper external thread U=
F2 10.2421427 (13L) Taperteadngqauge | 10.282027X VAT
E () FIRUF2OEEFERIRUCTT Y RTEIREVET., (2 BIERE

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

66
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FAUNERRUOBSRLERSINS S =Y

[American Standard pipe threads and thread gauges used]

A O BUDEE BIERNE |7-/\FE| U-7 | HEEDIBZWEFOT—H RCT—>
Symbol Type Standard Taper Workpieces Workpieces combined Thread gauges
BBU [ NPTHRU-NPSCHRL NPT R
— T AR — SN [
merican Standard taper pipe threads for general use Hhl . .
Internal thread NPTHRU NPT P
T AUDIREE
Npsc |EEMFATANELERTIAL | EABU 7 | ®ht NPTHRL NPSC P
American Standard parallel pipe threads in pipe couplings Amgir;f:?hrsggggard Parallel Interal thread 7_"—'/ \D?Q.U7°57N
BBb NPT R 8%l NPT R
= T A HEEEEF— /Nl
NETR L/ )b!ﬁ&f?;d xﬁﬂz:admr I/\m, 1
merican Standard taper pipe threads in railing joint N
o FrIppe B RO , HRl NPT R #%L NPT P
ANSI/ASME
B1.20.1 Bhl . NPSM (GR*IR*WR)
BAEATEHEAORENHAORL Sl NPSM&RU (o)
NPSM American Standard straight pipe threads ﬁmm
o ical joints for fi A . NPSM (GP*IP-WP)
for freefitting mechanical joints for fixtures Hhl N .
ﬁém Internal thread NPSM%nb E%wuggi
T A
A At N N .
Oy FyhEB 0 Ea%ETs | RrEH bRl NPSL&#HLU NPSL (GR-IR-WR)
BHAEAOHRU FHTHRU = o s
NPSL P . . Parallel
merican Standard parallel pipe threads American Standard Hhl .
for loosefitting mechanical joints with locknuts pipe threads NPSLERLU NPSL (GP' |P‘WP)
for mechanical joints Intemal thread
T AHEEERTTRLEED Bl NPSH®HHL NPSH (GR-IR-WR)
[N A 5
NPSH |10 st
merican Standard parallel pipe threads <
for loosefitting mechznical joﬁnpts for hose couplings Inﬁwﬁrleja ’ NPSH&RU NPSH (GP+IP-WP)
NPTF$1U+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
7 EEERRET B | ; %;gf} ANS/ASME | PTF-SPL EXTRA SHORT® L
NPTF Dryseal American Standard taper pipe threads [: sl Ameican Standaed B1.20.3 /16 NPTEHRL
pipe threads . NPTF (|_1 ) =]
il | PTF-SAE SHORT#1U
ntemalthread | PTF-SPL SHORT&H1a.U NPTF (L3) P
PTF-SPL EXTRA SHORT&1l
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[American Standard pipe threads and thread gauges used]

BURES BUDEH BhEMRE | T-NEE| 7-7 | #HEBEDIBEFDT— RLT—2
Symbol Type Standard Taper Workpieces Workpieces combined Thread gauges
Bhl NPTF®1.U-NPSIHR L PTE-SAER
Extenal thread| PTF-SPL SHORT&)#AL (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 SHORTﬁnU PTF-SAE P
Internal thread
PTF-SPL EXTRA SHORT#s1als | (L1 SHORT) (L3 SHORT)
NPTF®H#.U+NPSF&H1U-NPSIHia L
7L |PTF-SAE SHORT® .U PTF-SAE R
Bl pTF-SPL SHORT& 4L (L1 SHORT)
BTE-SPL | FHY— AR Al a—bi—ithl PTF-SPL EXTRA SHORT#1U
SHORT | Dryseal special short taper pipe threads
Bl NPTF&1U+PTF-SAE SHORTSHU PTF-SAE P
intemaltead| PTF-SPL SHORT %72 U (L1 SHORT)
PTF-SPL EXTRA SHORT#1al
NPTF$H1U+NPSF&H#a U NPSIH1L
0L | PTF-SAE SHORT® L PTF-SAE R
TR B o TE.SPL SHORT® L (L1 SHORT)
PET;sRF;L K54S =V THARS a—br—pl | ERmERL B1.20.3, Y PTF-SPL EXTRA SHORT®%1al
SHORT Dryseal special extra short taper pipe threads | Dryseal ;pnm?:;dsstandard B1.20.4 16 | NPTEShL-PTF-SAE SHORTSAL
lfbfﬁhb‘d PTF-SPL SHORT#4.U PTF-SAE P
e PTF-SPL EXTRA SHORT##%LU | (L1 SHORT)
Hhl . F-PTF(L1)R
KS4S— I ERERT—/hl External thread F-PTFRU 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
Sakod SPL-PTF&fal SPLPTF(L1)R
=%, = JShl External thread SPL-PTF(L2)R
SPL-PTF 27{'/ ,’hﬁﬁ? . f[’
ryseal special taper pipe threads
Hhal ) TN SPL-PTF(L1)P
Internal thread SPL-PTF&#L SPL-PTF(L3) P
TAVHERERHEAMETTONRL . | 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
7
Parallel
P 7 X B BT hL Bl NPTF&1U+PTF-SAE SHORTEH;L
Dryseal American Standard intermediate internal Internal thread PTF-SPL SHORT*‘)#&L’ NPSI (L” P
parallel pipe threads PTF-SPL EXTRA SHORTH1U
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RU AR Y —iEX DECHfl

OM5X0.8—6gH . EURI LU T 75—

@M5X0.8—6gH. TL—8H T -

3®M5X0.8—6HAENRIR LT ST 45—

CEXICIRLT

WHEN ORDERING THREAD GAUGES

(1) M5X0.8—6g GR -
ex. 1 L 1)) gauge type
L’Azﬁiﬁ’?iz class

2 LDOFEY nominal designation

(#1)M5X0.8—6g PC

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

®OM5X0.8—6HA. FL—>F 595 —-Y
(1] M5X0.8—6H
ex.

