Overview Taptite®-screws

Casehardened self-tapping screws for
metal, M-thread.

The Taptite screw roll forms its own mating threads at a
torque which is much lower than the tightening torque.

The Taptite Il thread is designed to make the torque
even lower than previous Taptite screws.

Screws with the Taptite Il thread are usually casehardened
but are also available in tempered so-called Corflex®.

However, the casehardening causes the screw to have less
elasticity than a tempered 8.8, and should therefore not
be used in high-tensile joints or when loads are dynamic.
In high-tensile joints, it is recommended to use Taptite Il in
Corflex® performance.

Casehardened screws with Taptite Il thread can form
threads in sheet metal and profile made of:

* Steel with a hardness up to 250 HB.

* Aluminium and copper and their alloys.

* Castings made of iron, steel, aluminium, zinc, magnesium
and copper alloys.

Table 69 Thread diameters Taptite®

Screw size » Thread c
mm .

max. min. max. min.
M2,5 2,48 2,39 257 2,48
M3 2,95 2,87 3,05 2,97
M4 3,95 3,85 4,07 3,99
M5 492 4,84 5,08 5,00
Mé 590 5,80 6,10 6,00
M8 7,88 778 8,13 8,03
MI0 9,85 9,75 10,15 10,05
M2 |'1,83 11,73 12,18 12,08
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Table 69.1 Thread diameters Taptite 1I®
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Two performances
Corflex is available in two different hardening per-
formances.

Corflex N - toughened to property class 10.9.
Performance N is capable of rolling threads in plastic
metals, whose hardness do not exceed HB 100.

Corflex | - toughened to property class 10.9 and with
induction hardened point. The point’s hardness in this
performance is at least HRC 45, i.e. as hard as case-
hardened Taptite, which gives equally good thread rolling
characteristics.

DUO-Taptite® - this thread is a further development
of the Taptite-thread. The improved functionality is gained
by giving the bolt tap and thread different triangular
cylindricity. The non-cylindricity has been decreased on
the thread, which gives better interaction between screw
and goods material and better joint strength - especially
at short grip lengths.

The bolt tap has on the other hand been given a larger
non-cylindricity and also stabilizing threads. Therefore the
screw will be straightened in the hole at the same time
as the rolling of threads starts more easily and demands
a lower torque, despite of that there is needed less axial
force. The bolt tap reaches full diameter after 3-4 pitches
of thread.

Taptite® in Stainless steel are designated for montage
in soft materials, for example light metals with a rigidity
that does not exceed HV | 15.

Thread cross section
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Table 139 Thread diameters DUO-Taptite®
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Thread Point Thread Point
Screw size C D C Screw size c D c
mm : ‘ 2 mm ) .
max. min. max. min. max. max. min. max. min. max.
M1.6x 0.35 1.66 1.58 1.59 I.51 1.31 M2.5x 045 2.57 2.48 2.52 244 222
M2 x 040 2.06 1.98 1.98 1.90 1.67 M3 x 050 3.07 298 3.02 293 2.69
M2.5 x 0.45 2.57 248 248 2.39 2.13 M3.5x 0.60 3.58 348 352 342 3.3
M3 x0.50 3.07 298 297 2.88 2.58 M4 x0.70 4.08 398 401 391 357
M3.5x 0.60 3.58 348 346 336 3.00 M4.5x 0.75 4.59 4.48 451 44| 4.04
M4 x0.70 4.08 398 394 3.84 340 M5 x0.80 5.09 498 50l 4.90 45|
M4.5 x 0.75 4.59 4.48 4.44 4.33 3.85 M6 x 1.00 6.10 597 6.00 5.87 5.38
M5 x0.80 5.09 4.98 493 4.82 431 M7 x 1.00 7.10 697 7.00 6.87 6.38
Mé x 1.00 6.10 597 590 577 5.13 M8 x 1.25 8.13 797 8.00 7.85 7.23
M7 x 1.00 7.10 6.97 6.90 6.77 6.13 MI10 x 1.50 10.15 9.97 10.00 9.82 9.07
M8 x 125 8.13 797 7.88 772 691 MI2 x |.75 12.18 11.97 12.00 I'1.80 10.92
MI10 x 1.50 10.15 9.97 9.85 9.67 8.69 MI14 x 2.00 14.20 1397 14.00 13.77 12.77
MI2 x 1.75 12.18 11.97 11.83 11.62 1047 M6 x 2.00 16.20 15.97 16.00 15.77 14.77
MI14 x 2.00 14.20 13.97 13.80 13.57 12.25
M6 x 2.00 16.20 15.97 15.80 15.57 14.25



Table 227 Thread diameters Taptite 2000®
(Is yet a further development of the Taptite thread.)

