KASPERCALC

Drill = standard drill nearest the middle

METRIC TAP DRILL !

the internal thread minor @ tolerance

CHART bend

80 threads - 2026-10-21
Metric M - classes 6H - cutting tap

Thread - Tap drill - Drill @ - start drill for BORE - % of thread — diametersin mm  Metric

M1 x0.2 0.8mm 080 77% M6 x 1 5mm 5.00 77% M17x1.5 15.5mm 1550 77%
M1x0.25 0.75mm 0.75 77% M7x0.75 63mm 630 72% M18 x 1 17mm 17.00 77%
M1.1x0.2 09mm 090 77% M7 x 1 6 mm 6.00 77% M18x1.5 16.5mm 16.50 77%
M1.1x0.25 0.85mm 085 77% M8x0.75 73mm 730 72% M18 x 2 16 mm 16.00 77%
M1.2x0.2 1mm 1.00 77% M8 x 1 7 mm 7.00 77% M18x2.5 15.5mm 15.50 77%

M1.2x0.25 0.95mm 095 77% M8x1.25 6.8mm 6.80 74% M20 x 1 19mm 19.00 77%
M1.4x0.2 1.2mm 120 77% M9x0.75 83mm 830 72% M20x1.5 18.5mm 1850 77%
M1.4x03 1.1mm 110 77% M9 x 1 8 mm 8.00 77% M20 x 2 18 mm 18.00 77%
M1.6x0.2 14mm 140 77% M9x1.25 7.8mm 780 74% M20x2.5 17.5mm 1750 77%
M1.6x0.35 1.25mm 1.25 77% M10x0.75 93mm 930 72% M22 x 1 21mm 21.00 77%
M1.8x0.2 1.6mm 160 77% M10x 1 9 mm 9.00 77% M22x1.5 20.5mm 20.50 77%
M1.8x0.35 1.45mm 145 77% M10x1.25 88mm 880 74% M22 x 2 20mm 20.00 77%
M2x0.25 1.75mm 175 77% M10x1.5 85mm 850 77% M22x25 19.5mm 19.50 77%
M2 x 0.4 1.6mm 1.60 77% M11x0.75 10.3mm 10.30 72% M24 x 1 23mm 23.00 77%
M2.2x0.25 1.95mm 195 77% M11 x 1 10mm 10.00 77% M24x1.5 22.5mm 2250 77%
M2.2x0.45 1.8 mm 180 68% M11x1.5 95mm 950 77% M24 x 2 22mm 2200 77%
M2.5x0.35 2.15mm 2.15 77% M12x 1 1MTmm 11.00 77% M24 x 3 21mm 21.00 77%
M2.5x0.45 2.1mm 210 68% M12x1.25 10.8 mm 10.80 74% M25 x 1 24mm 2400 77%
M3x0.35 2.65mm 265 77% M12x1.5 10.5mm 10.50 77% M25x1.5 23.5mm 23.50 77%
M3 x 0.5 255mm 255 69% M12x1.75 10.3mm 10.30 75% M25 x 2 23mm 23.00 77%
M3.5x0.35 3.2mm 320 66% M14x 1 13mm 13.00 77%
M3.5x0.6 2.95mm 295 71% M14x1.25 12.8 mm 1280 74%
M4 x 0.5 3.5mm 350 77% M14x1.5 125mm 1250 77%
M4 x 0.7 33mm 330 77% M14 x 2 12mm 1200 77%
M45x0.5 4mm 400 77% M15x 1 14mm 1400 77%
M4.5x0.75 3.8mm 380 72% M15x1.5 13.5mm 13.50 77%
M5 x 0.5 4.5mm 450 77% M16 x 1 15mm 1500 77%
M5 x 0.8 42mm 420 77% M16x1.5 14.5mm 1450 77%
M5.5x0.5 5mm 5.00 77% M16 x 2 14mm 1400 77%
M6x0.75 53mm 530 72% M17 x 1 16 mm 16.00 77%

Limits per ASME B1.1-2024 (UN, UNJ), SAE AS8879B (UNJ 3B), ASME B1.13M-1995 / ISO 965-1 and ISO 261 (M), ASME B1.21M- kaspercalc.com/InternalThreadTool.html
1978 (MJ). % thread = 100 (D - drill) / 1.299P. Forming-tap holes use the tap makers' formula D - 0.0068-%P; confirm with your tap

maker. Drills cut oversize: gage Class 3B and UNJ holes. Drill sizes per ASME B94.11M. Reference only; the controlling standard

governs.



