
NPT Tapping Info and Guide 
 

Here is a reference guide I put together with all the required information for tapping an NPT 

thread. 

 

 

 

Some information on tapping NPT threads. 

L1 = hand tightening length 

L3 = Wrenching Engagement length 

L4 = Full length of thread 

 

A general rule is that it will take 3 to 5 turns before the thread is hand tight and then a further 1 

to 3 turns to be “Air Tight”. Air tight is between L1 and L3, tightening the thread past L3 is not in 

specification. 

 

The depth at which to tap can be approximated by L4, however NPT is a gauge type thread, so 

caution should be used on the first hole. 

 



Here is a table I put together with the relevant information required to tap a hole. 

 

 

Some general rules to successfully NPT tap a hole. 

Firstly, tapping a tapered hole is a tough as it gets on the tool itself due to the amount of 

engagement. To increase success it is suggested to use a pipe reamer with a very heavy 

speciality tapping lubricant. For every full turn in there must be half a turn back in order to 

break chips and stop the flutes from clogging. 

Using a countersink on the hole to help better guide the tap will aid in success. The most 

important thing is to have the tap perfectly straight. Using a drill press or a lathe with a centre 

for manual tapping is a must. 

For the best success ditch the tap and go with a thread mill, assuming CNC capabilities. 

 

Check out my other guides for general information. 


