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3. Numbering System

3.1 Formats—The basic nhumbering system is subdivided into two formats for taps:

3.1.1

3.1.2

FORMAT—21 PosiTioN—Taps with overall lengths which comply with the referenced Standards.

FORMAT—26 PosiTioN—For Extension, Pulley, and Other Taps with overall lengths which do not comply with
the referenced Standards.
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3.2

Content of Numbering System—The numbering system utilizes 21 and 26 positions to fully describe the

various dimensions, types, materials, and characteristics of taps.

Figure 1 illustrates the content and sequence of the 21 positions in the numbering system for taps whose

overall lengths comply with the referenced Standards.

Hand of Thread, &
Applicable Standard

Material 7

Nominal Size, Pitch or T.P.l. and Pipe‘Tap
Data

EIGURE 1—21 POSITION FORMAT

Number of Flutes/Lube Grooves —

— Category
— Noun
— Type —  Surface Treatment
Measurement Designator, Cutting Face Angle

Style of Flute or|Lobe

Pitch Diameter
‘——; Tolergnce

Chamfer —
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3.3

3.3.1

3.3.2

Figure

2 illustrates the content and sequence of the 26 positions in the numbering system for extension taps,

pulley taps, and taps whose overall lengths do not comply with the referenced Standards.

Positions—The content of each position is\explained in detail in the following sections:

— Category

— Noun
— Type —  Surface Treatment

Measurement Designator, Cutting Face Angles
Hand of Thread, & r

(o]
Pitch Diametel

Material j [——I:) Tolerance

|

Nominal Size, Pitch or T.P.l. and Pipe Tap
Data

Overgli Length

Number of Flutes/Lube Grooves ~—

Chamfer —

FIGURE 2—26\POSITION FORMAT

PosITIONS|1 AND 2, CATEGORY AND NoUN—Positions 1 and 2 will always be alphabeticall The following

designations have been assigned:

Position[1: T—designates TOOL
Position|2: T—designates TAP

PosiTIoN 3, TyPE—Rosition 3 will be alpha or numeric based on the type of tap. The folloying codes have

been assired fortaps without oil holes:

XEQO@\IO)U‘I&OOI\)I—‘

— Standard Straight Thread (Fractional, Machine Screw, or Metric)
— Taper Pipe

— Straight Pipe

— Pulley

— Nut

— Thread Forming

— Standard Straight Thread—Screw Thread Insert (S.T.l.)
— Extension

— Short Thread Length

— Taper Pipe—Small Shank (1/8 in nominal diameter)

— Straight Pipe—Small Shank (1/8 in nominal diameter)
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3.3.3

3.34

3.34.1

The following codes have been assigned for taps with thru oil holes:

A — Standard Straight Thread (Fractional, Machine Screw, or Metric) with oil hole

B — Taper Pipe — with oil hole

C - Straight Pipe — with oil hole

D - Pulley — with oil hole

E — Nut— with oil hole

F — Thread Forming — with oil hole

G - Standard Straight Thread — Screw Thread Insert (S.T.l.) — with oil hole

H — Extension — with oil hole

| — Short Thread Length — with oil hole

Y — Ta i aH-Shan 8- i 6

Z — Straight Pipe — Small Shank (1/8 in nominal diameter) — with oil hole
POSITION 4, MEASUREMENT DESIGNATOR, HAND OF THREAD, AND APPLICABLE INDUSTRY STA

— Right Hand — Inch - ASME/ANSI Standards
— Lgft Hand - Inch — ASME/ANSI Standards
— Right Hand — Metric — ASME/ANSI Standards
— Lgft Hand - Metric — ASME/ANSI Standards
— Right Hand — Metric — DIN Standards

: Metric — DIN Standards
— Right Hand — Metric — ISO Standards
— Lgft Hand - Metric — ISO Standards
— Right Hand — Metric — JIS Standards
— Lgft Hand - Metric — JIS Standards

wWeNS<CzZzzZro

|
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PosiTiION §, 6, 7, 8, 9, 10, 11, AND 12, NOMINAL SizE (DIAMETER) AND PITCH—There are thrg
for Nomingl Size and Pitch depending on whether the tap threads are metric, inch, or pipe s

NOTE—UEge zeros for all open positions.
Nominal Size and Pitch—Tapy(Metric)—When Position 4 indicates “M,” “N,” “U,” “V,” “W,”
Nominal size will be specified to the nearest tenth of a millimeter (one place to the righ
point) with an “M” |lecated in Position 5. It is assumed that there is a decimal point

Positions 7 and 8

Position|9 willalways have an “X” to separate metric nominal size and pitch.

