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ABOUT US

XTREME TOOLING has been established in 2011 and started manufacturing of carbide Tools under
the brand name “Fighter". Because of consumer acceptance of our quality we kept adding Carbide Drill,
End mill, Ball nose, Reamer ete... in Carbide Tools. We provide the right part, at the right price, on
time-cvery time. Our precision cutting tools are manufactured with the perfection under inhouse

production setup and tough checking process.

XTREME TOOLING has a team of highly qualified and technically competent professionals who
can develop any type of cutting tools to national and international standard highest quality. Our
development procedure with dure is always based upon the customer requirements as per their
sample/specification or drawing. In order to upkeep the industries with the modern development,
Dedicated people with high intentions, sincere efforts, intelligent direction and successful execution

by adhering to stringent quality control system and quality management system are key to our success.

OUR PHILOSOPHY :
* Double The Expertise & Enhance the service level
OUR MAIN OBJECTIVE :

» To increase our Customers Competitiveness by offering solution
for their machining needs

« We have specialized QC professionals to guarantee the Quality
of each product

X We provide carbide mills and drills with different
kinds of angle/length and shape. Moreover
we provide OEM service and can produce
specific cutting tools according to your drawings.
We always persist in the spirit of
"Respecting work, Being Realistic, Quality first

& Customer First" so as to serve our Customers
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SOLID CARBIDE X-PLUS DRILL L/D 8

POINT HELDE SHANK ROTATION =
DIN XTREME ANGLE 140° ANGLE
1o3 X-PLUS ) So0 4RH :
140° GEOMETRICAL HIGHLIGHTS :
o & 1 D2 1
d1 @ 140° Face Sharpening. X Plus AT u u X Plus o “
. . . APSINO300 200 600 3600 200 XPS3IN1080 1050 000 55.00 45.00
e Round face gash for an even distribution w0 30 6@ B0 2@ wsnoso 1030 2w 5500 500
/ . XPSING320 320 €00 3600 5200 XP$3N11C0 1100 now 55.00 45.00
of the cuﬂlng forces. APSINI0 330 600 3600 6200 XPS3NILI0 1110 2w 5500 45.00
a2y o - XPSINO340 340 600 3600 200 XPS3N1120 1120 1w 55.00 45.00
