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TAPS for NUT




¢ NUT TAP for carbon steel
¢ NUT TAP for stainlesss steel
¢ Spiral Point Taps

¢ FORMING TAP TiN coating

¢ FORMING TAP TiCN coating
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TiN Nut T

For Carbon Steel

Metric Size

1. Nut taps are used to tap nuts. They are individually designed to fit nut's characteristic and tapping machine,
and to enhance the precision of nuts, longer service life of nut taps can also save the costs.
2. Best recommendation of nut's material: Carbon steel code by S8C(1008), S10C(1010), S25C, S35C, S45C.

Le Lc
oy bas = pas
T ——e—
!:— . L1 T ! |f— e _’|L1 |
TYPE 1 ! TYPE 2 :
Size GH Type @ L, | Thread L, ds Size GH  Type | L, | Thread L, ds
4 6
5 7
M3x0.5 6 1 58 26 13 2.3 M10x1.25 8 2 89 26 | 325 81
7 9
8 10
5 6
6 M10x1.0 7 2 89 26 26 8.4
M4x0.7 7 1 58 26 | 18.2 | 3.0 8
8 6
9 7
5 M12x1.75 8 | 2 102 26 | 455 | 95
6 9
M5x0.8 7 1 62 26 | 20.8 | 3.8 10
8 6
9
5 M12x1.5 8 2 102 26 39 9.8
6 9
M6x1.0 7 1 67 26 26 4.5 10
8 6
9 7
6 M12x1.25 8 2 102 26 | 32,5 | 10.0
M7x1.0 7 1 70 26 26 5.6 9
8 10
6 6
7 7
M8x1.25 8 2 77 26 | 325 | 6.05 M14x2.0 8 2 114 26 52 11.2
9 9
10 10
6 6
7
M8x1.0 8 2 77 26 26 6.4 M14x1.5 8 2 114 26 39 | 11.2
9 9
10 10
6 6
7 7
M10x1.5 8 2 89 26 39 8.0 M16x2.0 8 2 127 26 52 13.1
9 9
10 10




TiN Nu

For Carbon

Metric Size

1. Nut taps are used to tap nuts. They are individually designed to fit nut's characteristic and tapping machine,
and to enhance the precision of nuts, longer service life of nut taps can also save the costs.
2. Best recommendation of nut's material: Carbon steel code by S8C(1008), S10C(1010), S25C, S35C, S45C.

Lec Lo
i bas e -
| ——————
12—l t _
!— . L1 -! |f— - _*'ILI |
TYPE 1 | TYPE 2 >

8

6
M16x1.5 7 2 127 26 39 13.1 9
8 M24x3.0 10 2 165 26 78 | 18.5
7 11
8 12
M18x2.5 9 2 133 26 65 14.5
10 9
11 M24x2.0 10 2 165 26 52 20
11
M18x2.0 9 2 133 26 52 15 12
10 8
7 9
8 M24x1.5 10 2 165 26 39 | 215
M18x1.5 9 2 133 26 39 15 11
10 12
11 3 If you request bigger tolerance than GH value mentioned on
8 above GH column. Your inquiries are mostly welcome.
9
M20x2.5 10 2 133 26 65 16.5
11
12
8
M20x2.0 9 2 133 26 65 16.5
10
8
9
M20x1.5 10 2 133 26 39 16.5
11
12
8
9
M22x2.5 10 2 146 26 65 17.5
11
12
8
M22x2.0 9 2 146 26 52 19
10




TiN Nut

For Carbon S

US Thread

1. Nut taps are used to tap nuts. They are individually designed to fit nut's characteristic and tapping machine,
and to enhance the precision of nuts, longer service life of nut taps can also save the costs.
2. Best recommendation of nut's material: Carbon steel code by S8C(1008), S10C(1010), S25C, S35C, S45C.