NDARD FOR GEN-
gned:

e formats used
zes.

‘Z," %3, or “S”

t of the decimal
ocated between

Pitch wilthespecified-tothemearest-hundredthrofeamittimeter-(twoptacestotheright of th
It is assumed that there is a decimal point located between Positions 10 and 11.

Maximum nominal size will be (99.9 mm)

Maximum pitch will be (9.99 mm)

decimal point).
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3.34.2

Examples:

M016 x 035 (M 1.6x 0.35)
MOS80 x 125 (M8x 1.25)
M240 x 300 (M24x3)

M300 x 350 (M30x 3.5)

Nominal Size and Threads Per Inch—Tap (Inch)—When Position 4 indicates “C” or “L”

Nominal Size will be specified to the nearest ten thousandths of an inch (four places to the right of the
decimal point). It is assumed that there is a decimal point located between Positions 5 and 6.

Maximu

Threads
point).
decimal

Maximu
Example

0250
0190
0687
2000

Referen

S:

D2 00
D3 20
b1 60
DO 45

m nominal size will be (9.9999 in).

M threads per Inch will be (99.9).

(1/4 (0.2500) — 20 NC)
(#10 (0.1900) — 32 NF)
(11/16 (0.6875) — 16 NS)
(2.0 in — 4.5 NC)

per Inch (TPI) will be specified to the nearest tenth of a TPI (one place to:the rig
t is assumed that there is a decimal point located between Positions 11 and 1
part of TPI, such as 11.5 or 04.5.

ce Table of Decimal Equivalents for Machine Screw Sizes (see Table 1).

TABLE 1—DECIMAL-EQUIVALENTS FOR MACHINE SCREW SIZES

Machijne Screw No.

Decimal Equivalent

0

0 o g bh WN PR

0.0600
0.0730
0.0860
0.0990
0.1120
0.1250
0.1380

nt of the decimal
P, allowing for a

0.1640

10
12

0.1900
0.2160
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3.34.3

Nomina

| Size and Pitch—Pipe Taps—When Position 3 indicates:

“2" (Taper Pipe)

“3” (Straight Pipe)

“B” (Taper Pipe — with oil hole)

“C” (Straight Pipe — with oil hole)

“W" (Taper Pipe — Small Shank)

“X” (Straight Pipe — Small Shank)

“Y” (Taper Pipe — Small Shank — with oil hole)
“Z" (Straight Pipe — Small Shank — with oil hole)

Nominal_Size will be specified to the nearest thousandths of an inch (three places to the right of the

decimal[point). It is assumed that there is a decimal point located between Positions 5@n
Threadg per Inch will be the standard for the Pipe Nominal Size shown and not entered in
Maximum nominal size will be (8.000 in).

Minimum nominal size will be (0.063 = 1/16 in).

Pipe Thiead Form will be designated in Position 9. The following'codes have been assigr
A — NRT - Regular Taper

B — NRT - Regular Taper with Interrupted Threads

C — NRTF — Dryseal Taper

D — NRTF — Dryseal Taper with Interrupted Threads

E — PTF - Dryseal SAE Short Taper

F — PIF - Dryseal SAE Short Taper with Interrupted Threads

G — NRSI — Dryseal Straight Intermediate

H — NS - Standard Straight Pipe (NPSC or NPSM)

| — NFSF - Dryseal Straight

J — ANPT - Aeronautical Taper-(NPT)

K — NRSH - Straight Pipe for Hose Couplings and Nipples

L — NRSL - Straight Pipe forLocknuts

M — NGT - National Gds JTaper (NPT)

N — NGS - National Gas Straight

P — NGO - National Gas Outlet

Taper P|pe Tap Projection Through Standard L1 Ring Gage will be designated in nearest

inch (three places'to the right of the decimal point), using Positions 10, 11, and 12. Itis as
decimal [point-located between Positions 9 and 10.

d 6.

o this format.

ed:

housandth of an
sumed there is a

For Taper Pipe Taps with standard projection use letters STD in Positions 10, 11, and 12.