e Low fnchon surfuce flnlshmg. XPSINGISO 150 600 600 5200 XPSIN1L30 1130 1200 55.00 25.00
4 i § IO 360 600 3600 5200 XPSIN3140 1140 12m 55,00 4500
® Formed flutes for an effective chip evacuation om0 a0 6 o @ wswso 1150 0o ss00 a500
% > APSING3IBO 180 600 k00 500 XPS3IN1160 1160 1200 55.00 45.00
® Exclusive Edge Honmng. XPSINGSH0 350 600 600 w500 XP3INI170 170 1200 33.00 3.00
XPSINGI0D 400 €00 600 §5.00 XPS3N1180 1180 2o 55.00 45.00
NPSINOAL0 410 500 3600 6500 XPS3N1150 1190 1200 55.00 45.00
XPSINGEN 420 600 3600 600 XPSINI200 1200 1200 56,00 4500
0,55 APINGE0 430 600 B0 5500 XPSINI230 1230 1400 5000 45.00
4 T T T RSSO R Ry Iy XPSINOILO A0 600 1600 6600 XPS3N1240 1240 400 E0.00 45.00
T ¥ Spheroidal cast iron XPSINGES) 1% 600 600 6500 XPS3IN1250 1250 18m 8000 as.00
APSINGI0 460 600 1600 #600 XPSINI260 260 1400 6000 4500
NPSINO4TO 470 600 3600 6500 XPS3IN1270 1270 “oo £0.00 45.00
t Ve 155 m/min XPSINGSB0 420 600 1600 6600 XPSINI280 1280 1400 £0.00 45.00
0.5 . apsINOE%0 490 600 w600 “o XPs3n120 1% 1400 000 as.00
- Bras . xpsIN0S00 500 €00 300 &0 Xpsan13c0 13.00 o0 000 as00
- - XPSING510 530 €00 3600 6500 XP33N1310 pERI 4.0 60.00 45.00
XPSINOS20 520 0 W00 %00 XPSINII20 1.0 100 60,00 15.00
Ve 200 m/min J XPSINGS30 530 600 3600 5500 XPS3N1330 1330 400 £0.00 45,00
0,45 g XPSING540 540 600 600 %600 XPSIN1340 140 1400 a0 500
XPSINOSSO S50 600 w0 600 XPSIN1350 1350 1400 000 45.00
XPSINOSE0 560 600 3600 00 XPS3N13E0 1360 1400 60.00 500
< 800 N/mm? XPEINOST0 570 600 3600 5500 XPSINIITO 1370 14m 50.00 25.00
Ve 110 m/min XPSINOSB0 580 600 600 00 XPSIN1380 140 1400 6000 500
0.4 1 Z xPsIN0SR0 590 600 3600 00 XPs3n13s0 13%0 1400 6000 a5.00
XPINOGOD 60O 600 3600 500 XPS3N1400 1400 1400 co00 500
| v XPSINOOI0 810 500 36,00 73.00 XPSIN1A30 1430 1600 500 a8.00
WY Alu alloys Si <6% PIN0E 620 800 1600 7900 XPSIN1460 e 1600 65.00 48,00
P 7 PIN0E 630 800 3600 7900 XPS3N1470 1470 1800 65,00 48.00
o 35 4 APSINOGEO &40 800 Jeco 7300 XPS3N1480 1430 1600 €5.00 43.00
‘ 7 Ve 230 m/min asIM0ES0 650 800 w0 790 KPS3N1490 1450 1600 500 800
i XPSINOGED 660 600 3600 790 XPSINISCO 1500 1600 65.00 4800
—~ i APSINOGTO &0 00 ieco o XPS3N1510 15.10 1600 £5.00 2400
> 5 XPSINOGB0 680 800 3600 noM XPSIN1520 1520 1600 65.00 .00
! <1000 N/mm