Le Le
g bas e -
emeo————
12 t _
!— . L1 J. |f— 3 —'ILI |
TYPE 1 ! TYPE 2 ;

5 6
4-40UNC c 1 58 | 26 | 165 | 2.0 7
c 3/8-16UNC 2 2 89 | 26 413 7.3
5-40UNC . 1 58 | 26 | 165 | 2.2 5
5 6
5-44UNF . 1 58 | 26 | 15 | 2.2 5
. 3/8-24UNF o 2 89 | 26 |275| 80
6-32UNC c 1 60 | 26 | 206 2.4 5
5 6
6-40UNF c 1 60 | 26 | 165 | 2.6 ;
. 7/16-14UNC 2 2 | 102 | 26 472 86
8-32UNC c 1 60 | 26 | 206 3.2 5
5 6
8-36UNF . 1 60 | 26 | 183 3.2 ;
: 7/16-20UNF 2 2 | 102 26 | 33 | 93
10-24UNC . 1 69 | 26 | 275 3.4 5
5 7
10-32UNF 6 1 69 | 26 | 206 3.7 1/2-13UNC 8 2 | 102 | 26 | 50.8  10.0
5 9
12-24UNC c 1 69 | 26 | 275 4.0 .
5 1/2-20UNF 7 2 | 102 | 26 | 33 | 109
12-28UNF . 1 69 | 26 | 236 4.2 g
5 8
. 9/16-18UNF 5 2 | 114 | 26 | 367 114
1/4-20UNC 7 1 72 | 26 | 33 | 46 5
-11UN 2 | 127 2 12.
. 5/8-11UNC 0 6 | 60 8
5 8
. 5/8-18UNF 5 2 | 127 | 26 | 367 131
1/4-28UNF 7 1 72 | 26 | 236 5.0 5
3/4-10UNC 2 | 133 26 | 66 | 15
8 / 10
5 8
. 3/4-16UNF 5 2 | 133 | 26 413 | 15
5/16-18UNC ; 2 77 | 26 | 367 6.0 5
e 7/8-9UNC o 2 146 26 734 17
5 8
c 7/8-14UNF 5 2 | 146 | 26 | 472 | 18
5/16-24UNF s 2 77 | 26 | 275 6.3 5
e 1-12UNF o 2 165 26 | 55 | 21




TiN Nu

For Carbon

BSW Thread (Brithish Whitworth)

1. Nut taps are used to tap nuts. They are individually designed to fit nut's characteristic and tapping machine,
and to enhance the precision of nuts, longer service life of nut taps can also save the costs.
2. Best recommendation of nut's material: Carbon steel code by S8C(1008), S10C(1010), S25C, S35C, S45C.

La Le
i bas e -
- . | e, |
TYRE ' TYPE 2 '

5 8
6 W9/16-12 9 2 114 26 55 10.5

W3/16-24 1 69 26 | 275 | 3.2
7 10
8 9
5 W5/8-11 10 2 127 26 60 12
6 11

W1/4-20 7 1 72 26 33 4.6 9
8 W3/4-10 10 2 133 26 66 15
5 11
6 9

W5/16-18 2 77 26 | 36.7 | 6.0
7 W7/8-9 10 2 146 26 | 734 | 17
8 11
6 9
7 Ww1"-8 10 2 165 26 | 82.6 | 20

W3/8-16 2 89 26 | 413 | 7.3
8 11
9 #%If you request bigger tolerance than GH value mentioned on
6 above GH column. Your inquiries are mostly welcome.
7

W7/16-14 3 2 102 26 | 47.2 | 8.6
9
7
8

W1/2-12 9 2 102 26 55 9.5
10




TICN N

For Stainless

Metric Thread

1. Nut taps are used to tap nuts. They are individually designed to fit nut's characteristic and tapping machine,
and to enhance the precision of nuts, longer service life of nut taps can also save the costs.
2. Best recommendation of nut's material: Stainless steel 304, 316, 430

Lec Le

—-1 |4~ ds _.I I* ds
12— t | I L2 !

