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Why is Guhring increasingly offering  
Form E taps? 
In addition to the conventional Form B and C for machine taps we are increasingly including Form E tools in our 
standard range. Thus, we are taking into account the increasing demand for taps with which threads can be 
produced as close as possible to the bottom of the bore when machining blind holes and to produce deepest 
threads as possible when machining through holes.

Taps with Form E feature an extremely short chamfer lead 
with only 1.5 to 2 threads. On modern machines and tapping 
chucks any inferior guidance of the tool in comparison 
to Forms B and C with long chamfer lead are eliminated. 
The run-out of the tap is impossible thanks to the rigid 
tool clamping. Taps with Form E can provide a significant 
advantage in the production of very deep reaching, fully 
tapped threads.Extremely short chamfer lead 

1.5 to 2 threads

Conventional Forms B and C  
for machine taps

Form C

short, 2 - 3 threads 
for blind holes 

2…3 threads

medium, 3.5 - 5.5 threads, 
with spiral point,  
for through holes

3.5…5.5 threads
Form B

Short  
thread run-out

General information chamfer forms
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General Information Powertaps
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Definitions and angles

straight fluted, form B
with spiral point

right-hand helix angle 
40°

chamfer lead
length

thread
length

shank dia.
length of driving

square length of driving
square

flute length

overall length

tread
dia.

solid cone

stepped cone
on

shank

internal centre
(form A or R to DIN 322

acc. to manufact. specification)

on cutting
section

solid cone

chamfer

internal centre
(form A or R to DIN 322
acc. to manufact. specification)

 
Thread dia. range 

mm

Centre on cutting section

Centre on shank with chamfer forms  
C, E

with chamfer form 
B

≤ 4,2 ➀ ➀ ➃ ➄ ➅
> 4,2 … 5,6 ➀ ➁ ➀ ➃ ➄ ➅
> 5,6 … 10,0 ➀ ➁ ➂ ➀ ➁ ➂ ➃ ➄ ➅

> 10,0 ➂ ➂ ➅

Flute forms

Types of centres
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≤ 850 – 10 - 15 15 - 20

≤ 1000 – 10 - 20 15 - 25

≤ 750 – 10 - 15 15 - 20

≤ 850 – 10 - 15 15 - 20

≥ 850 … 1200 – 8 - 12 10 - 15

≥ 850 … 1200 – 8 - 12 10 - 15

≤ 1000 – 6 - 10 8 - 12

≥ 650 … 1000 – 6 - 10 8 - 12

≤ 850 – 6 - 12 8 - 15

≤ 850 – 6 - 12 8 - 15

≤ 850 – 6 - 12 8 - 15

≤ 400 – 15 - 20 20 - 25

≤ 400 – 15 - 20 20 - 25

≤ 600 – 15 - 20 20 - 25

≤ 600 – 15 - 20 20 - 25

– ≤ 240 15 - 20 20 - 25

– ≤ 240 15 - 20 20 - 25

– < 300 15 - 20 20 - 25

40

80

120

160

200

240

180

6H 98

70

42

212

6G

98

70
6HX

6H

6G
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Tensile strength 
MPa (N/mm2)

Hardness 
HB

Cutting speed vc m/min*

HSS-E HSS-E-PM

Structural steels

Free-cutting steels

Unalloyed case hardened steels

Unalloyed heat-treatable steels

Alloyed case hardened steels

Alloyed heat-treatable steels

Alloyed tool steels

High speed tool steels

Stainl./acid-resist. steels, sulphured

	 austenitic

	 martensitic

Aluminum and Al-alloys

Al wrought alloys

Al cast alloys     ≤ 10 % Si

	   > 10 % Si

Cast iron

Spheroidal grahpite iron

Malleable cast iron

* With coated tools  Vc can be increased by up to 50%.

Cutting data Powertap	
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ta

Available in all essential tolerances

Tolerance zone / tolerance class allocation

Nut thread-tolerance zones

Tap thread-tolerance classes

To
le
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 μ
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DIN EN 22857

Application class 
of tap

Class 2
ISO 2

Class 3
ISO 3

Tolerance zone 
of internal 

thread to be cut

6H 6G

DIN 802 part 1 
(withdrawn)

Tolerance class 
of tap

6H 6G

6H:
The tolerance zone 6H corresponds 
with the standard tolerance for taps to 
DIN EN 22857.

6HX:
The additional letter “X“ (6HX) indicates 
taps produced with deviating tolerance 
to standard. These deviations are 
based upon the company standard. 
Taps produced to tolerance 6HX are, 
for example, selected for abrasive or 
tough materials.  

6G:
The tolerance zone 6G corresponds 
with an over-size condition tolerance 
for taps to DIN EN 22857 and is 
applied for components that are, for 
example, surface treated.
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Tap size
metric           inch

Tapping size hole 
Ø mm

Recommended core drills

M 2 1.600

NO. 4 -40 2.350 carbide micro-precision drill, 4 x D, without IC, Guhring no. 6400

NO. 4 -48 2.400

M 3 2.500
carbide micro-precision drill, 5 x D, with IC, Guhring no. 6405

NO. 6 -32 2.850  GU 500, jobber drill, HSCO, Guhring no. 5523

NO. 6 -40 2.950

M 4 3.300

NO. 8 -32 3.500

NO.10 -24 3.900

NO.10 -32 4.100

M 5 4.200

M 6 5.000

1/4 -20 5.100

M 6 X 0.75 5.200

1/4 -28 5.500

5/16-18 6.600

M 8 6.800 RT 100 U, 5 x D, with IC, Guhring no. 5511

M 8 X1 7.000

3/8 -16 8.000 RT 100 U, 5 x D, without IC, Guhring no. 5515

M10 3/8 -24 8.500

M10 X1.25 G 1/8 8.800 GU 500, jobber drill, HSCO, Guhring no. 5523

M10 X1 9.000

7/16-14 9.400

M12 10.200

M12 X1.5 10.500

M12 X1.25 1/2 -13 10.800

M12 X1 11.000

G 1/4 11.800

M14 12.000

M14 X1.5 12.500

M14 X1 13.000

5/8 -11 13.500

M16 14.000

M16 X1.5 5/8 -18 14.500

M16 X1 15.000

G 3/8 15.250 RT 100 U, 5 x D, with IC, Guhring no. 5511

M 18 15.500

M18 X1.5 3/4 -10 16.500 RT 100 U, 5 x D, without IC, Guhring no. 5515

M20 17.500

M20 X1.5 18.500
HT 800 holder 5 x D and insert,  
Guhring no. 4108 + 4112

G 1/2 19.000

M22 X1.5 20.500

M24 21.000

M24 X2 22.000

M24 X1.5 22.500
HT 800 holder 5 x D and insert,  
Guhring no. 4108 + 4112

G 3/4 24.500

G1 30.750
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Powertap recommended tapping hole drills 
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