o XPSINOES0 650 800 600 ™00 XPS3IN1S30 1530 1600 6500 a8.00
= 03 V¢ 90 m/min XPSINGI0 700 800 600 00 XPS3N1540 1340 1600 6500 2200
E i XPSINOTIO 730 500 1600 300 XPSINISSO 1530 1600 85.00 a8.00
o720 720 800 3600 7300 XPsaniseo 1560 1600 8500 800
5 + . / XPSINOT30 730 800 ELL 7800 XPS3NIST0 15.70 1500 65.00 43.00
! W00 240 800 600 7900 XPSINISE0 1530 %00 €500 a8.00
...u 0,25 ! / XPSINOTSO 750 00 3600 79.00 XPSINISS0 1590 1600 £5.00 a8.00
.. " (PEIN0TE0 7.60 800 3600 ™00 XPS3N1600 16.00 1600 65.00 48.00
s ! w70 20 800 w00 90 XPSIN1650 1650 120 700 00
= PSINOT0 780 800 600 7900 XPSaniseo 1660 1200 73,00 800
1 v (PSINO750 750 BO0 600 900 XPSIN16T0 1670 1200 7300 asno
% 0.2 A / 12% Cr & Stainless Steel XPSINOBO0  H00 800 600 200 XPSINI6ED 1620 1200 7300 a1.00
S A Y i v WONE0 310 1000 4000 .00 XPS3N1650 1690 1800 7300 48.00
o v ' Vc 45 m/m.‘ a0 10.00 4000 2o XPSIN1TCO 17.00 1300 7300 43.00
- 7 'l XPSINOB3I0 =30 10.00 4000 2900 XPS3N1710 17.10 110 7300 az.00
o A XPSINGBE) 840 10,00 4000 5900 XPS3NAT20 1720 1500 7300 48.00
n o ‘5 1 > XPSINOESO &S0 1000 4000 0o XPS3N1730 17.30 1o 7300 A48.00
% > r < 1500 N/mm? XPSINSE0 280 10.00 4000 200 XPSIN1740 17.40 1500 7300 a8.00
'8 / Lt Ve 40 m/m APSINOEI0 870 10,00 0o 200 XPSINITSO 1750 1200 700 800
7 7 v XPSINOSB0 880 1000 4000 000 XPSINTEQ 1760 00 7300 4800
& 7 A > XPSINOES0 2% 10.00 4000 200 XPS3N1770 1770 1am e 4800
FHHTT v ’ 1 XPSINGS00 900 10.00 4000 200 XPSIN1780 1740 1800 .00 8.0
0,1 HHH L w030 310 1000 1000 800 XPS3INITSO 1750 %00 7300 8100
M1 7 - XPSINOI20 820 10.00 4000 800 XPS3IN1800 18.00 1800 7300 43.00
HHH AITaelD e XsIN0I0 830 1000 wee  wo0 XPS3N1LS0 150 000 7800 50.00
" et XPSINOO 940 1000 000 900 XP33N1sE0 1860 000 79,00 50.00
- APSINOISO as0 1000 4000 800 XPS3N1370 170 200 900 50.00
1 XPSINOISO 960 10,00 4000 .00 XPS3IN1320 130 2000 .00 50.00
i APSINOOTO 20 1000 4000 500 XPSIN1890 1890 00 w00 50.00
! XPSINI0 980 1000 1000 H Xps3niaco 19.00 00 79.00 5000
| XPSINOIS0 9% 1000 4000 8900 XPSIN1910 1510 00 7900 50.00
] XPSINIOO0 1000 10,00 4000 500 XPSIN1920 1920 2000 7900 50.00
1 PN 1010 1200 4500 10200 Xps3n1s30 1930 wom 900 50.00
o ! XPSINI020 1020 1200 4500 10200 XPSIN1940 1940 2000 7500 50.00
2 3 4 5 6 7 8 910 11 12 13 14 15 16 17 WM 1030 1200 4500 10200 XPSINI950 1850 2000 7800 50.00
D (mm) XPSINIGE 1040 1200 4500 10200 XPs3niseo 1560 2000 7900 50.00
N0 1050 1200 asco 100 XPSIN1970 1970 000 7800 50.00
APSINION0 1000 1200 400 10200 XP33N1980 1530 00 9.00 30.00
XPSINIOTO 1070 1200 45.00 102,00 XP3IN2000 2000 2000 900 50.00
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SOLID CARBIDE X-PLUS DRILL L/D 5