L1 L1
TYPE 1 TYPE 2

4 7
M3x0.5 5 1 [587| 30 15 | 2.3 M14x2.0 8 2 114 | 30 | 60 | 11.2
6 9
5 7
M4x0.7 6 1 582 30 | 21 | 3.0 M14x1.5 8 2 114 | 30 | 45 | 11.2
7 9
5 7
M5x0.8 6 1 628 30 | 24 | 38 M16x2.0 8 2 127 | 30 | 60 | 13.1
7 9
6 7
M6x1.0 7 1 |675| 30 | 30 | 45 M16x1.5 8 2 127 | 30 | 45 | 131
8 9
6 9
M7x1.0 7 1 70 30 30 | 5.6 M18x2.5 10 2 133 | 30 75 | 14.0
8 11
7 9
M8x1.25 8 2 85 30 | 30 | 6.05 M18x2.0 10 2 133 | 30 | 60 | 15.0
9 11
6 9
M8x1.0 7 2 77 | 30 | 30 | 64 M20x2.5 10 2 133 | 30 | 75 | 15.5
8 11
7 9
M10x1.5 8 2 95 30 30 | 7.8 M20x2.0 10 2 133 | 30 60 | 16.5
9 11
6 8
M10x1.25 7 2 8 | 30 | 30 | 81 M20x1.5 9 2 133 | 30 | 45 | 16.5
8 10
6 9
M10x1.0 2 89 30 | 30 | 84
7 M22x2.5 10 2 146 | 30 | 75 | 16.5
7 11
M12x1.75 8 2 102 | 30 | 30 | 95 9
M22x2.0 2 146 | 30 | 60 | 19.0
9 10
6 9
M12x1.5 7 2 102 | 30 | 30 | 9.8 M24x3.0 10 2 165 | 30 | 90 | 18.5
8 11
6 9
N12x1.25 7 2 102 30 30 10.1 M24x2.0 10 2 165 30 60 20.0
6 9
M12x1.0 7 2 102 30 30 10.5 M24x1.5 10 2 165 30 45 21.5
5




TICN Nu

For Stainless

US Thread

1. Nut taps are used to tap nuts. They are individually designed to fit nut's characteristic and tapping machine,
and to enhance the precision of nuts, longer service life of nut taps can also save the costs.
2. Best recommendation of nut's material: Stainless steel 304, 316, 430

Lc Lc

—-H-r- ds _.I | ds
12— f i I L2 !

L1 L1
TYPE 1 TYPE 2

4 6
4-40UNC z 1 588 | 30 |19.1 | 2.0 3/8-16UNF 7 2 89 30 | 31.7 8
4 6
4-48UNC 5 1 >88 | 30 | 159 2.0 7/16-14UNC 7 2 102 30 | 544 | 8.6
4 8
5-40UNC 5 1 586 | 30 | 19.1 | 2.2 6
. 7/16-20UNF 7 2 102 30 | 38.1| 93
5-44UNF z 1 586 | 30 | 173 | 2.2 8
5 1/2-13UNC 9 2 102 30 | 58.6 | 10
6-32UNC 1 60.5 | 30 |238 | 24
6 10
4 7
6-40UNF s 1 | 605 30 |19.1| 2.6 1/2-20UNF 3 2 102 | 30 | 381 | 109
5 8
8-32UNC 6 1 602 30 | 238 3.1 9/16-12UNC 9 2 114 30 | 635 | 11
5 10
8-36UNF 5 1 60.2 | 30 | 212 | 31 8
5 9/16-18UNF 9 2 114 30 | 423 | 114
10-24UNC 1 69 30 | 317 | 34
6 10
10-32UNF > 1 69 30 | 23.8 | 3.7 >
i 6 ' ' 5/8-11UNC 10| 2 | 127 | 30 | 693|128
5 11
12-24UNC 5 1 69.5| 30 | 317 | 4.0 3
5 5/8-18UNF 9 2 127 30 | 423 | 13.1
12-28UNF 1 69.5| 30 | 272 | 4.2
6 10
5 9
1/4-20UNC 6 1 724 | 30 | 381 | 45 3/4-10UNC 10 2 133 30 | 76.2 | 15
7 11
5 8
1/4-28UNF 6 1 719 | 30 |272 | 50 3/4-16UNF 9 2 133 30 | 476 | 15
6 9
5/16-18UNC 7 2 80 30 | 423 | 6.0 7/8-9UNC 10 2 146 30 | 84.7 | 17
8 11
6 8
5/16-24UNF 7 2 80 30 | 31.7 | 63 7/8-14UNF 9 2 146 30 | 54.4 | 185
° 1-8UNC 10 2 165 30 | 953 | 20
3/8-16UNC 7 | 2 | 89 | 30 476 73 ) 11 '
8 9
1-12UNF 10 2 165 30 | 635 21
3 If you request bigger tolerance than GH value mentioned on

above GH column. Your inquiries are mostly welcome. 6



TICN N

For Stainless

BSW Thread (Brithish Whitworth)

1. Nut taps are used to tap nuts. They are individually designed to fit nut's characteristic and tapping machine,
and to enhance the precision of nuts, longer service life of nut taps can also save the costs.
2. Best recommendation of nut's material: Stainless steel 304, 316, 430

Lec Le

—-1 |4~ ds _.I I* ds
12— t | I L2 !