PP
T =D& gauge type

AEFY S class
R UDOFEY nominal designation

®@EYRIL LU T4 —V BOGBYRI 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 (0¥ gauge type
AEMYS X class

R COMEY nominal designation

(1) M5X0.8—6H GP
ex. — T T 45— MO gauge type
AEHIF R class
1 LDOFEY nominal designation

©BYRR LU T 5—V B EFERRT 57 (M5X0.8—6g GRH)
(#1]M5X0.8—68 GW

TT— 5—J0O¥EHE gauge type
RAE®I T class

R UOFEY nominal designation

BUF—IDEX ORI T ROBARESEILT T,

!

() BBICEVWERE CHEESh LSS BELHI)CHRESE TOALEET,
—BRISVTH.CARALRELHABBVEDE 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. QCOFUXEyF (£ 1L%) No.0—80UNF
Type,nominal diameter X pitch (or T.P.1) Tr20%2
RV%
2%
double-start thread
£RU. SERUDRE (CHREDEVEERAIFRLERVET) | 28U—N6 (EvF3)
left-hand thread, multi-staet thread double-start thread lead 6 (pitch 3)
v.3 .
LH (left-hand) b|-
BUOFERNIIAEZHI TR )

7H-6g8-2A-2B
U (CoBanBOTEbLUAZETIEETA)
None

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

F=URs (RER-ITERARE)

GE) BUICB T —VREIR—EBRESEICLTTE,

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=NBLIZTF—T

AvFULS (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)
4#5*73 0} i%‘%‘i Before plated (+0.03mm)

T A=Y 14X (—0.15)
Undersize (-0.15mm)

GRS —Y&15mm

GR gauge length 15mm
ZIENEHN P.D.9.188

Inscription added
X¥BROHEDHEFTEHIT>ITT,
*Drawing of the item is accepted

LH, ERRESHICTBAERATEVELES  BHABEVEDETEL,

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

REABRAT—JEROTR/NRFETEEBELL-AEEERAE R TEE
BEEL-AEEREZSH DTV TY,

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

NARRT -V OFEREN S SVENE

Purpose and procedures for use of limit gauges for holes

D=V ROEERPBRESNR/IEGT
EENKEVWDEIPERETIHD T EELLS
BRI TS558 - | ROERICHIE->TRVKRITRIThIZEIEE 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.

ZOTF=VI  ROERPRESN R AEGET
EENNENDEIDERETEIHDT.RICA
RIS T45— | TdBUEE A,
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.

RNRETEERKRETE

Least material limit and maximum material limit. %%@%ﬁ
real surface

LML MML
BR/N\EIETE BRASEMAE

least material limit maximum material limit

N RBERAT—> Limit gauges for holes of cemented carbide

WERDT—T DM ESKS (A& TR (CHATREFRE
HICTChABEME S —OBICERLTHUET 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.

DAI-ICHI SOKUHAN WORKS CO.
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JNARRFR T —I DA

[Shapes and dimensions of limit gauges for holes]

SEOR J\YR)V Handle AEDE

1

-\

g GO gauge NOT GO gauge g I!Eﬁb’-— y@gﬁ ﬂqiz}'d'iid (mm)
% Limit gauge type Nominal size d
= 44 = on g~ N
o Eo5—OR | 0.3ElE 15K
K K Pin gauge type include under
NERRS-Y |ARKTI75-Y | 7—0v I | 1.5 E~50LTF
Limit gauges for holes | Cylindrical plug gauge Taper lock type include include
- MIOvR | 50&#A~120LLF
1 Eyg-_yﬂ; Trilock type above include
Fig.1 Pin gauge type
A B{i:mm Unit:mm
50 andle 50 l:"‘/’]'—’/ﬁé Pin gauge type
i = ! i EUSSHE d YR 1B co-NoT o HES
bt { I . " 2
%g}gﬁ NOJTJ:G’DD;AEB Nominal size d K L Fig.No.
a— ¥ 0.3t 0.5KF
g - — = ] { ] s include include 8 46
Ka L1 Lo | [k 0.5%28Z1.0LLF 5 50 1
above include Fig.1
1.0%#Z1.5Ki 6.5 53
L above under )
®2 5—/ {0y o
Fig.2 Taper lock type HBfi:mm  Unit:mm
TF—=/\Oy I Taper lock type
50 /\WEL 50 PO d ) 1BV NRIV
Hande Elq;min;-lj-s/izﬁe d ;((3% gaﬁél NOT GO ggge L No. &5
= 74 b Handl Fig.No.
oy oy ZEA | BF K| L | K| L niny |
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 | 87| 3
10 14 12 8 8 8 99 4
Ki, L] | 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
K3 F—/\OvI# 40 50 25 15 18 15 163
Fig.3 Taper lock type
B{i:mm Unit:mm
- BB LD HUOvoRAmLE - ROy ZH  Triock type ‘
"?U"\'J').% d iﬁ’)ﬁ'] Jtl)ﬁl.l NN gn
Nominal size d GO gauge NOT GO gauge No. FON =
‘ z2 | L FIVMNo. FIVMNo. Handl 'g.Ro.
— 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
/\yh“f landle
= 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
. NUOvZRERIVS RABRRYT— 2% EX DS AT ORE RS,
120° EORROn Bol o ook type handle 14— SO LW (BRT 575 —E)
2.0 UFik (9265 E)
R 3.E4R (RDIIHHVESHTEE)
A ERFE (Jls B 7420 TIHREA. TEADKHIBUEE AN, :‘;gfmmi)
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] “JOHZ 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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F-IIN\VRIL—E
GAUGE HANDLE LIST

]