POINT ROTATION
DIN ANGLE 140* ”"‘"‘E
os Al "';j} ARH
° |
s 140 GEOMETRICAL HIGHLIGHTS : B
0 ) D1 D2
42 ; g1 ® 140°Face Sharpening. [ 1 4 u XPlus né 2 1 u
1 ° R d f h f d‘ " b 1 600 28,00 3600 66.00 XPLSN1080 10,80 1200 71,00 4500 1500
i oun ace gas or an even aistribution 500 28.00 3600 56.00 XPLSN1090 1090 1200 71.00 45.00 1200
f f . f 600 28.00 3600 66.00 XPLSN1100 1100 1200 7100 45.00 118.00
of the cuﬂlng orces. 500 28,0 3600 6,00 XPLSN1LI0 130 1200 .00 25,00 118,00
! 12 e IR 500 28.00 3600 66.00 XPLSN1120 1120 1200 7100 45,00 118.00
e Low friction surface flmshlng. 600 2800 3600 56.00 XPLSN1130 1130 1200 7100 4500 118.00
- 14 . R . 500 20.00 3600 66.00 NPLSNI140 1140 1200 71.00 45.00 11800
® Formed flutes for an effective chip evacuation 600 w00 6 6600 wiswso 180 1200 M aso0 11800
'1 . . 600 36.00 35600 7400 XPLEN116O 11.60 1200 7100 45.00 11200
® Exclusive Edge Honmng. 600 36.00 36.00 7400 XeLSNI170 1170 1200 7100 4300 11800
600 36,00 3600 14,00 XPLSNI1BO 1180 1200 7100 45.00 11800
600 36,00 3600 7400 XPLSNI190 1190 1200 7100 45,00 118,00
600 36.00 3600 7400 XPLSN1200 12.00 1200 71.00 4500 11800
0,55 600 26,00 3600 74.00 XPLSN1230 1230 1400 72.00 25,00 124.00
o O A Py e v 600 36,00 36100 74.00 XPLSNI240 1240 1100 77.00 45,00 124,00
sphe'°ld°| ca" 'ron 600 36.00 3600 Ta00 XPLSN1250 12.50 1400 T7.00 45.00 124.00
600 36.00 3600 74.00 XPLEN1260 1260 1400 772.00 45.00 124.00
Ve 155 m/min 600 36.00 3600 14.00 XPLSN1270 1230 1400 77.00 4500 12400
0.5 600 44,00 3600 8200 XPLSNI280 1280 14.00 77.00 45,00 124,00
600 4a.00 3600 8200 XPLIN1290 1290 1400 77.00 45.00 12400
Brass 500 44,00 3600 8200 ¥PLSNI30C 1300 1400 77,00 25,00 124,00
600 44,00 3600 5200 XPLSN1310 1310 1400 77,00 45,00 124.00
500 44.00 38.00 22.00 XPLSN1320 13.20 1400 772.00 4500 124.00
. . Ve 200 m/min 600 sa.00 3600 8200 XPISNI3IO 1330 100 72.00 45.00 124.00
0,45 500 43,00 3600 8.0 XPLSNI30 1340 1400 77.00 45.00 124,00
500 44,00 3600 8200 XPLSNI3SO 1350 14.00 72.00 45,00 124.00
4 600 44.00 3600 8200 XPLIN13GO 13.60 1400 77.00 45.00 12400
i Alu alloys Si <6% 600 44,00 3600 8200 XPLSNI370 1370 1400 72.00 45.00 124,00
600 44,00 3600 8200 XPLsN1sgo 1380 1100 72.00 45,00 12400
0.4 % Ve 230 m/min 500 #4.00 3600 800 XPLSNI390 1390 1400 72.00 4500 12400
A 600 44,00 3600 82.00 XPLSN1400 14,00 1400 77.00 45.00 124.00
800 53,00 3600 91.00 XPLSN1S0 1450 16.00 £3.00 as00 123,00
) 800 53.00 3600 91.00 XPLSN160 146D 1600 3,00 4800 13300
"‘ < m N/mm' 800 53.00 3600 91.00 XPLSN1470 1470 1600 £3.00 4300 13300
0,35 Ve 110 m/min 800 53.00 3600 4100 NPLSN14BO 1480 1600 .00 48.00 13300
' 800 52,00 3600 91.00 APLSNIGS0 1450 1600 £3,00 48,00 123,00
I A 800 53,00 3500 91.00 XPLSNIS00 15,00 1600 £3.00 48,00 133.00
- Vi P 800 53.00 3600 91.00 XPLIN1S10 15.20 1600 83.00 42.00 133.00
> P <1000 N/mm? 800 53.00 3600 91.00 XPLSN1S20 1520 1600 3,00 4800 133,00