L1 L1
TYPE 1 TYPE 2

5 6
W3/16-24 6 1 69 30 | 31.7 | 3.2 W9/16-12 7 2 114 30 | 63.5 | 10.5
7 8
5 6
W1/4-20 6 1 724 | 30 | 381 45 W5/8-11 10 2 127 30 | 69.3 12
7 11
5 6
W5/16-18 6 2 80 30 | 423 | 6.0 W3/4-10 10 2 133 30 | 76.2 15
7 11
6 6
W3/8-16 7 2 89 30 | 476 | 7.3 W7/8-9 10 2 146 30 | 84.7 17
8 11
6 8
W7/16-14 7 2 102 30 | 544 | 86 w1"-8 11 2 165 30 | 953 | 20
8 12
7 »#If you request bigger tolerance than GH value mentioned on
W1/2-12 8 2 102 30 63.5 | 9.5 above GH column. Your inquiries are mostly welcome.
9







Metric Size

i e E—

lp

LA

OH2 OH3
M2x0.4 41 | 88 | 13.8| 3.0 | 25 M10x1.25 75 | 18 | 40 7 5.5
OH3 OH4
OH2
M?2.5x0.45 45 | 10 | 17.8 | 3.0 | 25 OH>
OH3 M12x1.75 OH6 | 82 | 21 | 42 | 85 | 65
OH2 OH7
M2.6x0.45 45 | 10 |17.8| 3.0 | 25
OH3 OH4
o2 M12x1.5 OHE 82 | 18 | 42 | 85 | 6.5
M3x0.5 47 | 82 | 192 | 40 | 3.2
OH3 OH4
o2 M12x1.25 ons | 82 | 18 | 42 | 85 | 65
M3.5x0.6 48 | 84 | 194 | 40 | 3.2
OH3 M12x1.0 OH4 | 82 | 18 | 42 | 85 | 6.5
OH2 OH5
M4x0.7 OH3 | 54 | 96 | 226 50 | 4.0 M14x2.0 one | 88 | 24 | 49 [ 1051 80
OH4 OH4
e M14x1.5 ons | 88 | 18 | 49 | 105 | 80
M5x0.8 oR4 62 | 12 | 27 | 55 | 45 OH>
x0. OGS . . M16x2.0 one| %5 | 24| 48 | 125100
OH6 OH4
or3 M16x1.5 ons | 95 | 18 | 48 | 125|100
OH4 OH5
OGS M18x2.5 ong | 100 | 25 | 54 | 140 | 110
M6x1.0 62 | 12 | 30 | 6.0 | 45
OH6 OH4
OH7 M18x1.5 O 100 | 20 | 54 | 14 | 11.0
OHS8 OH5
M6x0.75 OH3 | 62 | 12 | 30 | 6 | 45 M20x2.5 one | 10> | 25 | 50 | 15 1120
OH3 OH4
ona M20x1.5 ons | 105 | 24 | 50 | 15 | 120
M8x1.25 OH5 70 | 15 | 32 | 62 | 5.0 OH5
x1. OHE : . M22x2.5 one | 115 | 25 | 5 | 17.0 | 130
OH7 OH4
T M22x1.5 ons | 115 | 24 | 55 | 17 130
M8x1.0 OH3 70 | 15 | 32 | 6.2 | 5.0 OH>
X OH4 : : M24x3.0 i 120 30 | 60 | 190 | 150
OH4 OH4
M24x1.5 120 | 24 | 60 | 19 | 15.0
OH5
M10x1.5 75 | 18 | % | 70 | 55 OH>
OH6 M27x3.0 OH5 | 130 | 30 | 67.5| 20 | 15.0
OH7 M27x1.5 OH4 | 130 | 24 | 675 | 20 | 15.0
M10x1.0 OH3 75 18 40 7 55 #If you request biggelt toI(.er.ance than GH value mentioned on
OH4 above GH column. Your inquiries are mostly welcome.