GAUGES

JIS B 3102:2001 . 5 W - ’ el sk
*E*ﬁ*ﬁs (ﬁﬁ_-JIS) Nominal designation Type
1 40 25 5 58 2.9 - EaAL i
Taper lock type
2 48 4 7 8.1 4.0 - EaAL P
Taper lock type
3 56 55 9 104 5.2 - ERmALS %
Taper lock type
4 63 7 11 12.7 6.4 - F=\ay 7R
Taper lock type
5 70 9 14 16.2 8.1 - ERmA =A%
Taper lock type
6 80 12 17 19.6 9.8 - F=Nay IR
Taper lock type
7 90 16 22 25.4 127 - ERmEA =A%
Taper lock type
8 125 - 29 335 | 167 M12x1.25-6H hUBRy 7R
Trilock type
9 150 - 32 370 | 185 M22x1.5-6H i
Trilock type
JIS B 3102-1975 L D W T " nuazuw sk
BﬁE% (IEJIS) Nominal designation Type
00 40 3.962 6 6.9 3.5 - ?T—’ %
aper lock type
0 50 4.597 8 9.2 46 - ERA i
Taper lock type
1 70 6.096 9 10.4 5.2 - EAA P
Taper lock type
2 75 7.874 12 13.9 6.9 - ERAL= A%
Taper lock type
3 80 10.414 17 19.6 9.8 - ERA i
Taper lock type
4 90 15.494 21 24.2 12.1 - PR AV P
Taper lock type
5 100 20.574 26 30.0 15.0 - EAmA i
Taper lock type
6 125 - 29 335 16.7 1/,-20UNF-2B buBy 7
Trilock type
7 150 - 32 37.0 18.5 7/s-14UNF-2B hoBy7#
Trilock type
7=\ V=87
Taper lock type Trilock type
(2) _._ Bl A
/
A /
' / 2 [
o [ ¥
T~ i ! = A é )
o B £=© B\ : ~
LS I W | i 2
\
\
L W W
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PLAIN GAUGING SYSTEM

BMABRSRS"—Y [Limit gauges for shafts]

BARR S -V EHORAEGTRERELVAERER/RETEERE
EULERIEREES DT~V TT VT r—V BB N EWTEDBDICE <A
WONET, AT -V RBEENRECRBRV P EERZEP B, LD —F
DEICEIRICESTOBTRTT DT -V e RESE 3L EN L RERHE
LMY BN TELT,

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

CDF— . MOBEES e SN R AT AT ALY
R s | IEODEIDERET BEOT EEL DL EICh
BRI TT=7 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 EA>TIREYEE 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
A0 T. F-VEN—FOOTEHICH T Z EXmELTRIBPTLIIC
LTEP I RO (WER) £65-H07-VETRAET, RERYD
BCEBERZARICOVTITV BARICRZ DR TH k(L3P

BURAT 5|y b 2Ememac B CEBLThITAIE LA,
GO gap gauge

GO ring gauge

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-JI BOERPRESNERBIERTELIREVDEID

BTN T. DR EHBERZIE. BFARZOESBUTSH
o | BCEBIDFBLLCOVTRELET, S B EE DI,

)4l =

RS T = | T OB 50 CEo TR S 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.

B FIRBTRR AR '—2 Limit gauges for shafts of cemented carbide | Sk T4k~ ik EB/INEH~FiE

NOT GO gap gauge

Maximum material limit and least material limit. %ﬁ@ﬁﬁ
real surface

LML MML
B/\EIFHE BRARMBTE

least material limit maximum material limit

RO T —T DI ESKS (A& TEMM) [ NTHEFE
M Chi-BBEME S —VBICERLTHYUET,
FRIFBERICECTHIETOTEDE TIREKEZZW,
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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[Shapes and dimensions of limit gauges for shafts]

_ @ ?20 b1
T
I I -
______ &0l &2 e
A Hao - 2
= . 4 5 [ I
5 % éEODVJEEK\?;S?;ﬁgT}(iEEUEE ©
S \% [
15 ‘
bz ‘
EOfl GO
K bl NOT GO L T
b, ®1 Fig.1
BRAT—S DER FELNHE D (mm) T
Limit gauge type Nominal size D —
ULl
Ring gauge — 2
R OO — = ¥ )_r/;\
#@MARRS—> | FOMRKRABT— 3~50 8 B ‘,
Limit gauges for shafts | Single-ended snap gauge _ f?}, =é° Sep @ —— m
Eo B
CRAREEH T — Ba D2
C type snap gauge 50~180 "3 » /
B{I:mm Unitmm &
208 ] Ring gauge 15 |
HOTED || g IRRTRST |
Nominal s/ize D 9H§ D1 ,;é K Gﬁ;ﬁﬂu{eﬁ?ﬁ(}@ G‘(;)’;a%uge be
7& ﬁ Z u'F Outside diameter D1 | - Thickness K L T
above include 9 h o e
L : )
185 2.5 20 4 0.6 0.4 Fig2 Bfi:mm Unitmm
2.5 5 5 S
5 10 32 8 1 0.8 - H‘Dﬁﬁ&&'ﬁ'—/ Single-ended snap gauge
10 15 38 10 'ﬁ.f,%.’;;fs’.i D &S
15 20 45 12 = B|L | T | bt |b2|a| a | e Fig,No.
2 1 L
20 25 53 14 ;&abﬂ&? in?:(ltjtl;_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 4 112 | 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'&ii'ﬁ'—“‘/ C type snap gauge
il T B|L|T|L |R|[R2|bt|b2| a|e
o Ly &8 [ AT i
o 3 above include
gz B 2 B 50 65 [120/100| 6 | 36| 36 | 60| 18 | 35| 15| 55
mo|ge ° . 65 80 [142[114 4145 7119 38| 18] 69
\g 2 80 100 |162|130 45| 565 | 81| 20| 40| 20 | 88
o 4L L 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 LT
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PLAIN GAUGING SYSTEM

SRR S —I DAZIX  [Shapes and dimensions of limit gauges for shafts]

