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foz) TAPTITE 2000°

Recommended pilot hole sizes for
TAPTITE 2000° Screws and Bolts in steel nut members

Metric Sizes (mm)

Application Light Medium-Light Medium-Heavy Full Strength Extended
Duty Class 0.3 Diameter of Material 0.5 Diameter of Material 0.75 Diameter of Material 1.0 Diameter of Material 1.25 Diameter of Material
Percentage % % % o %
of Thread 90% 80% 70% 65% 60%
Non_‘ninal Material Pilot Drill Material Pilot Drill Material Pilot Drill Material Pilot Drill Material Pilot Drill
Size Thickness Hole Size Thickness Hole Size Thickness Hole Size Thickness Hole Size Thickness Hole Size
M2.5 x 0.45 0.5:0.9 2.24 225 | 0915 2.27 S| 152 23 23 2127 2.31 2.3 2735 232 23
#36 , B} 7/64 B} 7/64 )
M3 x 0.5 0.5-1.1 2.71 335 1.1-1.7 2.74 2.75 1.7-2.7 2.77 278 2.7-33 2.79 278 3.3-4.0 2.8 2.8
M3.5 x 0.6 0614 | 3.5 S8 | 1420 | 319 32 2029 | 323 325 | 2938 | 325 325 | 3845 | 327 #30
_ - #27 ~ - 3.7 . #26
M4 x 0.7 0.8-1.4 3.59 3.6 1.4-2.4 3.64 366 2.4-3.3 3.68 3.7 3.3-4.4 . 3.7 4.4-55 3.73 373
M4.5 x 0.75 09-1.7 4.06 w2 12 41 4.1 27-3.9 4.16 42 3.9-49 4.18 42 4964 | 421 4.2
M5 x 0.8 1.0-2.1 453 45 2.1-2.9 4.58 1“557 2.9-4.4 4.64 2”6‘5 4.45.9 4.66 4.65 5.9-7.1 4.69 4.7
M6 x 1.0 1224 | 542 3| 2436 | 548 5.5 3649 | 555 V82| 4969 | 558 5.6 6.9-8.1 5.61 5.6
M7 x 1.0 1.4-2.4 6.42 6.4 2.4-4.4 6.48 6.5 4.4-65 6.55 6_';3 6.5-7.7 6.58 6.6 7.795 6.61 6.6
M8 x 1.25 1.6-3.1 7.27 7.25 | 3.1-49 7.35 ;5 | 4669 7.43 7.4 6.9-8.9 7.47 M| 8109 | 751 75
M10 x 1.5 1.9-3.9 9.12 2364 | 3969 9.22 9.25 | 59-83 9.32 9.3 83-109 | 9.37 oas | 109129 9.1 9.4
g 7/16 7/16 11.3
M12 x 1.75 2.4-4.9 10.98 11.0 4.9-7.4 11.09 1.1 7.4-10.5 11.2 11.11 10.5-14.5 11.26 . 14.5-17.0 11.31 1.3

Inch Sizes (inches)

Application Light Medium-Light Medium-Heavy Full Strength Extended

Duty Class 0.3 Diameter of Material 0.5 Diameter of Material 0.75 Diameter of Material 1.0 Diameter of Material 1.25 Diameter of Material
Percentage

