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<Abstract>
As the products such as HDD, Notebook, PDA, and Mobile
Phone become smaller and thinner, the radius of threads as well
as holes for assembling those products become smaller, even

down to 1Imm. To produce such

small holes and thread

efficiently, multi tapping is highly necessitated However the
multi tapping characteristics is not well known because its
complicated cutting mechanism and thus the quality of the
produced holes and threads is not well studied yet. In this
paper, experiments have been conducted for small-radius threads
using M2 and M26 and M3 cold forming tap to investigate
multi tapping process using several useful signal such as torque
and Z-axis encoder pulse. The surface and profile of the
machined threads have been magnified and observed through a

SEM.
Keywords : Multi tapping machine
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Fig. 3.1 Relation between cutting force and

time, using 3 tap (M2x0.4, M2.6x0.45,
M3x0.5). (c)M3x0.5

Fig. 3.3 Photographs of the inner surface
of using 3 tap(M2,M2.6,M3x0.5) at 800
rpm.
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Fig 3.2 Photographs of the inner Fig. 3.4 Photographs of the inner surface
surface ofusing 3 tap (M2,M2.6,M3x0.5) of using 3 tap(M2x0.4, M2.6x0.45, M3x0.5)
at 400rpm. at 1600rpm.
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Fig. 3.5 Relation between -cutting force
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at 400rpm, 800rpm, 1600rpm.
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Fig. 3.7 Photographs of the inner
surface of wusing 2 tap(M2.6x0.45,

M3x0.5) at 800rpm.

(a)M3%0.5

Fig 3.8 Photographs of the inner
surface of using 2 tap(M2.6,M3x0.5) at
1600rpm.
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Fig 3.10 Photographs of the surface of tap
using X-ray.
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