EORI 1EDfI
GOgauge NOT GOgauge
1.5 1.5
M A ARBEA T — VR TIEEDZEICRYRERL THIET,
IS o el ® | L CHX ORI — S E SRR T A,
C\Jﬁ V) ﬁﬂr @ —H Double-ended type is made by request.
b1 _b2| I Bf7:mm Unitmm
L T ﬁﬁn*ﬁﬁyi’f_:/ Double-ended plate gap gauge
21 Ei FUSHED X&ES
®1 Fig.1 -y
1.5 9 1.5 %é\g;"al S'Z‘ijD_F B L T | bt | b2]| a e Fig,No.
_ above include
, 135 3 25| 50| 3 |11 | 8| 8
8 5 e S | U 3 6 30| 50| 4 |14 |10 |11 | — | X1
— 6 10 36| 60 16 | 12 | 12 Fig.1
al — o o o 10 14 50| 70 18 | 14 | 18
— | 14 18 60| 80 21 | 17 13 | 14
L/ N~ I 18 24 | 65| 80 14]5] o)
24 30 | 75| 90| 5 |23 [18 1819 | .5
b, b i 30 40 901|110 28 | 20 | 23 | 24 ’
] . 40 50 110|120 32| 22| 30 | 31
L
®2 Fig.2
CHEXICELT When Ordering

BARAT & EX OB U TOAETIEREEV,  Please state the following infomation when ordering.
1.5V DBESLOMR BRRULTF—2 A TF—DkE) 1.Gauge type (Plain ring gauge, Gap gauge etc.)

2. UFiE (926%:E) 2.Nominal size (Ex.$26)

3.EMR (BDIIHBHVEEhTRE) 3.Grade (Ex.h7)

AERFE (UIS B 7420TI3RER . TEROR 23dHY 4.Standard [ JIS B 7420 does not have a division of inspection
FEAD CEEFHNISHEICICCTRE or working gauge, but it is possible to make it upon
WELETOT. H5HUHHRIEIL, request. Please indicate in advance.

545714 IR . BR.F—JAERE) 5.Special spec (Shapes, dimension, marking, gauge tolerances, etc.)

JEE Note
F—=IFRICOEELTIE.JIS B 7420-1997 (ISOF R) Regarding gauging system of plain gauge, a confusion about it's

ANDBATICHEWER LOREY FHESINET, JEX specifications will be forecasted due to shift to JIS B7420-
DEICIFOBENEIHEREVNEEZTETEOBEHEOL 1997(ISO system). Accordingly, your appropriate indication on
=UEY, specifications should be required when ordering.

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

YRAF =D IS BRIEBRDTREEREDTHBEELLTHVWSNS S —ITY,
Master gauges are used for setting-up of relative measuring instruments, as
dimensional standards.

Z3EE Note-

ISSOKUTIRZERYAVOX—2HELELTYREV T DEHERELI-HE
DI RZYLTHF—-THBUELTHNET  BR YA VAX—FAYRAS5 =2 DH
20T 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
%Ei - L:{—F Fr—— 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
BRYZE5~Y Master gauges of cemented carbide 570 200 i 10
300 340 20 5.0
340 400 32 5.0
400 460 40 7.0
460 500 60 7.0
CTEMNICELT When ordering
YRAF =T HETEXDEIZ. BT O  Please state the following information
RECHRIZEN, when ordering Master Gauges.
15—V DB (T XRUT 5=, 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 VST (9504 E) 3.Special dimension
HICT Ch-BBEME -V BICERALTEYET, 345k E (FUR TR —SA%RE)  (shapes, dimension, marking, gauge tolerances, efc.)
BRIGEERICECTHIETOTEOE 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 DFEFE  Master gauge type

YRAT—S DIEE D7 (FdFEUS<HEND & (mm)
Master gauge type Ranges of nominal size D or d
----- YRAB) G = Masterring gauge 125, 1008,
g % YARATITHE =S T—=INOYIR Taper lock type 12, »50%&;{; i
Master plug gauge rayoR Trilock type 50%8% 100%F.
Bfi:mm Unit:mm
< RAA) >7'7' —‘j Master ring gauge
'U S, p D s =
K uq;omirgsliid 9H§ D1 };é K
R T Outer diameter D1 Thickness K
o 50 above include
el 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
. 7% ] — > ) ~ ] — 50 60 100
© PHJ ot 60 70 112
KL J\UK)L Handle 70 80 125 24
L 80 90 140
X2 F—/)\OvIr 90 100 160
Fig.2 Taper lock type
) Bf7:mm Unitmm
~OvoRARILS = g 7
120° Bolt fortjriluck type handle o=/ \I:I‘y7ﬁ; Taper lock type
BEUSS " :.
/ ‘!I ‘ foznﬁrgsﬁdd K L L1 d2 /H\/dll‘)[”‘to. &S
“ S — andle number | Fig.No.
B = ——— x| BT
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
B3 hUOvoR 24 | 30 | 18 | 110 (=2
Fig.3 Trilock type 30 40 20 125 15 16 7
o 40 50 25 130 15
LDy R () FFOT EaBL T AR TR CRfF A LET
(Note) Small sizes include 3 are also available.
f_| BfI:mm Unitmm
R — kJOv IR  Trilock type
*ﬂ;ﬁlﬁw%g‘& HUN & d % L | FLRNo. AVEINe | MBS
| = i 5T Bolt number | Handle number | Fig.No.
above include
\/\yF)D Handle 50 65 32 155 1 8 :3
K 65 80
4
L gg gg 35 173 3 9 59.4
X4 ~UOvoE
Fig.4 Trilock type 95 100

DAI-ICHI SOKUHAN WORKS CO.
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F—I\%'—3 [Taper gauges]

BEAR
7_-—'/\ob_'—':/£i7_"—/\°§glﬁ:la)7_'—/\ot7_'—'/\"a)g$ EATE wax gauge diameter
B (KBERUPNHR) OBREICAVSIET,
—BTF—INT ST =SEF— NG =T DS %\ >
1. 13DH>-—HDEES S DR REBUETH, W o

PREERIBRBOERE TN EIFAEAP I MAER
RARICHPBEIICLA-BDHRIEBILET . (msm@)

Taper Gauges are used to inspect gauge taper and the taper's standard
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 (B) BBRKXTF—NNVTHF -2
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).

