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Tap Terms
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Three Key Elements of a Cutting Tool

@ 3 Elements Needed In

a Good Cutting Tool
 Well Balanced For
Best Performance
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Tap Terms Continued
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Chamfer Types
e Bottoming PV
CHANFER FLTRCACE ROV RLTANAUE AT TARTARTA RAA N Vg
- 15P VVAAAAAAAAAAAAAAAANAS

— Blind Holes
. Modified Bottoming

— 2.5P-3P
e Plug
_ 4P-5P e VWM
T
— Through Holes TN
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Presentation Notes
P is # of Threads chamfered off
Higher number of Threads chamfered Increases ease of entering Material

Bottoming EX – DLC TAFLET
Modified Bottoming EX – SG LO-SPIRAL FLUTED, VIPER T SPIRAL FLUTED, VTP SPRIAL FLUTED, 
Plug EX – VIPER T SPIRAL POINTED, VTP SPIRAL POINTED, STANDARD SPIRAL POINTED,
Both Plug and Bottoming EX – Viper Taflet, VTP Roll Form, STANDARD HAND Taps, STANDARD SPIRAL FLUTED
2.5 EX – STRAIGHT PIPE
3.5 EX – NONE
Taper EX – Taper PIPE




“NACHI
Cut Tap Flutes

e Evacuate Chips

=3 o Straight Flute
— Spiral Flute Up (Like a J

— Spiral Pointed Push e Spiral Pointed
Forward
e Varying # of Flutes « Normal Helix
High Helix Angle w
N » High Helix
Regular Helix Angle

T WA
e Low Helix

Low Helix Angle - aadd
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Presentation Notes
Generally 4 flutes

Lower Helix Good  for Harder Material

Straight Flute – L911(P), L913(P), L915, L941(P & D), L943, L945(D), L910
Spiral Pointed – L7970, L7977, l7972, L971, L973, L982, L921(S & P), L923(S & P), L925, L920 
Normal Helix – L7981, L7980, L7987, L7982, L983, L981, L980, L931, L933
High Helix – L931H
Low Helix – L6958, L6959, L947(D)


“NACHI

Straight Flute Cut Tap
_r—__ "
e Generally Hand Taps

e Various Threads Chamfered

4 — 1.5P (Blind Holes)

s — 4P-5P (Through Holes)

- — 2.5P Straight Pipe

Q— Taper Pipe

o Chips Stay In Flutes (Not Ejected)
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Presentation Notes
Straight Flute EX – L911(P), L913(P), L969, L915, L941(P & D), L943, L945(D), & L910
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Other Cut Tap Types

Spiral Point (Plug Tap) Spiral Fluted

e Thru Holes e Blind Holes

e 4-5 Threads Chamfered o 2-2% Threads Chamfered

e Chips are Pushed Forward (Sometimes Less)

« (Not Always Pointed) * Chips are Ejected like Drill
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Presentation Notes
Spiral Pointed EX – L7970, L7977, l7972, L971, L973, L982, L921(S & P), L923(S & P), L925, L920 
Spiral Fluted EX
	Normal Helix – L7981, L7980, L7987, L7982, L983, L981, L980, L931, L933
	High Helix – L931H
	Low Helix – L6958, L6959, L947(D)


ENACHI

e OIl Grooves Instead of Flutes
e Chip-less Material is Formed (Re-Arranged)

o Usually for Softer Materials/Stringy Chips
e Tap Hole Size More Ciritical

FORM:'N_G TAPS CUTIT.'HG TAPS TAFLET {: um ng TE.P
Re-arrange the grain of the material, Create chips that interferes with tapping Fiber flow is: Fiber flow is:
NOT INTERRUPTED. INTERRUPTED.