US Thread ANSI B1.1

[

I2

4-40 UNC OH2 | 45 8.2 | 19.2 | 3.0 2.5 4-48 UNF OH2 | 45 8.2 | 19.2 | 3.0 2.5
6-32 UNC OH2 | 49 84 | 194 | 4.0 3.2 6-40 UNF OH2 | 49 | 114 | 19.4 | 4.0 3.2
8-32 UNC OH2 | 54 9.6 | 226 | 5.0 | 4.0 8-36 UNF OH2 | 54 | 13.7 | 22,6 | 5.0 4.0
10-24 UNC OH2 | 62 | 12.0 | 270 | 55 4.5 10-32 UNF OH2 | 62 | 139 | 270 | 55 4.5
12-24 UNC OH2 | 62 | 12.0 | 30.0 | 55 4.5 12-28 UNF OH2 | 62 | 12.0 | 30.0 | 5.5 4.5
1/4-20 UNC OH3 6 | 1201 300 | 60 45 1/4-28 UNF OH3 | 62 | 12.0 | 30.0 | 6.0 4.5
OH4 5/16-24 UNF OH3 | 70 | 15.0 | 31.8 | 6.1 5.0
5/16-18 UNC OH3 20 | 150 | 318 | 61 50 3/8-24 UNF OH3 | 75 | 18.0 | 381 | 7.0 5.5
OH4 7/16-20 UNF OH3 | 80 | 18.0 | 389 | 8.0 6.0
OH3 1/2-20 UNF OH3 | 8 | 18.0 | 44.4 | 9.0 7.0
3/8-16 UNC 75 | 180 | 381 | 7.0 5.5
OH4
7/16-14 UNC OH3 | 80 | 210 389 | 80 6.0 3¢ If you request bigger tolerance than GH value mentioned on
1/2-13 UNC OH3 85 210 | 444 | 9.0 70 above GH column. Your inquiries are mostly welcome.
5/8-11 UNC OH3 | 95 | 240 | 476 | 12.0 | 9.0
3/4-10 UNC OH3 | 105 | 25.0 | 47.6 | 14.0 | 11.0
7/8-9 UNC OH4 | 115 | 25.0 | 55.6 | 17.0 | 13.0
1"-8 UNC OH4 | 125 | 30.0 | 63.5 | 20.0 | 15.0
Calculated
H1=Metric&unified thread  0.5413P
Whitworth thread 0.6403P

P=Pitch



Forming Taps
TIN Coating (Standard Thread)

1. No chips generated during tapping.

2. The machining surface of internal thread is roeled surface featuring smooth and pretty appearance.

3. The structure of material is not destroyed, that increases thread strength by 30% with consistent accuracy.
4. Greater core diameter of forming taps results in increased durability and torque. Longer service life of taps

and not easy to break.

B (K9777) : For blind holes (Chamfer: 2 thread) Iy
P (K9666) : For through holes (Chamfer: 4 thread) -L-‘ o
= s
Metric Thread US Thread ANSI B1.1
Size GH LC L, L d2 Size GH LC L L
3 2-56 UNC 4 B/P 42 8
M2x0.4 4 B/P 40 8 3.0 4-40UNC 4 B/P 44 9
5 5
4 6-32 UNC . B/P 48 10
M2.5x0.45 5 B/P 44 10 3.0 5
6 8-32 UNC B/P 52 10
6
5 5
6 i
M3x0.5 . B/P 46 10 4.0 10-24 UNC ‘75 B/P 60 11
8 5
5 10-32 UNF 6 B/P 60 11
6
M4x0.7 B/P 52 10 5.0 /
7 5
8 12-24 UNC 6 B/P 60 11
6 7
7 6
M5x0.8 B/P 60 11 5.5
8 1/4-20 UNC 7 B/P 62 14
9 8
6 5
7 _
M6x1.0 g BP 62 12 60 1/4-28 UNF 6 B/P 62 14
7
9 7
6 5/16-18 UNC 8 B/P 70 18
7
M8x1.25 g B/P 70 18 6.2 ?
7
9 5/16-24 UNF 8 B/P 70 18
7 9
M10x1.5 8 B/P 75 19 7.0 7
9 3/8-16 UNC 8 B/P 75 21
7 9
M12x1.75 8 B/P 82 23 8.5 7
9 3/8-24 UNF 8 B/P 75 21
9
M14x2.0 B/P 105 25 105 3
10 8
9 1/2-13 UNC 9 B/P 85 25
M16x2.0 B/P 95 27 125
10 8
1/2-20 UNF 9 B/P 85 25

s If you request bigger tolerance than GH value mentioned on
above GH column. Your inquiries are mostly welcome.

