
PRE-HOLE CHART 
 

Prior to utilising the NCT Tool, a pre-hole must be punched.  For best results, always tap the holes in 
the same sequence as the pre-holes are punched.  This will eliminate any backlash that is in the 
punch press. 

The necessary pre-hole punch sizes are listed on the chart below. This chart is based on 65%-70% 
thread.  For every .001 difference in hole size the % of thread changes by 5%. 
 
The pre-hole punch sizes listed on this chart is for both extruded and thru-holes. 

WARNING! DO NOT EXCEED 0.05MM SMALLER PREHOLE SIZE THAN RECOMMENDED. IT WILL CAUSE 
DAMAGE TO YOUR TOOL. 

 

 Material Thickness / Pre-hole size 

Thread Size ALL 0 – 2.28 2.3 – 3.17 2.54 – 6.35 3.18 – 4.06 0 – 6.0 

M2 x .4 1.83      

M2.5 x .45 2.3      

M2.6 x .45 2.4      

M3 x .5 2.78      

M3.5 x .6 3.24      

M4 x .7 3.69      

M5 x .8  4.65 4.7  4.8  

M6 x 1.0  5.52  5.61 – 5.66   

M8 x 1.25  7.44  7.49 – 7.56   

M10 x 1.5      9.37 

 
Dimensions shown are in MM 

When Tapping Stainless Steel, increase pre-hole size by 0.025 - 0.05 on material over 1.75mm. 

 

 


