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Recommended Hole Sizes for Thread Forming Taps

Production data\ \a—\{|B05% _

WA — LR U A For Metric Threads H47Unit - mm
Nominal size s 6 1w Nominal size Class of Tap Nominal size Class of Tap
Max. | Min. Max. | Min.
M1 X0.25 G4 0.92 0.89 M 3.5X0.6 G5 3.27 3.19 M10 X1 G7 9.59 9.49
M1.2X0.25 G4 1.12 1.09 M 3.5X0.35 G5 3.38 3.34 M12X1.75 G 8 11.23 11.09
M1.4X0.3 G4 1.30 1.26 M 4 X0.7 G6 3.72 3.65 M12X1.5 G 8 11.34 11.22
M1.6X0.35 G4 1.47 1.42 M 4 X0.5 G6 3.83 3.76 M12X1.25 G 9 11.50 11.36
M1.7X0.35 G4 1.57 1.52 M 5 X0.8 G6 4.67 4.59 M12X1 G7 11.59 11.49
M1.8X0.35 G4 1.67 1.62 M 5 X0.5 G6 4.83 4.76 M14X2 G10 13.14 12.98
M2 X0.4 G4 1.84 1.79 M6 X1 G7 5.59 5.49 M14X1.5 G 9 13.35 13.22
M2 X0.25 G4 1.92 1.89 M 6 X0.75 G6 5.69 5.61 M14 X1 G 8 13.60 13.50
M2.2X0.45 G5 2.04 1.97 M7 X1 G7 6.59 6.49 M16 X2 G10 15.14 14.98
M2.3X0.4 G4 2.14 2.09 M 7 X0.75 G7 6.70 6.62 M16X1.5 G o9 15.35 15.22
M2.5X0.45 G5 2.34 2.27 M 8 X1.25 G7 7.49 7.36 M16X1 G 8 15.60 15.50
M2.5X0.35 G5 2.38 2.34 M 8 X1 G7 7.59 7.49 M18X2.5 G11 16.93 16.73
M2.6X0.45 G5 2.44 2.37 M 8 X0.75 G7 7.70 7.62 M18X1.5 G10 17.36 17.24
M3 X0.5 G5 2.82 2.75 M10 X1.5 G7 9.34 9.22 M20X2.5 G11 18.93 18.73
M3 X0.35 G5 2.88 2.84 M10 X1.25 G7 9.49 9.35 M20X1.5 G10 19.36 19.24
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- According to the ductility, hardness and dimension of the workpiece to be tapped, the recommended hole sizes for thread forming tapping may have to be altered.
The values listed above should only be used as an aid in selecting suitable drills when using thread forming taps, the correct hole sizes should be decided based on test result.
Further, the values listed above are suitable for 0.5D~2D threading length in relatively ductile materials (D:thread major diameter).

BM1=7 74t UH.For Unified Threads B4 Unit - mm
Nominal size Class of Tap _ Nominal size Class of Tap _ Nominal size G

No.0 - 8O0UNF G5 145 | 1.39 No.5 - 44UNF | G5 299 | 290 1/4 - 28UNF G7 6.00 | 591
No.1 - 64UNC G5 176 | 1.68 No.6 - 32UNC | G5 322 | 311 5/ - 18UNC G7 738 | 723
No.1 - 72UNF G5 177 | 1.70 No.6 - 40UNF | G5 329 | 3.19 5/ - 24UNF G7 753 | 7.42
No.2 - 56UNG G4 204 | 1.96 No.8 - 32UNC | G6 389 | 378 3/8 - 16UNC G7 889 | 872
No.2 - B4UNF G4 206 | 1.98 No.8 - 36UNF | G5 391 | 381 3/g - 24UNF G7 910 | 899
No.3 - 48UNC G4 235 | 225 No.10 - 24UNC | G6 444 | 430 7/t - 14UNC G8 | 10.40 | 10.20
No.3 - 56UNF G4 237 | 229 No.10 - 32UNF | G6 453 | 4.44 7/t - 20UNF G8 | 1062 | 10.48
No.4 - 40UNC G5 264 | 254 No.12 - 24UNC | G6 507 | 496 1/2 - 13UNC G8 | 1192 | 11.70
No.4 - 48UNF G5 268 | 259 No.i2 - 28UNF | G6 513 | 5.03 1/2 - 20UNF G8 | 1220 | 12.06
No.5 - 40UNC G5 207 | 287 /4 - 20UNC | G7 586 | 573

- O—LE vy TOTREF. WINTHMOME, BE. BPRIELEICKDED ENDENEDELDF I DT EXRESE(C UMaxEXD T MILUTHEE F/RZROTLIEEW,
i EROKEGF, BEMEORVHEITRUFURED) IS L0.5D~2DDR UM IR EDHBE T,
- According to the ductility, hardness and dimension of the workpiece to be tapped, the recommended hole sizes for thread forming tapping may have to be altered.

The values listed above should only be used as an aid in selecting suitable drills when using thread forming taps, the correct hole sizes should be decided based on test result.
Further, the values listed above are suitable for 0.5D~2D threading length in relatively ductile materials (D:thread major diameter).
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