For Taper Pipe Taps with other than standard projection, use Positions 10, 11, and 12 to designate decimal
projection length.

Maximum decimal projection length will be (0.999 in).

For Stra

ight Pipe Taps, Positions 10, 11, and 12 will be filled in with zeros (000).
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Examples:

8 000A STD (8in-8NPT STD Proj.)
4 000A 950 (4in—8 NPT .950 Proj.)
0375F STD (3/8in—18 PTF STD Int.)
00631000 (1/16in—27 NPSF)

3.3.5 PosITION 13, MATERIAL—Position 13 will be alpha or numeric. Manufacturer’'s Standard should be used
unless proven that a specific material must be used for a specific application. The following codes have been
assigned:

Manufacturers-Standard

— Hipgh Speed Steel

— Cobalt High Speed Steel (at least 4.5% Cobalt)

— V@dnadium High Speed Steel (at least 2.6% Vanadium)
— Cobalt/Vanadium High Speed Steel (at least 4.5% Cobalt or at least 2.6%-Vanadium)
Cobalt/Vanadium High Speed Steel (at least 4.5% Cobalt and at least2.6% Vanadiyim)
— Tyngston High Speed Steel

— Tyngston/Cobalt High Speed Steel
— Sglid Carbide

— Carbide Tipped

— Sglid Carbide — Micro Grain

Nnowo~N~m<OI
|

Other (Tdbe used only in select instances where a specific material has proven to be a key factor.)

| — High Speed Steel M1
J — High Speed Steel M2
2 — High Speed Steel M3 Type 2
K — High Speed Steel M7
L — High Speed Steel M10
M — Cqbalt High Speed Steel T15
D - Cqbalt High Speed Steel .M35
5 — Cqbalt High Speed Steel\\ M42
F — Cgqgbalt High Speed Steel* M33
Q - Sdlid Carbide Cc2
N - Sdlid Carbide C3
R - Sdlid Carbide C5
G

— Cdrbide Inserted
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3.3.6  POSITION 14, SURFACE TREATMENT—POosition 14 can be alpha or numeric. The following codes have been
assigned:

S — Manufacturer’'s Standard Treated (for ordering purposes only)

Other

— Untreated (Bright)

— Steam Oxide

— Nitride Plus Steam Oxide

— Nitride Only

— Bronze Oxide (Straw Draw)

— Titgnium Nitride (TiN)

— Titgnium Carbo Nitride (TiCN)
— Titgnium Aluminum Nitride (TiAIN)
— Chrome Nitride (CrN)

— Chrome Carbide (CrC)

— Bofon Carbide (BC)

— Zirgonium Nitride (ZrN)

— Chrome (Cr)

3.3.7 PosITION 15, CUTTING FACE ANGLE—When Position 3 indicates:

“6” (Thread Forming)
“F” (Thr¢ad Forming—with oil hole)

Then Posiftion 15 will always be “0” (No Rake or Hook).

The valuep listed reflect the typical range that'can be expected due to manufacturing tdlerance and the
difference(in measurement techniques.

Position 1% will be numeric. The following codes have been assigned:

1 - Nepative Hook -6 te.0

2 — Zefo Hook -3\10'+3

3 — Medium Hook >+3to +9

4 — High Hook +10 to +16

5 - Nepative Rake —-6to0

6 — Zefo Rake —-3to +3

7 — Medium_ Rake >+3to +9

8 - High Rake +10 to +16

0 — No|Rake or Hook (Thread Forming Tap)

NOTE—Hook angles shown are Chordal Hook, which is defined in ASME/ANSI B94.9. Taps as the
angle made between a radial line from the tap major diameter to centerline and a line from the
tap major diameter that passes through the basic minor diameter of the tap.



