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National foreword
This Part of BS 1660 has been prepared under the direction of the Machine, Engineers and Hand Tools Standards
Committee and is identical with 1SO 296-1974 ‘Machine tools — Self-holding tapers for tool shanks’ which was prepared
by Technical Committee ISO/TC 39 of the International Organization for Standardlzatlon {1SO) and in the development
of which the United Kingdom played an active part.
This Part of BS 1660 includes sizes 1 to 3 Brown and Sharpe tapers which were not mcluded in BS 1660 : 1972 but
excludes non-preferred size 7 tapers which were included in that standard.
Other Parts of BS 1660 currently published are as follows.

Part 2 Specification for reduction sleeves and extension sockets for tools with Morse taper shanks

Part 3 Specification for turret sockets and reduction sleeves with tapped ends for tools with Morse taper shanks

Part4 Specification for spindle noses and tool shanks with self-release 7/24 tapers

Part 5 Specification for adaptors with 7/24 internal and external tapers

Part 6 Specification for adaptors with external 7/24 tapers for tools with Morse taper shanks

Part 7 Specification for extension adaptors with external 7/24 tapers for tools with Morse taper shanks -

Part8 Specification for collar dimensions for 7/24 taper tool shanks and equipment

Part9 Specification for cotter slots

Part 10 Specification for drill chuck tapers (Jacob and short Morse)
BS 1660 : Parts 1 to 10 collectively supersede BS 1660 : 1972 which is withdrawn.
Terminology and conventions. The text of the international standard has been approved as suitable for publication as a
British Standard without deviation. Some terminology and certain conventions are not identical with those used in British
Standards; attention is drawn especially to the following.
The.comma has been used as a decimal marker. In British Standards it is current practice to use a full point on the baseline
as the decimal marker.
Wherever the words ‘International Standard’ appear, referring to this standard, they should be read as ‘British Standard’.
Inch dimensions. In accordance with the UK policy of metrication, inch dimensions given in this standard are not used
and are included for information purposes only. ’
Additional information. The concentricity tolerance should be of AT4 quality as given in BS 4500 ‘ISO limits and flts
Part 5 ‘Systems of cone tolerances for conical workpieces from C = 1:3 to 1:500 and lengths from 6 mm to 600 mm"*

Compliance with a British Standard does not of itself confer immunity from legal obligations.
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Machine tapers

Part 1. Specification for shanks and sockets with self-holding tapers (Morse and metric 5 %)

1 SCOPE AND FIELD OF APPLICATION

This International Standard specifies the dimensions of
tapers for tool shanks with a small taper of about 4 to 5 %,
classified, according to their use, into the three following
categories @

1) tapers for general use,
2) smaller tapers,
3) larger tapers.

For the first category, tapers recommended by ISO are
Nos. 1 to 6 Morse tapers. Their standard sizes in millimetres
are given in table 2, and the corresponding sizes in inches are
given in table 3.

For smaller and larger tapers, those recommended by ISO
are, on the one hand, Nos. 4 and 6 metric 5 % tapers and
No. 0 Morse taper, and on the other hand, Nos. 80 to 200
metric 5 % tapers. Their sizes, in millimetres only, are given
in table 2. However, it was agreed to inctude in parallel, in
the category of small tapers, Nos. 1 to 3 Brown & Sharpe
tapers. Their sizes, in inches only, are given in table 3.

Consequently, as shown in table 1, self-holding tapers dealt
with in this International Standard include :

1} for general use, only Nos. 1 to 6 Morse tapers;

2) for sizes below No. 1 Morse taper, two solutions :

either Nos. 4 and 6 metric tapers and No. 0 Morse taper

{without corresponding tapers in the inch table 3) or,
. alternatively, Nos. 1 to 3 Brown & Sharpe tapers
(without corresponding tapers in the metric table 2);

3) for sizes above No. 6 Morse taper, only Nos. 80 to
200 metric tapers (without corresponding tapers in the
inch table 3).

TABLE 1
Designation Sizes in millimetres Sizes in inches
Nos. 4 and 6 metric Nos. 1to 3
Small tapers
and No. 0 Morse Brown & Sharpe

Tapers for general

Nos. 1 to 6 Morset)
use

Nos. 80 to 200

“Large tapers .
metric

1) Except for threads, Nos. 1 to 6 Morse tapers, manufactured
either to metric values or to inch values, are strictly interchangeable,
though not absolutely identical.

Lastly, this International Standard provides, for those
elements which are threaded, two entirely distinct types of
product according to the type of thread, M or UNC.

In order to distinguish between these two types, it is
important that the element itself be marked with the
corresponding thread symbol,
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