1

d2

3.0
3.0

4.0

5.0

5.5

55

5.5

6.0

6.0

6.1

6.1

7.0

7.0

9.0

9.0



Forming Taps
TIN Coating (Long Thread)

1. No chips generated during tapping.

2. The machining surface of internal thread is roeled surface featuring smooth and pretty appearance.

3. The structure of material is not destroyed, that increases thread strength by 30% with consistent accuracy.

4. Greater core diameter of forming taps results in increased durability and torque. Longer service life of taps
and not easy to break.

B (K9777L) : For blind holes (Chamfer: 2 thread) | I3
P (K9666L) : For through holes (Chamfer: 4 thread) - ‘ -~
I = oy
Metric Thread US Thread ANSI B1.1
Size GH LC [ 5 d2 Size GH LC L 5 d2
4 4-40UNC > B/P 44 12 3
M2x0.4 5 B/P 40 11 3 ) 6
6 5
6-32 UNC B/P 48 18 4
4 6
M2.5x0.45 5 B/P 44 15 3 5
6 8-32 UNC B/P 52 20 5
6
4 6
5 10-24 UNC 7 B/P 60 22 5.5
M3x0.5 6 B/P 46 18 4 6
7 10-32 UNF 7 B/P 60 22 5.5
5 6
6 -
M4x0.7 . B/P 52 20 5 1/4-20 UNC ; B/P 62 24 6
8 5
6 1/4-28 UNF 6 B/P 62 24 6
M5x0.8 7 B/P 60 22 5.5 7
8 *If you request bigger tolerance than GH value mentioned on
6 above GH column. Your inquiries are mostly welcome.
M6x1.0 7 B/P 62 24 6
8

12



Forming Taps
TICN Coating (Long Thread)

1. No chips generated during tapping.

2. The machining surface of internal thread is roeled surface featuring smooth and pretty appearance.

3. The structure of material is not destroyed, that increases thread strength by 30% with consistent accuracy.

4. Greater core diameter of forming taps results in increased durability and torque. Longer service life of taps
and not easy to break.

B (K9777L) : For blind holes (Chamfer: 2 thread) Iy
P (K9666L) : For through holes (Chamfer: 4 thread) I ‘ O
= oy
Metric Thread US Thread ANSI B1.1
Size GH LC L, L d2 Size GH LC L, L d2
M1.0x0.25 g B/P 31 5.5 3 2-56 UNC g B/P 42 11 3
4 4-40UNC B/P 44 12 3
M1.2x0.25 . B/ 31 6 3 6
5
4 6-32 UNC B/P 48 18 4
M1.4x0.3 5 B/P 34 6.5 3 6
5
M1.6x0.35 : B/P 36 7 3 832 UNC c | BP 52 20 5
4 6
10-24 UNC B/P 60 22 5.5
M2x0.4 5 B/P 40 11 3 7
6
6 10-32 UNF 7 B/P 60 22 5.5
4
M2.5x0.45 5 B/P 44 15 3 6
6 1/4-20 UNC 7 B/P 62 24 6
4 8
5 5
M3x0.5 . B/P 46 18 4 1/4-28 UNF 6 B/P 62 24 6
7 7
5 3% If you request bigger tolerance than GH value mentioned on
6 above GH column. Your inquiries are mostly welcome.
M4x0.7 7 B/P 52 20 5
8
6
M5x0.8 7 B/P 60 22 5.5
8
6
M6x1.0 7 B/P 62 24 6
8
Calculated
Drill hole dia=

D-(0.2xPitch)-(0.00403xpercentage of thread engagementxPitch)+(0.00127xGH)

13