o Threadt 90% 80% 70% 65% 60%

Nominal Material Pilot Drill Material Pilot Drill Material Pilot Drill Material Pilot Drill Material Pilot Drill
Size Thickness Hole Size Thickness Hole Size Thickness Hole Size Thickness Hole Size Thickness Hole Size
256 017034 00756 | 59 | 03a-052| 0.0767 | oMM | 052073 | 00779 | ofoer | .073.095| 00785 | ores | .095-169 | 00790 | Covay
348 020-040| 08680 | 227 | 040-050 | 0.0882 | (agy |.059-084 | 0.0895 | oono |-084-110| 0002 | F30M | 110.141| 00000 | Ziaen
440 022085 00974 | 4% |.045-067| 00990 | oE2. |.067-085 | 01006 | ohoas |-095-126| 01014 | "5 | 126157 | 01023 | BS0n
5-40 025.051| 01104 | 28T | 051075 | 01120 | ooy | 075108 | 01136 | oy | .06-1a1| o0a14a | BITD | aar-a7s| 01183 | 23TeD
632 028-088| 01197 | 50 |.066-083| 01218 | 3T | 083117 | 01238 | o35 |.17-162| 01208 | oYag | .152.103| o0.1288 | SAne
832 033066 01457 | STTM | 066-008 | 0.1478 | 357OMM | 098141 | 0.1498 | 3oaee | 141180 | 0.1508 | 35707 | .180-230 | 0.1518 | o'ey
10.24 038-079| 01656 | e |.079-114| 01683 | (AIS. [1a-162 [ 0470 | 15 | 62200 | 01724 | (1R | 200268 0.1738 | §4Ta
10-32 038079 04717 | JUBA | o7e-11a| 01738 | g7y |atete2 | o788 | o5y | 62200 | 0768 | oY, | .209-268| 01778 | §3mD
12-24 043086 01916 | 'y |.086-130| 01943 | *0c |.130-184 | 01970 | PTeme |.184-238| 01984 | oS | 238-302| o0.1998 | 5500
1/4-20 050-100( 0.2208 | (%2 |.100-150 | 0.2240 | 730 |.150-213 | 02273 obbg | 213-275| 02289 | 387 | 275350 | o0.2300 | 35TVM

5/16.18 062126 02800 | HOMM | 126.188 | 02836 | HAMT |.188-266 | 02872 | hoavs |.266-345| 02890 | (5o | .345-438| 02008 | LATN

3816 075-150| 03384 | SSTM | 150205 | 03425 | STMM | 225319 | 03466 | GOSN | 319.413| 03486 | gags | 413-525| 0.3506 | ST

7116-14 087-174| 03957 | X |.17a-262| 0a00a | X, |-262.371| 04050 | Yo, | 371-481| 04073 | 322 | ssr-612| 04096 | gapg

12-13 100-.200|  0.4550 02.%6341 .200-.300 | 0.4600 02.?4/55341 .300-.425 | 0.4650 01_ %3828 425550 | 0.4675 01_ 2/63828 550-700 | 0.4700 | 1952

APPLICATION DUTY CLASS - A general term used here to group material thickness in terms of screw diameters.
For example, the average material thickness listed under “medium-heavy” equals 75% of the screw diameter. 6



TAPTITE 2000°

Recommended extruded pilot hole sizes in light-gauge steel

for TAPTITE 2000® Screws and Bolts

Metric Sizes (mm)

+1.00mm (+.040 in.)

-.000

(&

o] 4

&

Material Thickness 0.5 - 0.69 0.7 - .99 1.0-1.49 15-2.49 25-3.0

Screw Size Hole Size Diameter - D

M2.5 x .045 2.22 2.23 2.24 — —
M3 x 0.5 2.70 2.71 2.72 — —
M4 x 0.7 3.57 3.59 3.61 3.64 —
M5 x 0.8 — 4.53 4.56 4.59 —
M6 x 1.0 — 5.42 5.45 5.48 5.51
M8 x 1.25 — — 7.27 7.31 7.35

Approximate Material Thickness “T”

Metric 0.6-1.0 1.0-12 12-2.0 2.0-25

2.00 - 2.55 1.00 {0.13 | 1.00 |0.13 | 1.00 | 0.15 | 1.10 | 0.25 | — —
2.56 - 3.20 1.20 {0.13 | 1.20 | 0.13 | 1.20 | 0.15 | 1.30 | 0.25 | 1.35 | 0.25
3.21-3.80 1.35 [0.13 | 1.35 |0.13 | 1.35 | 0.15 | 1.50 | 0.25 | 1.60 | 0.25
3.81-4.60 — — 1.50 [0.13 | 155 | 0.15 [ 1.80 | 0.25 | 1.90 | 0.25
4.61 - 5.60 — — 1.80 [0.13 | 180 | 0.15 | 2.30 | 0.25 | 2.40 | 0.25
5.61 - 6.60 — — — — [ 190 | 0.15 | 255 | 0.25 | 265 | 0.25
6.61 - 7.60 — — — — [ 210 | 0.15 | 295 | 0.25 | 3.20 | 0.25