https://saenorm.com/api/?name=ebe6535d30e77b5fb75edebcdaacaf67

SAE J2123 Revised OCT1998

3.3.8 PoOSITION 16, STYLE OF FLUTE OR LoBE—Position 16 will be alphabetical. The following codes have been
assigned:

A — Straight Flute

B - Straight Flute — Interrupted Thread
C - Spiral Point

D - Spiral Point — Interrupted Thread
E - Spiral Point Only

F — Heavy-Duty Spiral Point
G - Heavy-Duty Spiral Point — Interrupted Thread

H — Regular Right Hand Spiral Flute (25 to 39 degrees)
I

J
K
L

F ~+ Dot Lland Ceaval Fhotn (A0 40 00 Aoy AY
- agpt g anoropTar T iotC Ut OO Ut gt Sy

— Slgw Right Hand Spiral Flute (less than 25 degrees)
— Hepvy-Duty Right Hand Spiral Flute (Manufacturer’s Standard)
— Repular Left Hand Spiral Flute (25 to 39 degrees)
M — Fast Left Hand Spiral Flute (40 to 60 degrees)
N — Slgw Left Hand Spiral Flute (less than 25 degrees)
O - Hepvy-Duty Left Hand Spiral Flute (Manufacturer’s Standard)
P — Strpight Lobe (Manufacturer's Standard)
Q - Spjral Lobe (Manufacturer’s Standard)

3.3.9 PosITIoN 17, NUMBER OF FLUTES OR LUBE GROOVES—When Position 3 indicates:

“6” (Thread Forming)
“F” (Thr¢ad Forming—with oil hole)

Then Position 17 indicates Number of Lube Grooves. Otherwise, Position 17 indicates numper of Flutes.

Position 17 will be alpha or numeric. The following codes have been assigned:

|
=

|
'—\
oaooo\lowm.bwml—\o%

facturer’s Standard (for ordering purposes only)

TMUOUOWD>O©ONOUAWNEOW
[ N |

el

AwWNRE

|
=
»
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3.3.10 PosITIONS 18, 19, AND 20 PITCH DIAMETER SIZE AND DIRECTION FROM BAsic—Positions 18, 19, and 20 will be

alpha or numeric depending on the type of tap.

3.3.10.1 For all ground form taps EXCEPT Pipe Taps, which are specified in 3.3.10.2 and 3.3.10.3.

3.3.10.2

3.3.10.3

The designation for the pitch diameter limits is used as follows:

H —Inch Above Basic
L — Inch Below Basic
D — Metric Above Basic
U — Metric Below Basic

For a G¢neral Purpose (Manufacturer’s Standard) Tap with an unspecified tolerance, Posi

20 will bp “XXX.”

Examplgs:

H 03| H3Limit

L 05| L5Limit

D 07| D7Limit

U 09| U9 Limit

H 11| H11 Limit (+0.005 for inch taps)

D 15| D15 Limit (for metric taps)

X X X| General Purpose (Manufacturer's Standard)—Unspecified Tolerance

Straight [Pipe Taps—When Position 3 indicates:

“3” (Straight Pipe)

“X” (Straight Pipe—Small Shank)

“C” (Straight Pipe—w/oil hole)

“z" (Straight Pipe—Small Shank==w/oil hole)

tions 18, 19, and

Then Pqgsition 18, 19, and 20 will always be “GRD” (Ground Thread—Standard Pitch Diameter—Pipe)

Exampleg:

G RD Gfound Thread—Standard Pitch Diameter—Pipe

Taper P|pe Taps-~When Position 3 indicates:
“2" TaperPipe)

“W” Taper Pipe—Small Shank)

“B” (Taper Pipe—w/oil hole)

“y (Taper Pipe—Small Shank—w/oil hole)

and Position 10, 11, and 12 is “STD”

Then Position 18, 19, and 20 will always be “GRD” (Ground Thread—Standard Projection—Pipe)

When Position 10, 11, and 12 contain a humeric value (Projection Length)

Then Position 18, 19, and 20 will be “GRS” (Ground Thread Special Projection)

-11-
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