AAA AAA

Female thread cutby a TAFLET ~ Female thread cut by a cutting tap



Presenter
Presentation Notes
Form Tap EX – DLC Taflet (L6955-7), Viper Taflet (L995-6), & VTP Roll Form (L991, L993)


NACHI
Back Taper

o Tap @ Is Tapered Towards the Shank

* Avoid Excess Rubbing on the Hole Wall
— Decrease Heat
— Decrease Friction
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National Standards and Threads Per

Inch (TPI)
National Course (NC) National Fine (NF)
e Courser/Less TPI e Finer/ More TPI
e NC Bolts use NC Tapped  NF Bolts use NF Tapped
Holes Holes
o Looser Fit (Less Precise) o Tighter Fit (More Precise)
e EX—-%" NC has 20 TPI e EX - ¥” NF has 28 TPI
T __________ L]
e bk e it
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Presentation Notes
NC: stands for American National Coarse Thread (fewer Threads per inch) NF: American National Fine Thread (more Threads per inch)



ENACHI

Visual Index

Pg.8 &9

IFiake Fsfief & XF-type Thinning

3 Flutes Drils & 3F-type Thinning

N Mes Explanatian Ptk Explanmtion
nl
B G [TiM} Coating - E] Normial Helix Flutes. ~ 30°
E UG {TiCH rmusti layer] Coating g [ﬂ High Hislix Flutes 40° _ 45°
2
5 [TWCN multi layer) Coafing . E Low Helbx Fluies 15° - 20°
@ &G [TialM mudti lmyer) Coating Q Plint #ingle of Drills
E m A [TialM mudti lmyer) Coating oy, | Drill Length is from Cemer Point
2 g B
f‘s X's (TUAIN el layer) Coasing 5 I.h Drill Length is #om Comer Point
&
@ G5 [TialM mudti lmyer) Conting 8 ﬁ Oi-hole Drils
m OLC Conting E Thress Flutes Drils
m Dinmrond Cionting [ Ehi Shaps of Lip Rsdief iz Conical
]
z
High Speed Sieels L3 E Shape of Lip Fdief is Two Aoke
=
2
Cobalt High Speed Sieels = Shaps of Lip Rdief is Three Raks
m Fine: Mehing HES E S-typa Thinning
=
E m High Grnde Powder HES E Natch Thinning
=
¥
-1 3 Vanadium HES :
" 3 K-type Thirming
o [T
d
"}
E CobahVansdium HS3 = E:i XH-type Thinning
r
ﬁ Tungsien Carbide El'i 2Rake Febef & X-type Thinning
¥
d

Mark Explanation Maorik Explanation
z ]
!E m Tolzranoe of Drills Diameser is. js6 i I 4 Flutes Radius. End mills {Cemier Cut)
; 2
;ﬂ m Toleranoe of Drills Diameder is. h7 ﬁ @ 2 Flutes Ball Mose End mills: {Camier Cu]
L= o
o m Tokzranos of Drills Diamessr is hd g ..E*,‘,‘ 4 Flute= Ball Mose End mills (Camter Cur)
= 15
- “ F_‘.J. ;
Sharp comer Type End mills .‘.r.:' & Futes Ball Nose End mills {Cenler Cuf)
ik
I"-‘_l 2 Flutes Square End mills (Center Cut) :E' Cutting Taps
=4
3 Fhites Square End mills (Center Cut) E Fomning Taps
Fain
4 Flutes Squars End mills (Centsr Cut) E-"r Strnight Flutes Taps
4 Flutes Square for X's-mill Hard - . i
{Center Cut) - E Spiral Poinied Taps
B Fhutes Square End mills (Censer Cut) E__ ﬂ Mormal Helix Flutes Taps
2 ¥
E & Fhites Square End mills (Centesr Cut) ﬂ High Helix Flutes Taps
%
m
& Fhites Square for X's-mill Hard & .
E X'z-mill Muti Flutes (Carier Cut) ﬁ Lo Helix Flutes Tapa
"
E Flules are for X's-mill Hard & HE .
¥s-mil Mulf Flutes {Cerer Cut] L-_n:i Chamier Length is 2.5F ta 37
s Chamier Length is 4F to 5P
4 Fhites Square End mills {with Cenber Hale) IQ flcr thraugh hole)
o .
E Fhutes Square End mills (with Center Hale) g | u:':i Chamizr Length is 1.5P (for blind hole)
g
a2 .
& Flutes Square End mills {with Cenber Hole) ‘E' =l |chamis Length is 2.5F

Mudtiple Flules (over 8) Square End mills
[with Center Hals)

Chamier Length is 3.6F

2 Flutes Radius End mills (Center Cut)

Cutting Taps for Taper Pipe
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Presenter
Presentation Notes
Ask For Questions


NACHI

Taps / Visual Index

O EE L

|

Chamfer
Length
v
Type of
Flute on
v Taps
Type of
Tap —
Cutting or
Y Forming
Type of
Tap
Material
v
Type of
Tap
Coating