B/VE min

B{Z:mm Unit:mm

— egs as . %47 — IO REDAE (£ V2T) 1o f length
F—=INF—= DR How to use taper gauges o T = = ( v ) olerances for gauge length (um)
R . & length
FoINF =TT = URERETHE —MIL T~ \ROBRER . F—/NTFTF—SORRHOE [ T IT9 IT11 IT12 IT14

ERHBNLIFEEEEICL, F—NBOREL T/ TS =S O NinlHEE EAEICL . REORE
FHOBEEOThORICE>TATEUELET, TETNERRIC, F—/ U3 AL REETOET, 6 10 36 90 150 360
WUREZITICI. TITORECTIN—R—ZAMEE—RICEY . T—NRICAh D TDICT T %R 10 18 43 110 180 430
UIREBIE T, B> TV BBME TN —5 @ RBARD S - IS TUESNBDT, Chick->T Y7
DHEELVET . b5 SEURBERMTICIL ROETEPSLETT, 18 | 30 52 130 210 520
(1) F=SSTIHBE LCGERL BTN EREDHBENEVESICT S, 30 | 50 62 160 250 620
(2) T —F I RBEFES—TIC— IR D, — BB ZNBTHEINE TS BE-LE0E

P BYRE RV SETHEICRYES 5L BETT, 50 | 80 74 190 300 740
(3) F—SEMBICANBRHRTEWMCEOPSEVESICTEMEEL TR,
(4) B 75U ELSC TREEAEERL. VST 5 —BEHTFABUIBFIE P51 /BEES ., 80 | 120 87 220 350 870

BEIHELET, 120 | 180 100 250 400 1000
(B) BRI -V ENRERHLET . COBFSMEN ZOD5EVEIITERELTFEN, JIS B 0401-1:1998 K J3kFx

BH - RLOBREICHLLUPRAVSNET,

B{7:mm Unit:mm

For inspecting tapered products by taper gauges. Generally the inspection of the taper hole is done at the base of Y. 7\ 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 %g,ﬁ% BEEDRZE (£ V4T) rolerances for gauge diameter (um)
of the taper shaft 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 #87.2bove | BUT nolude IT5 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 54
between gauge inspection. 120 | 180 18 25 40 63
JIS B 0401-1:1998 K1k
e _ F— I NEEDEH _ .
o E)‘CL%bT 5 yqy ~~Grade for taper angle T —INAFE (F V2T) Tolerances for taper
F—INF=DkTEX DL AT DR E SRS, L§é®Eﬁme ATa ATa ATE AT6
O - ofs A = O T AR LY S o engtl
1.5 =S O (E-NAF— 1N =5 7= N =IRE) ééi T
o1 s - above include
2. AL I3ES (MT No.3% &)
34T (IR FR. S~V A% 22T &R E) 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% 5%
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F—I\5—I D4k [Shapes and dimensions of taper gauges]

E—IVRTF—=I\F =T

Morse taper gauge

XY IR CHREDRIFTIREL L E W,

#Please state tongue drive if desired

S
7/24 Taper gauge

[E#R _marking line
are EifR_marking ne

R _marking line

a/e\

_m

od

e

¢D
[\L

==

)

L a L a
s o JIS B 3301-2008 e L o MAS 701-1996
FE#E<Fi& Basic dimensions Efizmm  Unitmm E#E<Fi& Basic dimensions E{i:mm Unitmm
- . =\ T—I\EBDFE Tapered part F—/\ taper s-\Enss | 7—/\BOFE (mm) Tapered part
S NEE F—INH 7 "ﬁg" R L Ll F_NEE e TIAROH — perep
! (HE1E) IHREE|  of2
Taper number Ratio of taper Taper angle D d L a Taper number el Half angle D d L a
MT O 06246012 | 119212 | 0052051 | 29816 | 005 | 6442 | 50 3 NT No.15 724 | 0.291667 | 8'17°50” | 19.050 | 11.179 | 26.988| 4.8
(258'54°) NT No.20 7724 | 0291667 | 8'17°50” | 22.225 | 12.501 | 33.338| 4.8
MT 1 059858:12 | 1:20.047 | 0.04988:1 '2?5%72‘;" )| 12065 | 0396 | 535 | 35 NT No.25 724 | 0.291667 | 8'17'50” | 25.400 | 13.824 | 39.688| 6.5
VT2 05900112 | 120020 | 000951 | 28618 | 17700 | 1asms | o4 5 NT No.30 7/24 | 0.291667 | 817'50" | 31.750 | 17.859 | 47.625| 6.5
SVATe | e ST | @strarny | 1 § NT No.35 724 | 0.291667 | 8'17°50” | 38.100 | 21.431 | 57150 | 6.5
MT 3 0.60235:12 | 1:19.922 | 0.05020:1 (2?5827.3‘1,,) 23825 | 19.759 | 81 5 NT No.40 7/24 | 0.291667 | 8117°50” | 44.450 | 25.466 | 65.088 | 6.5
5757 NT No.45 724 | 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 063151112 | 1:19.002 | 0.05263:1 '3‘“?-0%1,‘;3"' 44.399 | 37584 | 1295 | 65
MT 6 062565:12 | 1:19.180 | 0.05214:1 (2?5%‘??3") 63348 | 53850 | 182 | 8
/A 7 Tolerance grade Bfi:mm Unit:mm
N\ ol e 2 = o A
A 3= Tolerance grade Bfzmm Unit:mm s EE DOFhHEE F—NORE LOikE
—  emm DOHRE F—N 5 F—INTSY | F=NTGHE-S T b Permissible Permissible deviations Permissible deviations
TNES i6-JS6 B RE | FsanHRE | BEOSFRE ElEElr Ul deviations on D on taper ratio on L of ring gauge
Taper number | Allowance 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\F—=Y JvATRAT—I\ =Y |
Brown & sharpe taper gauge Jacobs taper gauge EI4RZE noten sy
B marking ine >
I — = :
. t
XDADF I SEN R THERLEE L,
3%Verify dimension details when you order.
= SRR
ZDDT—)\J'—) [Other taper gauges]
FT=N\TSI5 =Y et AU MZs Lo b))
Taper plug gauge Taper ring gauge
———————— -7
[m]
H-4L—-——-}+19%§8
L1 10 + +
L L
L>50
B{7:mm Unitmm B{7:mm Unitmm
F—INTZJ 4 — Taper plug gauge F—INU2 T4 —2 Taper ring gauge
WU d L . a RO D . o AFE
Nominal diameter d Nominal diameter D Marking face
5<d<8 o D-2 4<D<6 35 —
8=d=10 L4008 100 6 6<D=10 40 38
1=
10<d=15 L2400 5 190 10 8 10<D=20 50 48 EERY
15<d=20 13 11 20<D=30 65 62 doubleface
20<d=25 18 16 30<D=40 80 76
25<d=30 R 20 18 40<D=50 95 91
35<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 EERY
50<d=75 Li=8001E4 180 32 30 80<D=90 140 136 singl face
75<d=100 Inthe case of L1 801180 36 34 90<D=100 160 156
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GAUGES