Inch Sizes (inches)

Material Thickness = .020 - .029 .030 - .039 .040 - .059 .060 - .099 .100 - .130
Screw Size Hole Size Diameter - D
4-40 0.097 0.097 0.098 — —
6-32 0.119 0.120 0.121 0.122 —
8-32 0.145 0.146 0.147 0.148 —
10-24 0.164 0.166 0.168 0.170 0.170
10-32 0.171 0.172 0.173 0.174 0.174
1/4-20 - 0.221 0.223 0.225 0.225
5/16-18 — 0.282 0.285 0.285

Approximate Material Thickness “T”

Inch 0.020 - 0.035 0.035 - 0.050 0.050 - 0.075 0.075-.100 0.100 - 0.125
Hole Dia. D R H R H R H R H R
.081 - .100 0.040 | 0.005 | 0.040 |0.005] 0.040| 0.006 |0.043 |0.010| — —
.101 - .125 0.047 | 0.005 | 0.047 | 0.005| 0.047 | 0.006 | 0.052 |0.010 | 0.054 | 0.010
.126 - .150 0.053 | 0.005 | 0.053 |0.005| 0.053 | 0.006 |0.060 |0.010 | 0.063 | 0.010
.151 - .180 — — 10.060 |0.005| 0.060 | 0.006 |0.070 [0.010| 0.075 | 0.010
.181 - .220 — — 10.070]0.005|0.070| 0.006 |0.090 [0.010] 0.095 | 0.010
.221 - .260 — — — — [0.075)0.006 |[0.100 |0.010 | 0.105 | 0.010
.261 - .300 — — — — |10.083|0.006 |0.116 {0.010| 0.125 | 0.010

T W Min. —T/2—>/ﬁ<—||\ o

W Max. = 0.6T

R+ 125mm (+.005 in.)

Extruding holes for fasteners
in light-gauge steel nearly
doubles the length of thread
engagement over the original
material thickness.

Taptite 2000® screws and
bolts develop almost twice
the failure torque in extruded
holes, providing maximum
joint integrity.

Example: The chart shows
that for a M4 x 0.7 screw in

a material thickness of 0.75mm
the suggested hole diameter
is 3.59mm. The corresponding
“H" dimension is the 1.3bmm
minimum, making the total
length of engagement

2. 1mm minimum.



TAPTITE 2000°CA™

SECTION A-A

The CA point can be supplied with
a sharp point or a slightly truncated

blunt point — which is desirable for
situations when the sharp point
could be a potential hazard to

—_

— o —]

le— > —]

wires, components or assembly +=
line and service personnel.

BoDY
SECTION A-A
<7 4‘ Section view
/ shows hole-finding
= capability of
=== CA Point.

TAPTITE 2000® CA Fasteners have a gimlet
point for use when clearance holes and pilot
holes do not align.

The CA point is also good for rapid hole finding,
floating nut members or difficult access applications.

TAPTITE 2000® CA Fasteners can be produced
with any of our heat treatment processes; case
hardened - our standard heat treatment for
sizes M5 (#12) or smaller, CORFLEX®-1
induction hardened for structural or demanding
applications or CORFLEX®-N, neutral hardened
non-ferrous applications.

See page 2 for a more detailed description of
the available heat treat options.

CUT OFF STYLE
SHARP POINT

NON-CUT OFF STYLE
TRUNCATED POINT




TAPTITE 2000° “Sp~™

——— 2-2 1/2 THREAD LEAD

TAPTITE 2000® “SP"™ Fasteners |_‘
have a shorter point than

standard TAPTITE 20009 fasteners N

to maximize full thread engagement L B

in blind holes, particularly in
non-ferrous materials.

TAPTITE 2000® “SP"™ Fasteners
are primarily used in aluminum
and therefore are supplied with
CORFLEX®-N heat treatment to
minimize the potential of stress
corrosion. When used in steel
material, TAPTITE 2000® “SpP"”™
Fasteners can be ordered with
the case hardened or CORFLEX®-I
heat treatment — see page 2 for details.