M —

Specs/
Sizes

Specs/Sizes
Speeds/Feads

p251
r260

Speeds &
Feeds
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NACHI _ )
Nachi Materials

e HSS = High Speed Steel
» General Purpose

e Symbol= @

EX — L911P, L913P, L921P,
L923(S & P), L931(H), L933(H),
L915, L925, L941(P & D), L943, L945(D), L910, L920
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NACHI _ )
Nachi Materials

e HSSE-V = Vanadium HSS
e Vanadium Increases Strength

. SymboI:

EX — DLC Taflet,
Viper T (Non-Stainless),

Viper Taflet (Steel), L911, L913,
VTP (Non-Roll Form), L921(S), L969, L947(D)

NACHI AMERICA INC.



NACHI _ )
Nachi Materials

e HSSE = Cobalt/\VVanadium HSS
o Added Cobalt for Wear Resistance

e Symbol= @
e

EX -SG LO-SPIRAL,
VIPER T FOR STAINLESS STEEL

NACHI AMERICA INC.



NACHI :
Coatings Development and Approx.

Temperature Max

Hardaned Stogls
SOHRC— CBN
Hybrid
TialN Mulilaysred Coating TialM Mutifunctional
AG Coat Muftikryer Composite Fim  Surface
?Um;gm Stoals 9000 C Anua Coat R
" TiC Dual Coat =
G5 Hara Coat o htulti-slement
TINATC TiCN Multiayersd  TIGN Multiaysred 12-1300° C & nuititaysr
Coating Coating Hytirid Filrm
[ TICN Platina Coat UG Coat E’fﬁ'?;;ﬂmmm +
N Stesls 5G Coat ° id
Cast Irons 7000 C
Tnecer 600° C
20 ‘85 ‘a0 ‘a5 ‘00 105
Ganeration
Coating Technology Craation Compound -Multilayar - Increase of Film Hybrid
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“NACHI : -
Nachi Coatings

G-Coating = TIN Coating
Service Temperature= 600° C
Color= Bright Gold Yellow

Symbol= [}

EX - L911P, L913P, L921P, L923P

NACHI AMERICA INC.
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Presentation Notes
Explain Service Temperature = Max Temperature Usage


“NACHI :
G-Coated (TiN) Taps

e Hand Taps /
— L911P (Fractional)

— L913P (Machine Screw) -
e Spiral Pointed (Plug) /
— L921P (Fractional)

— L923P (Machine Screw)

» Taper Pipe L941P %

NACHI AMERICA INC.
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Presentation Notes
All are HSS low tech Taps


“NACHI : -
Nachi Coatings

e SG-Coating = Tin + TICN Coating (Multi-Layer Coating)
Service Temperature= 700° C
Color= Gold Yellow

Symbol= ”,’* '
P

EX — SG Lo-Spiral (L6959 & L6958)

NACHI AMERICA INC.
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Presentation Notes
Lower Helix Good  for Harder Material


NACH ———————————————————————
SG-Coating (Tin + TiICN) Coating

e SG Lo-Spiral
— L6959 (Machine Screw/Fractional)

— L6958 (Metric) e

M

>
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Presenter
Presentation Notes
Lower Helix Good  for Harder Material


NACHI . :
Nachi Coatings

DLC-Coating = Diamond Like Carbon
Service Temperature= 600° C

Color= Black
Symbol=[i]i#

EX — DLC Tafflet L6955-7

NACHI AMERICA INC.
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DLC-Coating (Diamond Like Carbon)

e DLC Tafflet Thread Forming (Bottoming)
— L6955 (Fractional)
— L6956 (Machine Screw)
— L6957 (Metric)

NACHI AMERICA INC.
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Presentation Notes
Great for Non-Ferrous Materials
	Aluminum (Al), Copper (Cu) and Brass
Increased Wear Resistance and Hardness
Lubricity