o o " iy 8O0 53,00 3600 91.00 XPLSNIS30 1530 1600 83,00 4800 13300
i .3 Vidis" Ve 90 m/min 800 53.00 3600 2100 XPLSNIS40 1540 1600 83.00 2800 133.00
E 17 ” / 800 53.00 3600 91.00 XPLSN1SSO 15.50 16.00 23.00 48.00 133.00
< v 800 53.00 3600 91.00 XPLSNISEO 1540 1600 £3,00 4800 123.00
= 800 53,00 3600 91.00 XPLSNIS?0 1570 1600 83,00 48.00 133.00
< 'l m N/mm2 800 53.00 3600 91.00 XPLSN158O 15.80 1600 83.00 48.00 133.00
2 o025 - a 800 53,00 36.00 2100 XPLSN1S90 1590 1600 £3.00 4800 13300
. 4 ! Ve 55 m/min &00 53.00 3600 9100 XPLSN160C  16.00 1600 £3.00 48.00 13300
< 1 v o L 800 s1.00 3600 s1.00 XPLINIGSO 1650 1800 e300 4800 14300
% / ‘ i - o B00 53.00 36.00 91.00 APLSN1660 16.60 1200 93.00 48.00 143.00
800 53.00 3600 91.00 XPLSN1670 16.70 1200 93,00 4800 143.00
° 02 / 12% Cr & Stainless Steel 800 53.00 3600 91.00 XPLSNIGED 16,30 1800 93.00 48.00 143.00
> / % ol 1000 61.00 4000 10300 XPLSN1690 16.90 1800 93.00 4800 143.00
o % / Ve 45 m/min 1000 61.00 40,00 102,00 XPLSNIT00  17.00 1200 83.00 4800 143.00
- v %4l % 1000 61.00 4000 103 00 XPLSNIZI0 1700 1800 93,00 4800 143.00
L g 1000 61,00 4000 103.00 XPLSN1720 17.20 1800 93.00 4200 14300
8. o 15 ! o 1000 61.00 4000 103.00 XPLSN1730 17.30 1800 93.00 48.0C 143.00
% 7 "% - [ < 1500 N/mm? 1000 61,00 2000 10300 XPLSNI740  17.40 1800 53.00 a8.00 14300
g N Y > Ve 40 m/m 1000 6100 40.00 103.00 ¥PLSNI7SO 9750 18.00 93.00 48.00 143.00
N » 1000 61.00 4000 103 00 XPLSNI760 17.60 1800 93.00 4800 14300
|2 / v / 1000 61.00 4000 103 .00 XPLSN1770 12.70 1800 53.00 4800 14300
> 1000 61,00 4000 103 00 XPLSN1780 17.80 1800 93.00 48.00 143,00
o;l “!' e 1000 61.00 Aan00 103.00 XPLSN1790 172.90 1800 03.00 4300 143.00
I "1 > 1000 61.00 4000 103.00 XPLSNIS00 18.00 18.00 93.00 48.00 143.00
" 1000 8100 a0 00 103 00 XPLSN18S0 1880 2000 101 00 S000 18300
L 1000 61,00 40.00 10300 XPLSNISEO 1860 2000 10100 5000 153,00
4 1 1000 61.00 4000 10300 XPLSNIS70 1870 2000 101.00 5000 153.00
0,05 HHH 7 10.00 61.00 a000 103.00 XPLSN1880 1880 20.00 101.00 50.00 153.00
1 1000 61,00 4000 103,00 XPLSNIBS0 1890 2000 101.00 5000 153.00
ai 1000 61.00 4000 103 00 XPLSN1900 19.00 2000 10100 50.00 153.00
! 1000 61.00 4000 103.00 XPLSN1910 19.20 2000 101.00 50.00 153.00
1000 61.00 4000 10300 XPLSN1920 19.20 2000 10100 so.00 153.00
0 1200 7100 4500 11500 XPLSNIS30  19.30 2000 101,00 5000 153.00
e 1200 71.00 4500 118.00 XPLSN1940 19.40 2000 101.00 5000 153.00
2 3 4 5 ¢ 8 9 10 11 12 13 14 15 16 17 1200 71.00 4500 11800 XpLsNigso 1950 000 10100 5000 153,00
D (mm) 1200 7100 4300 11800 XPLSNIZE0  19.60 2000 101,00 5000 153,00
1200 7100 4500 11800 XPLSN1970 19.70 2000 101.00 s0.00 153.00
1200 71.00 4500 118.00 XPLSN1980 19.80 2000 101.00 50,00 153.00
1200 7100 2500 11800 XPLSN2000  20.00 2000 101.00 5000 153,00
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SOLID CARBIDE INTERNAL COOLANT X-PLUS DRILLL/D 8