The short point of the

TAPTITE 2000® “SP”™ Fastener
maximizes the amount of full
thread engagement in blind
holes. Increasing the full thread
engagement is often critical in
shallow depth holes. In many
cases the failure mode can be
shifted from internal thread
stripping to fastener fracture,
which is typically desired in castings.
In deeper holes, the shorter
"SP”™ point may allow a shorter
fastener, saving weight and cost.

SRR Ui .

e il

Note; “SP”™ designates Short Point



TAPTITE 2000° "sp”™

Recommended pilot hole sizes for Aluminum or Zinc Alloy
die castings for TAPTITE 2000° “SP”™ Fasteners

Hole Diameter as Cast F L H J
Hole Dia. Length Boss Distance to
Top A Bottom B as of Thread Dia. Edge for No

Drilled Engagement Measurable
Distortion
Min. Min. Min.

Metric Sizes (mm)

M2 x 0.50 1.91 1.83 1.81 1.73 1.82 4.00 3.32 1.0
M2.5 x 0.45 2.39 2.31 2.28 2.20 2.29 5.00 4.15 1.2
M3 x 0.5 2.90 2.82 2.76 2.68 2.77 6.00 4.98 1.3
M3.5 x 0.6 3.31 3.23 3.21 3.13 3.23 7.00 5.81 1.6
M4 x 0.7 3.82 3.74 3.64 3.56 3.68 8.00 6.64 1.8
M5 x 0.8 4.80 4.72 4.58 4.50 4.64 10.00 8.30 2.1
M6 x 1.0 5.74 5.66 5.48 5.40 5.54 12.00 9.96 2.6
M7 x 1.0 6.78 6.70 6.48 6.40 6.54 14.00 11.62 2.6
M8 x 1.25 7.69 7.61 7.35 7.27 7.43 16.00 13.28 3.3
M10 x 1.6 9.64 9.56 9.22 9.14 9.32 20.00 16.60 3.9
M12 x 1.75 11.59 11.51 11.09 11.01 11.20 24.00 19.92 4.6

Inch Sizes (inches)

2-56 0.081 0.078 0.077 0.074 0.0779 0.172 0.197 0.046
3-48 0.093 0.090 0.088 0.085 0.0895 0.198 0.208 0.054
4-40 0.105 0.102 0.099 0.096 0.1006 0.224 0.220 0.065
5-40 0.118 0.115 0.112 0.109 0.1136 0.250 0.232 0.065
6-32 0.128 0.125 0.122 0.119 0.1238 0.276 0.242 0.081
8-32 0.155 0.152 0.148 0.145 0.1498 0.328 0.272 0.081
10-24 0.177 0.174 0.168 0.165 0.1710 0.380 0.315 0.108
10-32 0.182 0.179 0.174 0.171 0.1758 0.380 0.315 0.081
12-24 0.203 0.200 0.194 0.191 0.1970 0.432 0.359 0.108
1/4-20 0.235 0.232 0.224 0.221 0.2273 0.500 0.415 0.130
5/16-18 0.297 0.294 0.284 0.281 0.2872 0.625 0.519 0.144
3/8-16 0.359 0.356 0.343 0.340 0.3466 0.750 0.623 0.162
7/16-14 0.419 0.416 0.400 0.397 0.4050 0.875 0.726 0.186
1/2-13 0.481 0.478 0.460 0.457 0.4650 1.000 0.830 0.200

The minimum length of thread engagement INCLUDED
should be equal to twice the diameter of M| DRAFT —

the screw (to approach utilizing available
screw strength). The hole diameter, to

| .
|
ensure optimum performance, should | 1 | 1
provide for 65% to 75% thread engagement. | l 47 1
i SR
I

Note; “SP”™ designates Short Point S I e




REMINC/CONTI

Research Engineering & Manufacturing Inc.
(REMINC) and Conti Fasteners AG (CONTI)
have successfully marketed TAPTITE®
fastener technology internationally since
1961. Their success has been accomplished
by licensing and training leading fastener
producers worldwide.

The technical program in the United States is
under the direction of REMINC, located in
Middletown, Rhode Island and in other
countries under the direction of CONTI,
situated in Baar, Switzerland.

Although REMINC and CONTI are separate
corporations and operate independently,
each is dependent on the other for certain
functional activities.