IL=05=IV5VAF A
PLAIN GAUGING SYSTEM

ZODDS'—)  [Other gauges]

3 e 7= cae W ES45— Height plate gauge
T ] BAHOMEI OB ORSERET S5 —S T HI0
[ r

Lo E3REDFBUETH1(a) BT -TVERBICF L
e ([l FEE XTEY ERICFEEEEFNEAETT B (b) 13
B | P BOXEVBAICAVShET, B (c) BFOBLS
|l == ‘\HH B ROBABETORSERE TS5 —ITY,

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 45— 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

AIEEB

part

pi::[o]
GO

W RE S —2 Depth plate gauge
. L BRAROLIBGE HEIPOORSERETSICER2(a) D
7 o 7 e EIBHOHAVSNET, 05— JRH B S~ T LR

CARICF L8 ERICF LR L EUIAREBYET,

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.

Al

jul=3
=i
measurement part

REHFPEVBEICIER2 (b) EAVET,

S
)
frif e

Ok
=
measurement part

Wigs— (X&) Feeler plate gauge (Key way plate gauge)

(@) ‘ (b) HI—-OHDEPE—BOBEEFRET B F3DLIL
M2 R85 =2 RIES - BV hET S —SERETH OFEICHE LTS
Flo2 Depthplte gauge nE¥, HBERS a)X=5 b)5<X=15 c)15<X=75
L To inspect between color and width of a keyway, etc, use a
] o> T feeler plate gauge as in Figure 3. The gauge part is finished
@ kg parallel and flat. Size a)X=5 b)5<X=15 ¢)15<X=75
8% ° e H L T — —
) B I b 27544 —  Spline gauge
(@) | AT IA BN IBERITOHMERDBED-HIZALS
— = h3HDTIISICHEShTWAARZTS( BEE
L T B kg RA R 2—bRTFAERETITF—VPRISLE
& -2 ‘ bl litg a°” {%\ E AEhTVEY,
28 o 2 r U zosqr—sumenrssr-seuss5—vra
I I — ] SFIEY Bk TVET, COES AT SA L EBET BBRS
(b) (c) —JELTR AT EHONE. AR . HIEEZL—>
AT - TREV BEABEEXTI1 UG 5=DT
X3l — BRELET, RTFMRORRETL—2T5T 5=,
Flo Feslrpiate gauge BREFRTSITF—T HBENIES - TREL. B

BREERT AT TV THRELET R4S
A= DRRERLET,
Spline is used for transmit power between shafts and holes,
J7\_‘ 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

(72 N

i

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
gauge. The minor diameter can be inspected by the flat

KEDMOEHRST -V HREBLET, BRAVADETIV, . .
%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.
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ISO80369AYI 7L YRI5 ((Falds Efd: REAIRIY)

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

ISO80369HYI7L/AIXRT Y

EEAIXI2NOBREHIEEERICISO80369)—X M/ A
#FaAxyeplEShEL:,
ZhICEVWGER DR THB1S0594-1 R UISO594-2hEElE S h
U7

et FERME—. 1ISO80369A DU T 7L > XA 7 2D EMENT]
BETY,

[Reference Connectors for 1ISO80369]

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.

¢ Y7 7L X2 2151S080369ICFEHSN -, iRh. D BS54t
UNVY BB &Y EFIEGL. SHEREARICERShE Y,

¢ T77L 2 ROARTZLISIHISO80369I 3T ST BT —/NE R
BRERADOAV FIVF—JHBHELTUVET,

MM IS —-IEUTHE-EEL I VELTHRfTICEKY . EERE
BDBEESNZT—NBORELEERELTENEEEEF
ZLLEY,

¥UT7PL 2OV 23 TEREICAVS S -2 TI3%<.1S080369I-EHSN /-4
BEHRICERTIREN R TY . TDEOEHRIC U EI L EELIET,

- 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,-212850) Fi7=ITRRE S /-5 FREIRI2DBIEES
New standard that replaces 1SO594-1, -2 No. of standard that specifies new connector
TN AL 1SO80369-2 %S 27 LR UEREIA RAR T4 1ER
Taper gauge Not specified Connectors for breathing systems and driving gas Currently being prepared
. 1SO594-2 Fig.5#0% SHIEEAENIX I %E
Fig G 1S0894-2 Fig. 5 or equivalent 1SO80369-3 Co;ﬁggsﬁoﬁ?;estiz\lgtids Estfgilﬁjg ZFJTIingmB
- 1SO594-1 Fig.54H% P ryep—— N
Fig C2 | 1505941 Fig, 5 or equivalent Is080369-4 | HRUBRERILTS ol BFE
- 150594-2 Fig. 618 onnectors for urethras and urinary organs Scheduled to be prepare:
LS8suscag U77L>Zax94 Fig C.3 1S0594-2 Fig. 6 or equivalent 1SO80369-5 Hﬁ7m3§ﬁa:7~‘79. 201 63—3}3%’]@
Reference - 1S0594-2 Fig. 748% Connectors for limb cuff inflation Established in March 2016
connector Fig C.4 1SO594-2 Fig. 7 or equivalent 1SO80369-6 BEHmAROIRI4 201643 A 4IE
i 1SO594-1 Fig.4#H4 Connectors for spinal axis Established in March 2016
Fig C.5 1SO594-1 Fig. 4 or equivalent MERN Xt B TEHEREgE0ax74 20165 1084I%
Fig C.6 1SO594-2 Fig.8#8Y 1SO80369-7 Connectors for intravascular injection Established in October 2016
18 & 1SO594-2 Fig. 8 or equivalent syringes and hypodermic injection syringes
B IS080369-7 ¥U—X 1S080369-7 Series
Fig C.1 Fig C.2 Fig C.3
Fig C.4 Fig C.5 Fig C.6
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hiEy—
Grind Gauge