140° GEOMETRICAL HIGHLIGHTS : oild - e SHANK ROTATION
® 140° Face Sharpening. s XPLUs i ] ARH

e Round face gash for an even distribution
of the cutting forces. s s b = - = e o e
e Low friction surface ﬁnish;ng‘ XPS3T0300 300 600 2000 3600 8200 xPS3T0920 920 10.00 4700 4000 89.00
9 % i XPS3TO310 110 600 2000 36.00 6200 XPS3IT0930 a3l 10.00 4700 4000 83.00
® Formed flutes for an effective chip evacuation s 320 600 000 %0 6200 xes3toes 940 1000 700 w000 8300
% L XPS3T0330 330 600 2000 3600 6200 XPS3T0950 950 1000 4700 1000 89,00
® Exclusive Edge Honnmg. XP§370340 340 600 2000 35,00 6200 APS3TO960 960 10.00 4700 4000 83,00
XPSIT0350 150 600 2000 36,00 6200 XP53T0970 a 10.00 4700 4000 83.00
XP53T0360 3.60 600 2000 6.00 6200 xPs3Toss0 930 10.00 4700 1000 83.00
XPS3T0370 370 600 2000 36.00 6200 XPS3T0990 990 10.00 aro0 4000 89.00
0,55 - XPS3T0380 180 600 2400 15,00 5600 XPSIT1000 1000 10,00 4700 1000 59.00
Alu alloys Si <6% XPS3T0390 330 600 2400 16,00 600 XP33T1010 1010 1200 5500 4500 10200
XP$370400 400 600 2400 36,00 §6.00 xPs3TI020 1020 1200 55.00 15.00 10200
XPS3T0410 410 600 2a00 36.00 6600 XPS3T1030 1030 12.00 5500 500 102.00
L ve 250, m/ "‘" XPS3T0420 420 600 2a.00 6,00 £6.00 XPSITION 1040 1200 5500 4500 10200
0.5 r XPS3T0430 430 600 2400 16.00 6600 XPS3T1050 10.50 12,00 55.00 4500 102.00
Spherold al cast iron XPS3T0430 440 6.00 24.00 36.00 66.00 XPS3T1060 10.60 1200 55.00 45.00 102.00
XPS3T0450 450 600 24.00 3500 6600 APS3T1070 1070 1200 5500 4500 10200
XPS3T0460 4.50 600 24.00 36.00 6600 XPS3T1080 10.80 12.00 55.00 as.00 102.00
0.45 1 Ve 190 m/min XPS3T0470 430 600 2400 36,00 6600 XPS3T1090 1050 120 55.00 45.00 10200
’ XP$3T0460 480 600 2800 6.00 §6.00 XPs3TLI00 1100 20 55.00 15.00 10200
e XPS3T0450 4.90 600 2800 36.00 £6.00 XPS3T1110 1110 prdsy) 5500 45.00 102.00
" Brass XPSITOS00 500 600 2800 35,00 6600 XPS3T1120 1120 1200 5500 15.00 102.00
XPSIT0510 540 600 2200 26,00 6600 XPSITI130 1130 1200 55.00 4500 102.00
0.4 l Ve 220 m/min ) XPS53T0520 5.20 600 28.00 36.00 §6.00 XPS3T1I40  1l40 120 5500 15.00 10200
- XPS3IT0530 5.30 §00 2800 35.00 £6.00 XPS3T1150 11.50 1200 5500 4500 102.00
W XPS$3T0540 5.00 600 2800 35.00 66.00 XPS3T1160 1160 12.00 55.00 as.00 102.00
< 800 N/mm? XP53T0550 5.50 600 2800 36,00 6600 XPs3T1170 1170 1200 5500 4500 102.00
Ve 145 m/min XPS3T0560 560 600 2800 5,00 6600 XPS3T1I80 1180 2.0 55.00 15.00 10200
0‘35 XPS3TO570 5.70 600 2800 35.00 6600 XPS3T1190 1190 1200 5500 4500 102.00
XPS3TOS80 5.80 600 2200 35.00 66.00 APS3IT1200 1200 12.00 55.00 as.00 102.00
XPS3T0590 590 600 2800 3600 6600 XPS3TI230 1230 1400 6000 4500 107.00
> = XPS3T0600 600 600 2800 35,00 6600 xPsITI20 1240 14.00 6000 45.00 107.00
