
BasicTap Training 



Tap Terms 

• Cut or Form Internal Threads 
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Cutting Tool 

Geometry 

Three Key Elements of a Cutting Tool 

• 3 Elements Needed in 
a Good Cutting Tool 

• Well Balanced For 
Best Performance 
 
 

 



Tap Terms Continued 



Chamfer Types 

• Bottoming 
– 1.5P 
– Blind Holes 

• Modified Bottoming 
– 2.5P-3P 

• Plug 
– 4P-5P 
– Through Holes 

 

Presenter
Presentation Notes
P is # of Threads chamfered offHigher number of Threads chamfered Increases ease of entering MaterialBottoming EX – DLC TAFLETModified 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 FLUTED2.5 EX – STRAIGHT PIPE3.5 EX – NONETaper EX – Taper PIPE



Cut Tap Flutes 
• Evacuate Chips 

– Spiral Flute Up (Like a 
Drill) 

– Spiral Pointed Push 
Forward 

• Varying # of Flutes 

• Straight Flute 
 

• Spiral Pointed 
 

• Normal Helix 
 

• High Helix 
 

• Low Helix 

Presenter
Presentation Notes
Generally 4 flutesLower Helix Good  for Harder MaterialStraight Flute – L911(P), L913(P), L915, L941(P & D), L943, L945(D), L910Spiral 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, L933High Helix – L931HLow Helix – L6958, L6959, L947(D)



• Generally Hand Taps 
• Various Threads Chamfered 

– 1.5P (Blind Holes) 
– 4P-5P (Through Holes) 
– 2.5P Straight Pipe 
– Taper Pipe 

• Chips Stay in Flutes (Not Ejected) 
 

Straight Flute Cut Tap 

Presenter
Presentation Notes
Straight Flute EX – L911(P), L913(P), L969, L915, L941(P & D), L943, L945(D), & L910



Other Cut Tap Types 

Spiral Point (Plug Tap) 
• Thru Holes 
• 4-5 Threads Chamfered 
• Chips are Pushed Forward 
• (Not Always Pointed) 

Spiral Fluted 
• Blind Holes 
• 2-2½ Threads Chamfered 

(Sometimes Less) 
• Chips are Ejected like Drill 

 
 

Presenter
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)



Form Tap 

• Oil Grooves Instead of Flutes 
• Chip-less Material is Formed (Re-Arranged) 
• Usually for Softer Materials/Stringy Chips 
• Tap Hole Size More Critical 

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



Back Taper 

• Tap Ø is Tapered Towards the Shank 
• Avoid Excess Rubbing on the Hole Wall 

– Decrease Heat  
– Decrease Friction 



National Standards and Threads Per 
Inch (TPI) 

National Course (NC) 
• Courser/Less TPI 
• NC Bolts use NC Tapped 

Holes 
• Looser Fit (Less Precise) 
• EX – ¼” NC has 20 TPI  

National Fine (NF) 
• Finer/ More TPI 
• NF Bolts use NF Tapped 

Holes 
• Tighter Fit (More Precise) 
• EX –  ¼” NF has 28 TPI  

 

Presenter
Presentation Notes
NC: stands for American National Coarse Thread (fewer Threads per inch) NF: American National Fine Thread (more Threads per inch)



 Visual Index Pg. 8 & 9 
~ 30° 

40°-  45° 

15°-  20° 

Presenter
Presentation Notes
Ask For Questions



Type of  
Tap 
Material 

Type of 
Tap – 
Cutting or 
Forming 

Chamfer 
Length  Specs/

Sizes 
Speeds & 
Feeds 

Type of 
Flute on 
Taps 

Type of  
Tap 
Coating 



Nachi Materials 

• HSS = High Speed Steel 
• General Purpose 
• Symbol=   

 
 

   
  
 EX – L911P, L913P, L921P,  

  L923(S & P), L931(H), L933(H), 

  L915, L925, L941(P & D), L943, L945(D), L910, L920 

 



Nachi Materials 

• HSSE-V = Vanadium HSS 
• Vanadium Increases Strength   

• Symbol=   
  
  
  
 EX – DLC Taflet, 

  Viper T (Non-Stainless), 

 Viper Taflet (Steel), L911, L913, 

   VTP (Non-Roll Form), L921(S), L969, L947(D) 



Nachi Materials 

• HSSE = Cobalt/Vanadium HSS 
• Added Cobalt for Wear Resistance  
• Symbol=   

 
 
 
 

 EX – SG LO-SPIRAL,  

 VIPER T FOR STAINLESS STEEL  

  



Coatings Development and Approx. 
Temperature Max 

600°C 
700°C 

900°C 

12-1300°C 

M lti L  



• G-Coating = TiN Coating 
• Service Temperature= 600°C 
• Color= Bright Gold Yellow 
• Symbol=  

 
  
 EX – L911P, L913P, L921P, L923P 

 

Nachi Coatings 

Presenter
Presentation Notes
Explain Service Temperature = Max Temperature Usage



G-Coated (TiN) Taps 

• Hand Taps 
– L911P (Fractional) 
– L913P (Machine Screw) 

• Spiral Pointed (Plug) 
– L921P (Fractional) 
– L923P (Machine Screw) 

• Taper Pipe L941P 
 

Presenter
Presentation Notes
All are HSS low tech Taps



Nachi Coatings 

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

• Symbol=   
 

  
  
 EX – SG Lo-Spiral (L6959 & L6958) 

Presenter
Presentation Notes
Lower Helix Good  for Harder Material



SG-Coating (Tin + TiCN) Coating 

• SG Lo-Spiral 
– L6959 (Machine Screw/Fractional) 
– L6958 (Metric) 

 

Presenter
Presentation Notes
Lower Helix Good  for Harder Material



Nachi Coatings 

• DLC-Coating = Diamond Like Carbon 
• Service Temperature= 600°C 
• Color= Black 
• Symbol=  

 
  
 EX – DLC Tafflet  L6955-7  



DLC-Coating (Diamond Like Carbon) 

• DLC Tafflet Thread Forming (Bottoming) 
– L6955 (Fractional) 
– L6956 (Machine Screw) 
– L6957 (Metric) 

 
 

Presenter
Presentation Notes
Great for Non-Ferrous Materials	Aluminum (Al), Copper (Cu) and BrassIncreased Wear Resistance and HardnessLubricity



 Cut Tap Drill Sizes Pg. 266 

Presenter
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



Thread Form Tap Drill Sizes Pg. 267 

Presenter
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.



 Pipe Taps Drill Sizes Pg. 268 

Presenter
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. 



 Metric Tap Drill Sizes Pg. 269 

Presenter
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.



Tap Tolerance Conversion  Pg. 270 & 271 

Convert (Viper-T & VTP) 
GT to GH 
• Uses Nachi’s GT Tap 

Tolerance 
• Use the Conversion Table to 

Convert to H Tolerance 
• GT Tolerances Cover 

Multiple H Tolerance 

 



Thank You 
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