“NACHI

Cut Tap Drill Sizes

Pg. 266

s Decimal |Probable| Percent o Decimal |Probable| Percent e Decimal |Probable | Percent
Tap Drill Equiv. of| Hole of Tap Drill Equiv. of| Hole of Tap Drill Equiv. of| Hole of
Tap Drill |  Size Thread Tap Drill Size Thread Tap Drill | Size Thread
0-80 56 0465 0480 74 8-32 29 1360 1389 62 H8-16 516 3125 3160 72
3/64 0469 0484 n 28 1405 1434 51 (o] 3160 3204 ]
1-64 54 0550 0585 81 B-36 29 1360 1389 70 P 3230 3274 59
53 0595 0610 59 28 1405 1434 57 38-24 21/64 3281 335 79
1-72 53 0595 0610 67 /64 1406 1435 57 a 3320 3364 m
M6 0625 0640 50 10-24 27 1440 1472 79 R 33890 3434 58
2-56 51 0670 JAGET 74 26 1470 1502 74 ne-14 T 3580 3626 81
50 0700 0717 62 25 1435 827 i) 23/64 3594 3540 79
49 0730 0747 49 24 A520 1552 64 u 3680 3726 70
2-64 50 0700 0717 70 23 1540 1572 61 318 3750 3796 62
49 0730 0747 56 532 563 1595 56 v 37r0 3816 60
348 48 0760 779 78 22 1570 1602 55 7Ne-20 W 3860 3906 72
564 0731 J0B00 70 10-32 Bf32 15683 1585 75 25/64 3906 .3952 65
47 0785 0804 69 22 A570 1602 73 X 3970 4016 55
46 0810 0829 60 21 590 622 68 1/2-13 2764 4219 4216 73
45 0820 J0B39 56 20 610 1642 64 e A375 4422 58
3-56 45 0810 A0B29 69 19 1660 1692 51 1/2-20 29/64 4531 4578 65
45 0820 B39 65 12-24 11/64 A718 1754 75 a1e-12 15/32 ABGE8 4736 82
s .0860 0879 43 17 1730 1765 73 31/64 ABa4 4892 6B
4=40 44 0860 J0BBO 74 16 770 1805 66 9/16-18 172 5000 5048 80
43 0890 0910 65 15 1800 1835 60 3364 5156 5204 58
42 0935 955 55 14 1820 .1855 56 58-11 17/32 5313 5362 75
332 0938 0958 50 12-28 16 1770 1805 7 35/64 5469 5518 62
448 42 0935 955 61 15 1800 1835 70 5/8-18 a6 BE25 BE74 80
332 0938 0958 60 14 1820 1855 66 37/64 5781 5831 BB
41 .0960 980 52 13 1850 .1885 58 F4-10 41/64 5406 6456 80
540 40 .0980 1003 76 Kl 1875 1910 54 21132 6563 6613 68
39 0995 1018 Fa 1/4-20 9 1960 .1998 17 H4-16 1116 BEBTS 6925 71
38 105 1038 65 8 1940 2028 73 7/8-3 49/64 7656 FI08 72
7 1040 1063 58 7 2010 2048 70 2532 7812 7864 61
Gedd 38 1015 1038 72 13/64 2031 2069 66 7/8-14 51/64 7969 8021 79
37 1040 10863 63 6 2040 2078 65 1316 8125 8177 62
36 1065 1088 85 B 2065 2093 63 1%-8 Bh/64 8594 .BE53 83
B-32 37 1040 1083 78 4 2080 2128 57 78 8750 8809 73
36 1065 A0 n 1/4-28 3 2130 2168 72 57/64 8906 .B965 64
/64 1094 120 64 32 2188 2226 59 2932 D063 22 54
35 1100 1126 63 2 2210 2248 55 1%.12 29/32 2063 9123 81
34 1110 1136 60 5M16-18 F 2570 2608 72 5a/64 9219 8279 67
33 1130 1156 85 G 2610 L2651 66 1516 8375 9435 k2
6-40 ko) 1110 1136 75 17/64 2656 2697 59 1%=14 5a/64 8219 89279 78
33 1130 1156 69 H 2660 2701 59 1516 9375 9435 61
32 1160 1186 60 5M16-24 H 2660 2701 78
1 2720 2761 67
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Presentation Notes
If the drill and the Tap are the exact same size, what will happen when you try to Tap the hole?
–The Threads that Form will BARELY be there and will most likely strip after a few uses.
–Oversized drill hole