v ! <1000 N/mm XPSNOBD 610 80 2100 36,00 7900 XPSITI2S0 1250 1800 5000 .00 10700
& 0,3 i / Ve 110 m/min XPSIT0620 620 500 axr00 1500 79.00 XPSITI260 12.60 1200 50.00 as.00 107.00
£ XPS3T0630 630 800 4100 36,00 7900 XPS3TI270 1270 1400 6000 45.00 107.00
£ XPS3T0630 6.0 800 4100 35.00 79,00 xPs3TI20 1280 1400 6000 15.00 107.00
- ’ XPSIT0650 650 800 200 35,00 7900 XPSIT1290 1290 1800 000 4500 107.00
u o 25 y 1 < 1 300 N/mm2 XPSET0660 6.50 200 4100 36.00 79.00 XP$S371300 1300 14.00 6000 45.00 107.00
- . ’ .l Ve 75 m/min XPS3T0670 630 800 4100 6,00 7900 XPSITI30 1310 1400 6000 45.00 107.00
e 5 XPS3T0650 680 800 4100 36,00 79.00 xPsITII0 1320 14.00 §0.00 15.00 107.00
) I ’ XPSIT0690 690 800 a100 36,00 7900 XPSITII0 1330 1900 6000 45.00 107.00
= v XPSITO700 7.00 800 aro0 35.00 7800 XPS3T1340 1340 14.00 6000 4s 00 107.00
2 0.2 L2 127 Cr & Stainless Steel XPS3TOTIO 7.10 800 4100 6,00 79.00 XP53TI350 1350 1800 5000 45.00 107.00
g y v » XP$370720 720 800 4100 36,00 7900 XPSITI360 1360 14.00 000 15.00 107.00
v i A Ve 55 m/min XPS3T0730 730 800 4100 3600 79.00 XPS3T13720 1370 1800 000 45.00 107.00
2 oo / o’ XPS3T0740 7.40 500 arop 35.00 79.00 XPS3T1380 1380 1400 6000 45.00 107.00
o / o XPS3T0750 750 800 4100 3600 7900 XSITII0 1350 1800 6000 45.00 102.00
Q 015 e 2 XPS3T0760 7.60 800 4100 35.00 79.00 XPSITI400  14.00 1400 §0.00 15.00 107.00
z 5 / ” <1500 N/mm XPs3rorzo 7.90 800 4100 3600 2900 XPSITLASO 1450 16,00 500 3800 1500
.8 A1 | Vc 45 m/m XPS3TO780 7.80 s00 a100 800 72.00 XPSITI460 1460 1500 5500 as.00 11500
[ L o XPS3T0790 790 £00 4100 3600 7900 XWSITIAT0 1470 16.00 6500 4800 11500
- HiH ‘ e XPS3T0800 800 800 4100 35.00 79.00 XPSITI480 1460 16,00 6500 1500 11500
0,7 -HiH y AL o XPS3T0810 810 10,00 4700 40,00 89.00 XPSITIAS0 1450 1600 6500 4800 11500
B9 B! XPS3TOB20 220 10.00 Aaroe 40.00 8900 XPS3T1500 1s.00 15.00 6500 as.00 115.00
« XPS3T0830 830 10.00 47.00 4000 89.00 XPSITISI0 1500 16.00 6500 4800 11500
! ? XPS3T0840 840 10,00 a7.00 10,00 89.00 XPsITIS20 1520 1600 65.00 148.00 11500
: XPS3T0850 850 10.00 4700 40,00 89.00 XPSITIS0 1530 16500 §5.00 4300 11500
°1°s -’ 7 XPS3TO860 .60 10.00 ar.oo 40.00 29.00 XPS3T1540 1540 16.00 65.00 45.00 115.00
XPS3TORTO 870 10.00 47.00 4000 8900 XPSITISS0 1550 16.00 6500 800 11500
XPS370880 880 1000 a700 10,00 89.00 XPSITISE0 1560 16.00 6500 4800 11500
XPS3T0890 390 10.00 47.00 4000 89.00 XPSITIST0 1570 1600 6500 4800 11500
i XPS3T0900 9.00 10.00 47.00 4000 B2.00 XPSITIS0 1560 1600 6500 4200 115.00
0 1 - XPS3T0910 910 10.00 4700 40,00 89.00 XPS3TIS90 1590 1600 65.00 4800 11500
2 3 4 5 6 7 8 910 11 12 13 14 15 16 17 XPS3TIE00 1600 16,00 §5.00 15,00 11500
D (mm)
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Ktrcme