3-4 thread lead

For M5 and smaller:

:

—

Screw size = e 5 Pgint

mm nominal nominal mapx.
MI.6 x 0.35 .60 1.56 1.40
M2 x 040 2.00 1.96 .77
M2.5 x 0.45 2.50 2.45 2.25
M3 x05 3.00 295 2.71
M3.5 x 0.6 3.50 344 317
M4 x0.7 4.00 393 3.60
M5 x0.8 5.00 492 4.55
M6 x 1.0 6.00 590 538
M8 x 1.25 8.00 7.87 723
MIO x I.5 10.00 9.85 9.08
MI2 x .75 12.00 11.82 10.92
MI14 x 20 14.00 13.80 12.77
MIé6 x 2.0 16.00 15.80 14.76

Assembly and resistance

Taptite-screws are best assembled using screwdrivers with
good moment thoroughness (capability >2).

Rotation speed between 300 and 1500 r/m is appropriate
depending on thread diameter, head shape and assembly
conditions in general. The table can be used as a guideline
when testing assembly moments.

Table 228 Assembly recommendations.
Guideline values for commonly occurring
applications.
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Stabilizing threads.

Table 140 Tensile strength and torque for
Corflex®-screw

Nominal Tensile Tightening
thread diameter breaking torque’)

mm kN

M5 142 72
M6 20, I3
M8 36,6 30
MI0 58 58
MI2 843 100
Mlé |57 250

D In through holes after the thread has been stamped.

* Indicates probability that screw will break.

) Thread Rec.
Screw size Plate H.o\e forming assembly Failure
mm thickness size SErEE EIrEuE "
q q orque Table 229 and 230 are taken from the ISO standard for
1.0 2.70 030-0.45 1.0 1.5-2.0 Taptite, other information is taken from our manufacturers.
M3 x 05 20 275 0.35-0.55 10 1.6-2.5 . .
30 75 050.0.80 6 535% Table 229 Mechanical properties for
L0 200 BELOES I L3 Taptite®-screw acc. to ISO 7085
M4 x 0.7 30 365 090-13 33 5575
4.0 3.65 1.2-1.6 43 7.0-100%* Nominal Breaking torque Tensile .
25 455 1320 8 53.80 thread diameter min. bl”e_akir’llg
min.
M5 x 0.8 35 455 15-2.7 60 10-12 mm 'y
50 460 2030 7.0 L1-14* M2 05 | 940
30 5.40 2028 50 9-13 M2,5 12 3150
M6 x 1.0 45 550 3245 10.0 16-21 M3 2 4 680
60 550 3548 100 18-25% M35 34 6300
40 730 4870 200 340 i a5 A
M8 x 125 60 735 5595 280 4353 M o 13 200
— M6 17,0 18 700
80 735 7-12 300 55-65
M8 40 34000
50 920 11-15 300 53-63 o 650 500
MIOx |5 80 920 14-19 450 80-92 v 500 =0
100 9.25 15-22 550 92-102% Py— :
For information only.
60 11.00 2329 600 108-130 ™ : toned ab b wh bi
M2 175 0 T 3 0 ERES The va ules men |oc?e a OVE| apngé when assembling screw
20 110 30-38 1000 175200 In test plate according to table .

Table 230 Test plate thickness and hole
diameter

Nominal
thread 2 25 3 35 4 5 6 8 10 12
diameter
Plate
thickness 2 2,5 3 35 4 5 6 8 10 12
Hole diam.
max. 1,82512,27512,775] 3,18 | 3,68 | 453 | 543 |7,33619236|l 1,143
min. 1,800 (2,250 | 2,750] 3,15 | 3,65 | 450 | 540 |7,300(9,200 | 1,100

The test plate should be of steel and have a rigidity of 140-180 HV.
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