“NACHI

Thread Form Tap Drill Sizes

Pg. 267

Threads 75% THREAD 70% THREAD 65% THREAD 60% THREAD
Mominal Inch Theor. Theor. Thear. Theor.
i = Hole ”:':Et Do Hale ”‘;::St Drexz Hole N;T e Hla N;_r:m Dec.
MNC MF Core . Equily. Core ) Equiwv. Cora . Equly. Core B Equily.
UINC UNE Size Sen Size Stz Size St Size Stz
0 —_— 80 0536 | 1.35mm | .0531 0540 | 1.35mm | 0531 0545 -_— _— 0549 |54 0550
1 64 - 0650 | 1.65mm | .0650 0e55 | 1.65mm | .0650 J0EE1 -_— -_— 066G -_— —
1 — 72 0659 | 1.65mm | .0650 0663 — -_— JDEE9 1.7mm D669 D673 |51 D670
2 56 - 0769 |1.95mm | .0768 0774 [1.95mm | .0768 o7a 364 0781 0787 |47 0785
2 -— 64 0780 |5/64 0781 0785 |47 0785 079 2.0mm 0787 0796 | 2.0mm 0787
3 43 - .0884 | 2.25mm | .0886 0890 |43 0890 .0B98 43 0830 0805 | 2.3mm 0906
3 — 56 0839 |43 .0830 0904 — -_— 081 23mm 0906 0817 | 2.3mm 0906
4 40 = 0993 | 2.5mm 0884 1000 |39 0995 1010 39 0995 0318 |38 1015
4 -— 48 1014 |38 1015 020 |38 1015 1028 2.6mm 1024 035 | 2.6mm 1024
5 40 -_— q123 |34 1110 130 |33 1130 1140 33 1130 1148 | 2.9mm 1142
5 —_— 44 1134 |33 1130 114 2.9mm 1142 1150 2.9mm 1142 1157 -_— —_—
G 32 - 122 2.1mm d220 1230 | 3.1mm 1220 1243 - - 1252 |18 1250
G — 40 1253 | 1/8 1250 260 | 3.2mm 1260 270 3.2mm 1260 278 | 3.25mm | 1280
B 32 - 1481 3.75mm | 1476 1480 —_— —_— 1803 25 1485 1812 | 3.Bmm 1486
B —_— 36 1438 |25 1485 1807 | 3.8mm 1496 1518 24 1520 826 |24 1520
10 29 -_— 1688 —_— -_— 700 |18 1695 A7 11/64 1719 1728 | 11/64 719
10 —_— 32 74 17 1730 1750 —_— —_— 763 -_— _— A772 |16 770
12 29 - 1948 |10 1935 960 (9 1960 877 5.0mm 1968 1889 |8 1980
12 — 28 1978 | 5.0mm 1368 1989 |8 1990 L2003 B 1980 2014 |7 2010
14 20 - 2245 | 5.7mm 2244 2250 -— -_— 2280 1 2280 2295 |1 2280
14 -— 28 2318 -— -_— 2329 |5.9mm 2323 2343 A 2340 2354 | 15/64 2344
516 18 - .2842 | 7.2mm 2835 2861 |7.25mm | .2854 .2B79 7.3mm 2874 2898 |L 2900
516 - 24 2912 | 7.4mm 2913 2927 - - 2941 M 2950 2955 | 7.5mm 2953
38 16 - 343 11/32 3437 3452 |B.75mm | .3445 3474 S 3480 3495 | 8.9mm 3504
X8 - 24 3537 | 9.0mm 3543 3552 | 9.0mm 3543 3566 - - 3580 | T 3580
Fial-] 14 -_— 401 —_— -_— 4035 |Y —_— A058 13732 _— A0B4 -_— —_—
e —_— 20 A20 |2 -_— A137 | 10.5mm —_— 4154 -_— _— A1 -_— —_—
172 13 -_— 4608 — -_ 4634 — -_— AGE0 -_— —_— ABBE | 15/32 —
172 —_— 20 4745 —_— -_— AT62 —_— —_— ATT9 -_— _— AT96 -_— —_—
916 12 - 5200 —_— -_— 5229 —_— —_— 257 -_— — 5285 -_— —_—
916 — 18 5342 | 135mm | 5315 5361 — -_— 5380 -_— -_— 5398 -_— —
58 11 -_— 5787 | 37/64 5781 BB17 | 37/64 5781 bB48 -_— _— BET9 -_— —_—
58 -— 18 5967 | 19/32 5937 5986 -— -_— 6004 -_— -_ 6023 -_— -—
34 10 - 6930 — -_— 7024 — -_— 7058 45/64 7031 J082 | 18.0mm | 7087
34 — 16 7181 23/32 7187 J202 | 23/32 7187 7224 —_— —_— 7245 —_— —

NACHI AMERICA INC.
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Presentation Notes
If the drill is much smaller than the Tap, what will happen when you try to Tap the hole?
The Tapping process will be very difficult, at best, and you will most likely break the Tap.