B ER. 1o R BR. EER. TIXF VI XM,
IV EEBREMBEOBRBROXEZIEBEL. BE (B—
BAEM BYORRE) 2T fl. 2HAEES B CRETEICHR
ABEY —MRENSIST IR =D (/I TFA R A—A) &
HIFEThTOET,

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).

fEM7AE [How to use]

HWMETF—VDBOLEIAIERE  RIL—N—6F—DLEE
ICBBEIICHTEPSFRICIZEY . AR O FICL-> TR
SNB/NF—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]

R SEREMEEREL T OmmUL EORH 3R LA TERN:
MEOBEEHRARIETY EFISEIEVIRL. ZDOTFHEEHF
ALEY,

BAHRKRTFME: - 2#ICU. $D E20~30° o HE i
FHEELROMABEOBEKREZHRARIET,

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
WO REEEOE E [ TEES 30V | To lay the gauge and observe from position at 20~30°oblique above.
sample of Distribution map method sample of Lines method gf:fét:gnread scale at the position where grains start to be in tight

{1#% - <& [Specifications & Dimensions]

7 B XAFULAE TEfHSs

Materials of Gauge Stainless or Gauge Steel (SKS-31) 210
2 4 7 BEWNE o
Type Single Groove or Dual Groove ©
Hl 7F & 0~25um.0~50um.ZzN1th o 12 15 12 15 12 18 I3 [= 12 = le 8
Measuring Range o

2 <t 3 9
AR E 240x88%25 g

(mm)
Dimension (mm) 88(W) X 25(H) x240D) [T
35 170 ‘ '

DAI-ICHI SOKUHAN WORKS CO.
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TEST BARS

TAMN—
TEST BARS

FAKNIN— [Test bars]

Bfi:mm Unit:mm

vu—y

100 175
F-IMNoONo. 2, . 8 F—/iNo2 eype
TaperNoONol O T M15x1-6g Taper No.2 M27x1-6g
IS under cut R HIF _under cut
Q
7-/(No05: "
TaperNo05 o
E-NRF—/MFF R~ = - 5 2 g g
Taper No.1 57
T, AT RSB EOFTE, RFE. B
N \ = - L4BR
DN EDFENRBERBRICERAVWELET, Tepertiod [ Jrasas-cs 9 o 6(7) [©)
E Lt ! #E(F under cut =
It is used for static precision testing of tooling machines, measuring 1 — = eﬁ = === o
devices, etc, for parallelism, roundness, and run out of the rotary shaft. 4 o I )( 1 f‘* gl Q|
X% FEE] 7—/\No. | BI&ES 86 T (25)
Division Type Taper number Fig.No. (229) [
0
i 335
1 Tortodles EC I - o), |
5 = E T 2 [Magx1.5-68 g = U0
T T-NAF—IMEF A i IS wgre g g g
° X 3 N ﬁ} —M 4 3 o
S AR 1 == LK
¥/ & | Testbarwith morse taper 4 - —
o Fig.1 7-/MNod 109
2 5 TeperNod 109 |(32)]
< g 51105 138 (110 (115)
7 = 6 TaperNo5 136
i = o= oo 80
T 8 )(l")‘77/207""/\ﬁ7'xl‘/\" e 4512 =
A % | Testbar with metric 1/20 taper 100 7)o TaperNo§ s I Meex1.5-68 _ao) | (3)
I‘ - 30 g U | [ BT underaut E &>
A 15 v Z o =
U | Bg-ritzans- |40 | mp ; % s e EE= R
Test bar with 7/24 taper Fig.2 ‘/r/ L] S=S
" P 45 b 190 = g| (32)
50 4 10 a10) a1s)
AR _ . o .
FAM= | & AT AN = _ X3 AN Y YooT —1¥F T RN~
Testbar | Test bar with both centres Fig.3 st 285
~—/\No.80No.
Lt ceire hoe ;auevNUBU‘Nn\UO . ABr (10) )
] MB5x2-6g ;ﬁ»f‘ﬁ
g | T e ut 9| D
- g % Z . A==
: S ] gl g N g g
; 3 [ K| sl 8 =N V8 s
V SN ——
7-/No80 204 Taperog0 204 ] | = Bl 32
7-/MNo.100 242 Taper No.100 2424 110) (110 (115)
B ) — o/t — N
BEE40MMETOHD For 40mm or under .I :E_“JZT_} \1\_17_1'\} \_
Fig.1 Test bar with Morse taper
I 3 I o
3 3 €4 S
235
L 7—/No.30
Taper No.30 E1F under cut 5(7) T ®)
8
E3 Y oHF A — 777 g i S o
Fig.3 Test bar with both centres ! / 91 EEE=\NEK
70 | (223)
Bfi:mm Unit:mm , 335
7-/iN040N0 45
¢D RS L Lenghl Tope o dONod5 I Lo e
(8) | 25 | 40 [ 50 | 63 | 80 | 100 il
~| // L
-9 / = al & +—
10 | 50 | 63 | 80 | 100 | 125 | 160 S — g ﬁ;} g3
(125)] 100 | 125 160 200 ot K
T 0.4
16 | 100 | 125 | 160 | 200 | 250 To o0 357 (95) a10) a1s)
(200 | 100 | 125 | 160 | 200 | 250 TeperNods 110
- 335
25 | 100 | 125 | 160 | 200 | 250 Zomeso
. 1S wnderct ~00, | ©
40 160 | 200 | 250 o e
7 ;
1% oDIC () BRHIHEIR BB ERLE, | B sl g 1N o
Remark:¢ D in parentheses should not be used as far as possible. JK| k) KR g
(110 (110) 15
B2 76457 —) Ut EF RN —
Fig.2 Test bar with 7/24 taper