AVAILABILITY

Currently there are 68 qualified producers
located in 20 countries utilizing the Technical
Knowhow, Patents, Trademarks, and
Engineering and Marketing services of
REMINC/CONTI. These producers delivered
a volume in excess of 17,000,000,000 pieces
of Trilobular™ fasteners in 2000, comprising
a mix of products.

The proprietary products available in the pro-
gram are marketed and sold, not as fastener
items but rather, as COST REDUCTIONS TO
END-USERS OF ASSEMBLED PRODUCTS.

The proprietary fasteners offered to the
assemblers are the means to an end, i.e.used
to generate cost reductions while at the same
time providing reliably tightened joints.

ORDERING/SUPPLY

When ordering from qualified Trilobular™
fastener producers, be sure in all cases to
specify the TAPTITE 2000° brand name,
thread size, nominal length, head and point
style, strength grade if CORFLEX®- N or
CORFLEX®-I is involved, any other special

features required, finish, and of course, quantity.

DISCLAIMER CLAUSE

The values shown in this brochure are for
guidance only. They are not meant to be
used for design criteria. Their use and
reliance thereon for any purpose by anyone
is entirely voluntary and at the sole risk of
the user. REMINC/CONTI are not responsible
for any loss, claim, or damage resulting from
their use. Consult our application engineers
or the application engineering department of
one of our many qualified producers for your
specific application data.

TECHNICAL ASSISTANCE

This brochure contains basic information
needed to achieve the cost savings potential
of Trilobular™ fasteners.

To obtain further assistance and a list of
qualified producers, visit our website at
www.taptite.net or contact;

In North America;
REMINC
Tel: 401-841-8380
Fax: 401-841-5008
Email: reminc@reminc.net

In Europe and all other countries;
CONTI Fasteners AG;
Tel: +41(0)41/761 58 22
Fax: +41 (0)41/761 30 18
Email: conti@contifasteners.ch

Patents and trademarks issued and/or pending worldwide.

REMINC

Research Engineering & Manufacturing Inc.

55 Hammarlund Way, Tech II Middletown, RI 02842 USA
Tel: 401-841-8880 Fax: 401-841-5008
www.taptite.com
Email: reminc@reminc.net

SERVICES
A summary of the capabilities of
REMINC/CONTI in support of manufacturers:

Technical Support
* New Product Development
* Research and Development Reports
* Technical Manuals
* Technical Reports
* Technical Information Updates
* Engineering Consultation
» Computer Aided Design and Analysis
* Engineering Training
* Tooling Design and Procurement
» Manufacturing Guidance
» Manufacturing Cost Reduction
* Metallurgical Analysis
» End-User Application Guidance
* Technical Training Seminars

MARKETING SUPPORT

* Application * Graphics
Definition + Customer Product

* Application Brochures
Reports + Technical Liaison

* Performance + Joint Customer Visits
Documentation ¢ Cooperative Studies

+ Sales Seminars ¢ Trademark and

+ Audio/Video Patent Use
Materials

In addition to the above stated detail,
REMINC/CONTI are positioned to provide:

+ Contract + Contract Joint
Testing Analysis

+ Contract + Fastener Engineering
Engineering Training

+ Consultation
Activities

CONTI Fasteners AG

Albisstrasse 15, 6340 Baar (ZG) Switzerland
Tel: +41 (0)41/761 5822 Fax: +41 (0)41/761 3018
www.taptite.net

Email: conti@contifasteners.ch

Copyright 2001, Research Engineering & Manufacturing Inc.

11132000-AGS



	Text1: Albisstrasse 15, 6340 Baar (ZG) Switzerland
Tel:  +41 (0)41/761 5822  Fax:  +41 (0)41/761 3018
www.taptite.net
Email:  conti@contifasteners.ch
	Text3: CONTI Fasteners AG
	Text4: 55 Hammarlund Way, Tech II  Middletown, RI 02842 USA
Tel:  401-841-8880  Fax:  401-841-5008
www.taptite.com
Email:  reminc@reminc.net
	Text5: Research Engineering & Manufacturing Inc.
	Text6: Copyright 2001, Research Engineering & Manufacturing Inc.
	Text7: 11132000-AGS