“NACHI _ —
Pipe Taps Drill Sizes Pg. 268

For Pipe Taps

Mominal Threads MNPT=MNPTF MPT=-MNPTF=-ANPT MPS=-MNPSF

Pipe Per (When Drilled Only) (When Taper Reamed)

Size Inch Dr. Size Dec. Equiv. Dr. Size Dec. Equiv. Dr. Size Dec. Equiv.
1/16 27 D .2460 15/64 .2344 1/4 .2500
1/8 27 R .3390 21/64 3281 11/32 .3438
1/4 18 M6 4375 27/64 4219 M6 4375
38 18 37/64 5781 9/16 5625 37/64 5781
1/2 14 45/64 7031 1116 .6875 23/32 .7188
3/4 14 59/64 9219 57/64 .8906 59/64 9218

1 11-1/2 15/32 1.1562 11/8 1.1250 1 5/32 1.1562
11/4 11-1/2 11/2 1.5000 1 15/32 1.4688
11/2 11-1/2 1 47/64 1.7344 1 45/64 1.7031
2 11-1/2 27/32 2.2188 2316 2.1875

NACHI AMERICA INC.
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Presentation Notes
WHAT IS THE SOLUTION?

Taking Thread types, tolerances, coarse or fine Thread considerations, and the PERCENT OF Thread desired into account, charts have been developed Over the years to determine the best drill to use.

Nachi Pre-Tap drill charts range from 60% Thread to 75% Thread. These are in line with the normal standards used throughout the world. 
	Generally safe to assume an IMPLIED 75% Thread condition. 


“NACHI _ —
Metric Tap Drill Sizes Pg. 269

For Cutting Taps Unit : mm
Nurninall Pitch Farcantagah:;ﬂ;::;dma:rgagmm Minor dia of Numinall Pitch Pﬂmmggfaﬂ;::::rngagamant Minor dia of
size imternal thread size intarnal thread
100%: 90% 0% T0% 100% B0% 30% T0%
M2 0.4 1.57 1.81 1.85 1.7 15687~1.679 M16 2 13.8 14.1 14.3 14.5 13.835~14.210
M3 0.5 2,46 251 257 252 2.459~2 599 15 14.38 14.54 14.7 14.86 14.376~14.676
M35 0.6 2.85 292 298 3.05 2.850~3.010 M18 25 15.3 15.6 15.8 16.1 15.284~15.744
M4 o7 3.24 332 339 347 3.242-~-3.422 15 16.38 16.54 16.7 16.86 16.376~16.676
M5 0.8 4.13 4.22 4.3 4.39 d4.134~4.334 M0 25 17.3 17.6 17.8 181 17.284-17.744
ME 1 4.92 5.03 513 5.24 4.917~-5.153 15 18.38 18.54 18.7 18.86 18.376~18.676
M7 1 5.82 6.03 B.13 6.24 59176153 Mz2 25 19.3 19.6 19.8 20.1 19.264--19.744
ME 1.25 B.65 678 692 7.05 B.BAT~-6.912 15 20.38 20.54 207 20.88 20.367~20.676
1 B.92 7.03 713 724 8.917~7.153 n24 3 0.8 P 2.4 .3 20.752~21.252
M10 1.5 8.38 B.54 8.7 886 8.376—-8.676 15 x2.38 2254 22.7 22.886 22.376~22 676
1.25 8.85 878 B.92 8,05 86478912 Mz7 3 I38 241 24.4 243 23.752~24 252
M1z 1.75 0.1 10.3 105 0.7 10.106~10.4417 M30 35 B.2 26.6 7.0 273 268211~26.711
1.25 10.65 10.78 10.92 11.05 10.647~10912
M14 2 11.8 121 123 125 11.835~-12.210
1.25 12.65 12.78 12.92 13.05 12.647--19.912
For Thread Forming Taps Unit - mm
. Percentage of thread engagement . Percentage of thread engageament
e Pitch hale dismeter e Fitch hole diameter
s 100% 0% B0% T0% s 100% B0% B0% T0%
M2 04 197 1.80 182 184 M0 1.5 8.15 823 9.3z 9.40
M2.2 0.45 1.84 1.97 2.00 2102 1.25 8.29 836 9.43 9.50
M2.5 0.45 2.24 2.27 2.30 2.32 M2 1.75 11.01 11.11 1121 11.31
M3 05 272 2.74 277 280 1.25 11.28 11.36 1143 11.50
M35 0.6 318 319 323 326 M4 2 12.87 12.98 13.09 131
Mg 07 3.60 J.64 368 372 1.5 13.15 13.23 13.32 13.40
M5 0.75 4.07 4.12 4.16 420 M1B 2 14.87 14.98 15.09 1521
M5 08 4.55 4.59 4.564 4,68 1.5 15.15 15.23 15.32 15.40
MB 1 543 5.49 555 5,60 M8 2.5 16.58 16.72 16.87 17.1
M7 1 6.43 6.49 655 B.60 1.5 17.15 17.23 17.32 17.40
ME 1.25 7.29 7.36 743 7.50 M20 2.5 18.58 18.72 18.87 19.01
1 743 7.48 755 7.60 1.5 19.15 18.23 18.32 19.40
Motea:

1.Datermine hole diameter by tapping test. The dimensions in this table are for
raference only.
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Presentation Notes
Locate the Size Tap that you would like to use. Depending on if you are using WIRE Gauge or Fractional, select the proper Tap drill for the job. Probable hole size and the estimated percent of Thread can then be found from the table.
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Tap Tolerance Conversion Pg. 270 & 271

Convert (Viper-T & VTP)
GT to GH

o Uses Nachi’s GT Tap

Tolerance
e Use the Conversion Table to

Convert to H Tolerance

e GT Tolerances Cover
Multiple H Tolerance

Fractional, Machine screw, and Metric Taps

Less than 42 TPI, or over 0.6mm pitch

Fractional, Machine screw, and Metric Taps Class MIN MAX
Over 42 TPI, or less than 0.6mm pitch GT2 0.0000 0.0008
GT3 0.0004 0.0012

Class MIN MAX GT4 0.0008 0.0016

GT2 0.0002 0.0008 GTH 0.0012 0.0020

GT3 0.0006 0.0012 GT6 0.0016 0.0024

GT4 0.0010 0.0016 GT7 0.0020 0.0028

GT5 0.0014 0.0020 GT8 0.0024 0.0031

GTe 0.0018 0.0024 GT9 0.0028 0.0035

GT7 0.0022 0.0028 GT10 0.0031 0.0039

TAP CLASS 2B CLASS 3B
SIZE |H LMITS|GT LIMITS|H LIMITS|GT LIMITS
2-66 H2 GT3 H1 -
264 H2 GT3 H1
348 H2 GT4 H1
356 H2 GT3 H1
440 H2 GT5 H2
448 H2 GT4 H1
5-40 H2 GT5 H2
544 H2 GT5 Hz2
G-32 H3 GTS H2
6540 HZ GT5 Hz2
8-32 H3 GTS H2
836 H2 GT5 H2
10-24 H3 GTE H3
1032 | H3 GT5 H2
12-24 H3 GTE H3
12-28| H3 GT6 H3 -
1/4-20 Hs GT7 H3 GT4
1/4-28| Ha GT6 H3 GT4
5/16-18] H5 GT7 H3 GT4
51624 H4 GT7 H3 GT4
3816 H5 GT8 H3 GT4
3/824| H4 GT7 H3 GT4
[7/16-14 Hs GT8 H3 GT4
711620 H5 GT8 H3 GT4
1/2-13 H5 GTE H3 GT4
1/2-20| H5 GT8 H3 GT4
9/16-12 Hs GT8 H3 GT4
916-18] H5 GT8 H3 GT4
5/8-11 H& GT9 H3 GT4
5818| H5 GT8 H3 GT4
3410 Hs GT9 H&5 GT4
3/416| H5 GT8 H3 GT4
7/89 H6 GT9 H4 GT5
7/814| H6 GT9 H4 GT5
1-8 H6 GT9 H4 GT5
112 H6 GT9 H4 GT5
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