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ABSTRACT

High speed machining was accomplished through the technological advances which covers the whole field of
mechanical industry. But tapping have many troubles because of its complicate cutting mechanism, for example, tool
damage, chip elimination and synchronization between spindle rotation and feed motion. But High speed tapping is
so important that it marches in step with the flow of the times and make improvement in the productivity.

In this paper we analyze mechanism of high speed synchronized tapping with the signal of tapping torque and
spindle speed obtained through the newly developed high speed tapping machine(NTT-30B). We made an experiment
with this machine on condition of various speed from 1000rpm to 10000rpm. As one complete thread is performed
through the whole chamfer cutting, cutting torque increases highly in chamfer cutting, but smoothly in full thread
cutting functioning of the threads guide. And the size of cutting torque according to spindle speed(rpm) was not
enough of a difference to be conspicuous.
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