JIS B 7545-1982& V) k¥
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F=IBEREWEL BEVWETELEDIC

N\ ke FOEE

=T EREUN OB TELEVTZEVFIZIL F YR
IWADORDUICRUr - R 2EMBEORNIGEL Y. F—
CRECETPHEORERICEVET A . TERKDY (N>
Y= AT FAAGER SR EAMELTERTBL) IIE.
HEEALBVTEN —EZDLIICHEALLEDE. -
ELTOREBIIMREE TEBVIEPUD IFZEICE->TIIR LM EE
RBEPHIET,

F=III3 EDEEE EOERICKUSIF BRI HUETOT,
BEHREETHEBLTZEVAHBUARR S -V D5E.
CUBLUVRRELB LU BHFICE>TOET O T HFREGSRR
EREH. PSR FZ 3T EEISFEEIIT TS,

=T ENCRIVERVEEOBE TRUEF HET KBO 7 —
IHBNRIVEHTETLSE . BhBERPRETEI LN H
NETOT RHEBLTEZL,

BRI EERBICH BRI IS — DL LB EE LBV TS
28,
ETRB.RELECLNERECEHPELITNDHIET,
FVICLTERETESECTEH TV ORBER. RS
ST OFRICBHEEELET,

-SALMERASEIR (VPIAHK) ORUJBROERIZ ARKEGFKRT
Fak->TLEIVFHllIS BFp#EETiGSmICHVahE
BLETY,

N\ CEAROEE

=T EERTARICIE. S B RURBERHEARIAN T
BETEGHFRTIL BV EENVERBETIHEESTE
é" \O

(ERATREICIE. TV DH B LAV EEEHERL.H. B PR
U RERENIAGEICE. TV ALY RBEREETTORVICRE
LT,

N\ CEREBORE

AERICEBEL TS S —JICEB e RS ERUALTHERLTE
SV HAD BRYYBEEELGA>THDIEERERRLE
T2 FERALETARCHECUIARBLTVBEE LS —
JOEFRERDET.

=D BYRPBBEEERLTHSUEURIF - IR
EEERELET  AUARAT - DHEA/IE. AUAL - B URNE
BETV. &9 OEBEHPRCILICE->TWAIIREERLET
EIILTHESERWVWTT ABDHEI. ZhZFhD T -2 DH
EEREICLIET,

=T TCHRERETREEOHIE BRI - DG4S,
FRRIELTH -V DBRE AT —-CDHAIE MEHHE) ELE
TN EWTF =S DB/ AL RETECEEZDHBUVHIEELNT
TR A . AHE.EREEICL>TERYETHF EHYD
ETEVWTHBELDPIET  —MEICZ~ENEEDNTVET L
RABRARTZT5 - DHES. FURICRELFEHIEZDWIT
BULALEEDLNTOEITHF KEICEIhLEDHICTION T
BC.H2ERCEINEZOHIZIONEBEEShTVET D ELE
H.FOETNRIVEEILD TRUATHEEE L FFRIAEV
BELUSHILTIIBYE R A RCARBRRY TS5 - DiGA L.
F—=UEEELEAEF I >TRAUAL ERFOMNLIHFIMHS
BODTENTT,

84

ERT-NRUS—UTERRLERE T8 5V REE
TEEICKhUADE FENIChUAThIRTE<EVETDOT. B
HDBUAHIT ABEICIT> TS,

CHBOOTOREICKREFIET TR DPANEEF HBEHTE
ICHEWEELSEE T FIC.RCRREDESICERE2LOE A
ICEBHIEBEDIELPTVTT,

=D ERRIE EVOEOEADETIDAZTENE, “BLD
EHECBTEBRCEDTELLEBFEPHIET . CDE
FIHBOAESTHF VBB OFIBND BUETHFH.ED
KEVWSEDR L LOEYFHHDPVEDIFEEICITOET,
<7J'bf—:0>;57;t1ﬂ§£:ﬁ’éoté:%tis*if:cziiz-}v’]/\‘/v—'f‘ﬁ )

VOBODEIENTBIK D ST E DT PICBUTRERS £ THR]
OBEENTT,

=Y DESETRENSGERLET R THREEICEELT
LE-7-Ex BEDRREEBRERL. 7IVACYRXERTHLA
WEBRETIEEBEYRVEBEIT>TEIV T2 D LEIZYE
FELEY, DY UEEEBRBETY,

BAEL T =D I3 SR B EPHEL T - DEFREREDHET,
ZFDEXIIPEREL T,

RUVER. =28 REF THO TV REFORMTTEE
tEECET ABHEICIIZDOERICLIH RS EZEBLEITO
EEVERAMIEZORRES -V RETIEEHRABEICH
MET—VDBEEEEZERBLET - . HENHEAUTERED
BEBHACESESTBL. T 75—l E N AL &%
REICEZDTESERLETS

N RO

WRET—TV . HBNSTIT DLV T U ERIISHED
CTERETRELEVD TV BELEY  EREDRRICAE
BEPBIET,

RECELTI ER-TUB-HEREEELCEEL . HXHKE
TSV S —V IR DBV GREE (DD BVE
FICREL TSV @R REL TR O -2 R E 3%
HMEFINT DD THRID GNP RF 2 Z>THORFMEES
PELGBITETTH QT -V LT SERICAT,
F3BERE S —VEICHEL TH @K BB LR 55
PiERERER AL LEDHEIFHIET

A\ FEEE L OEE

=R EFRICEEL.EFREEAEEMKL T . EHNERE
EIT> TV EFEBREBA LS —VIdERLTE AU Y
A TIRD AN BWDTEIFERITEL TS,

HF—I<FEIZ20°CTEHONTWETOT. BEREN20C TR
WIEEI320°CICHE L. TERHE LTSV E - LRI
DIHFEIE. TOv IS =V EDBEEISEELTLEEL,

FEEERCIL, BB E LRICEB AT EH SO FR/PE
EybEERFEVD.FF TR EIE R TTEEN,
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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.,

-1t 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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