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+ The handle section uses a ratchet configuration to prevent over tightening.

* The material of gauge is Gauge steel (SKS3, HRC58 or harder), and the gauge has exceptional wear resintance.
= An inspection report for the thread gauge is included with to provide confidence and assurance for users!
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A passing evaluation is that the GO-side thread plug gauge section can be easily inserted in a tapped hole and stop up to the end face of the gauge stopper.
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GO side insertion not possible = FAIL Stops at tapered section = Pass Reaches the end face of the gauge stopper = FAIL
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Type of thread Pitch Thread Stopper Stopper Fuil Imgth Hexagonal hendee Gauge type Class

B coarse
M1.6 0.35 B coarse
4
M1.7 0.35 B coarse 35 6
M1.8 0.35 B coarse
M2 0.4 I B coarse 30
4 7
M2.3 0.4 B coarse
M2.5 0.45 B coarse 7
4.5 6.5
M2.6 0.45 I coarse 10
M3 0.5 B coarse 5 6
M4 0.7 B coarse 7 9
8
M5 0.8 B coarse 8 8
GPIP
M6 1.0 B coarse (JIS #%ZER)
10 9 10 (for JIS inspection) I
M7 1.0 B coarse (JIS 4% )
GPWP (JIS class)
M8 1.25 I H coarse 125 10 (JIS T1EA)
12 (for JIS work)
M8 1.0 #E fine 10 12,5
M10 15 B coarse 15 11
M10 1.25 #E fine 12,5 13.5 14
M10 1.0 B fine 10 16 GPNP 6H
12 (1ISO) (ISO %4k )
M12 1.75 B coarse 175 1.5 (1O class)
40 ¥ M1.4 [5H]
M12 15 #E fine 15 14 16
M12 1.25 #E fine 12,5 16.5
M14 2.0 B coarse 20 12
18
M14 1.5 #E fine 15 17
M16 20 B coarse 20 12
20
M16 15 #E fine 15 17
17
M18 25 B coarse 25 13 -
M18 1.5 #E fine 15 23
M20 25 B coarse 25 13
B fine
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Type of thread [ #87E0.1 mmEfiz] Thread Stopper Hexagondl hende Gauge type

I8 coarse 12~50

I H coarse 1.4~50

B coarse 1.4~50

B coarse 1.4~50

0 H coarse 16~70

B coarse 1.6~70

B coarse 1.8~90

B coarse 1.8~90

I8 coarse 2.0~9.0

B coarse 28~125

B coarse 32~125

B coarse 40~175 (JISG*EEHE)
(for JIS inspecti
B coarse 40~175 oS ipspecton WIS ]Ey?ﬁ)
GPWP (JIS class)
B coarse 5.0 ~20.0 (JIS T )
(for JIS work)

B fine 4.0 ~20.0

B coarse 6.0 ~ 25.0

#E fine 50~ 25.0

#E fine 4.0~ 250 6H
(ISO &4k )
(ISO class)
#M1.4 [5H]

B coarse 7.0 ~ 30.0

e fine 6.0 ~ 30.0

#E fine 5.0 ~ 30.0

B coarse 8.0~ 32.0

#E fine 6.0 ~ 32.0

B coarse 8.0 ~32.0

e fine 6.0 ~ 32.0

B coarse 10.0 ~ 36.0

e fine 6.0 ~ 36.0

B coarse 10.0 ~ 40.0

#E fine 6.0 ~ 40.0




Specia Configuatons
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Measurement of threaded hole coaxiality (alignment) Measurement of threaded hole and tapped hole
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s« Threaded hole coaxiality can be measured by attaching s« Both a threaded hole and a tap drill hole measurements can be
a pin gauge for tap drill hole measurement at the tip.. made with just one gauge.
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Measurement of helical (planet) tap machining allowance
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Not-go side section is only 2 pitch, but removing the stopper make calibration as standard thread gauges.
Removing the stopper does not need an exculsive tool.
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Remove the stopper. Measure the go side. Measure the Not-go side. Set the stopper.
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