JOE NaME  Tap wrench

Uk PRINT NUMBiK:  Cl-A-8 ITLM: Handles.

INFORMATION: The tap wrench is a tool designed tc exert ecual pressure
or a tup, while tepping, in order to prevent the breakage
of a tap.

PRIMARY SKILL LEARNED: 1, Cut right harna ‘nread with tool bit.
2. Cut left hanc trnread with tool bLit,

PRECAUTIONS: 1. Note that one handle has - risht hand thread and other
handle has left hand tnre - ..
2. Make block first so that y u may fit threads to block.

STOLK:  5/8" Diameter Cold Rolled Steel.

QPiHATIONS: Cut stock to 5 3/8" length.

Face off and center drill.

Turn cn centers to 1 diameter x 4" long,
Medium knurl.

undercut knurl.

heverse piece, \use coprer to protect knurl).
urn to 370 diameter x 1 7/8",

Lat trreads,

.
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JOB NAME Tep Wrench

BLUE PRINT NUMBER: Ol-A-8 ITEM: Block

INFORMATION: The proper size tap wrench must always be used when tapping, too
large a tap wrench will exert too much pressure and break the tap.

T TN N E am e

RIMARY SKTIL LEARNED: 1, Drilling to simple layout.
2, Tap left hand thread,

PRECAUTIONS: 1., Allow .0l5 on a side for grinding,
2. Make sure the letter "W" drilled holes are drilled in
opposite holes .
3. When milling radius keep same side of block against
stationary jaw of vise,
4o When tapping left hand hole turn tap in counter clockwise
dire ctiono

STOCK:  5/8" X 14" Machine steel

OPERATIONS:s 1, Shape block to size.
2, Grind to finish dimension,
3. M1l radius,
4e Drill two 5/16" holes,
5, Drill "W" size holes 7/8" deep in opposite holes in opposite
directions,
6, Tap holes,
7. Cut piece in half,
8, Surface grind ends,
9. Mill 90 degree angle
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TAP WRENCH
Z Handles

Select two pieces of Cold Roll Steel,
5/g" diameter 5 3/8" long,

Fig. 1 Face and center drill in a three jaw chuck.
( two pleces { Fig.l

- Turn the outside diameter of both
Fig, 2 pleces to 1/2" diameter 4 /4" long.
Medium knurl, 3 3/4 long, Fig., 2

2 K Turn undercut to remove knurl,
See Fig, 3, Use Form Tool
FPig. 3 to turn radius at end.,

Reverse piece on centers.

I Turn to ,370 diameter 1 3/8"
GM @ ] long. Turn chamfer on this
Figo 4 end, Figo 4

Cut thread one 3/8" X 16
right hand, 7/8" long, cut
2 T 3/8" X 16 left hand on other
- plece 7/8" long, Fig. 5§
Figo 5

BLOCK

Shape block to 1/2" X 1 1/2" x 1 5/8".
Allow ¥,015 on all sizes for

. grinding, Fig, 1
Mill, 1/2" convex radius with a 1/2n
Concave Cutter, both sides, Layout
from print. Fig, 2
1 Center drill at intersections, Drill
Fle. 1 5/16" hole thru block at both
'i/ 2y locations. FPig. 3
; : // ! Drill 7/8" deep on opposite sides
2 l o ( use "y drill ). Fig. 4
A
Flg. 3 Use ““W?* drill and drill 7/8* deep
' T o on opposite sides. Fig. 4
/ ‘// « ;| :
A O ; ,
TR [ - Saw block in half across the holes
R R ) then grind parallel to outside
=T M edgeo Fig. 5
Fige 5 Fig. 6 Use 90° angle mill to mill " 3/32n

deep in both parts. Fig.