. 140° GEOMETRICAL HIGHLIGHTS : oI XTREME AnGLE 100° Hee "°::°"
. D5 X Y
42 . - ar ¢ 40° Face Sharpening. Y erus 30 A
4 ® Round face gash for an even distribution
4 of the cutting forces. ke r he 2 B 3 ORI
12 e Low friction surface finishi ng. XPLSTO300 300 600 2800 3600 66.00 XpisTos20 920 1000 6100 40.00 103.00
“ . - i XPLSTO310 310 600 28.00 3600 6600 XPLSTO330 930 1000 6100 40.00 103.00
® Formed flutes for an effective chip evacuation stz 320 600 W0 B0 8600 eSO 940 00 6100 4000 10300
" X ; XPL5T0330 330 600 28,00 3600 66.00 XPLST0950 950 10,00 6100 4000 102.00
® Exclusive Edge Honning. xS0 340 600 2000 3600 66.00 KPLSTOS60 960 1000 6100 40.00 103.00
XPLETO350 350 600 2800 3600 6600 XpLsToar0 970 1000 6100 40,00 10300
xpLsTaseo 380 600 2800 3600 66500 XpLsTosso 930 1000 6100 4000 103.00
XPLSTO370 370 600 2800 3600 66.00 XPLST0990 990 1000 6100 40.00 103.00
0,55 XPISTO3R0 380 600 36.00 3600 7400 XPLST1000 1000 0.0 6100 40.00 103.00
] | Alu alloys Si <6% XPL5TO350 350 600 36.00 36.00 74.00 XPSTIO0 1010 1200 7100 4500 118.00
; XPLETO400 400 600 3600 3600 70 XPLETI020  1D.20 1200 7100 4500 118.00
XPLSTO410 410 600 36.00 3600 7400 XPLST1030 1030 1200 7100 45.00 113.00
Ve 250 m,mln XPIST0420 420 600 36.00 3600 7400 XPLST1040 1040 1200 7100 4500 118.00
0.5 . | W XsTos0 830 600 %00 3600 7800 XPsTIS0 1050 20 7100 1500 1800
Spheroidal cast iron XPLSTO440 440 600 3600 3600 7m0 XPLSTI060 D60 1200 7100 4500 11800
WTATHT XPLST0450 450 600 3600 3600 7400 XPLSTIO?0 1070 1200 71.00 4500 11800
XPLSTO460 460 600 36.00 3600 7400 XPLST1080 1080 1200 7100 4500 11800
T Ve 190 m/min XPLSTO470 470 600 3600 3600 7800 XPLSTI090 1090 1200 7100 4500 118.00
0.45 xPLsTO480 480 600 00 3600 8200 XpLsTII00 1100 1200 7100 4500 11800
S UG XPLSTO450 450 600 4200 3600 820 KPLSTIO 1110 1200 7100 4500 11800
Brass XPLSTO500 500 600 44,00 3600 000 XPSTI120 1120 1200 7100 45.00 118.00
XPISTOS10 510 600 4400 3600 8200 XPLsT1130 1130 1200 7100 4500 11800
04 Ve 220 m/min J XPL5T0520 520 600 44.00 3600 820 XPLSTIIG0 1140 1200 7100 45.00 118.00
i l 5 XPLSTOS30 530 600 4200 3600 8200 XPLSTISO 1150 1200 7100 4500 11800
A XPLSTO540 540 600 44.00 3600 2200 XPLST1160 11.60 12.00 7100 45.00 11200
| < m N/mmz XPISTO550 550 600 4400 3600 8200 XPLST1170 170 1200 71.00 45.00 118.00
I | Ve 145 m/min XPLSTOS60 560 600 44,00 3600 20 KPSTII0 1180 1200 7100 4500 118.00
0,35 | A )’ xPLeTOS70 570 600 400 3600 8200 XPLSTII00 1190 1200 7100 4500 180
I 1 XPLETOSE0 580 600 4400 3600 5200 XPLSTI200 1200 1200 7100 4500 113.00
XPLST0550 550 600 4400 3600 8200 XPLSTI230 1230 1800 2700 4500 12400
’; / 2 XPLSTO6C0 6.00 600 4400 36.00 2.0 XPLST1240 1240 1400 77.00 45.00 124.00
v ! i 4 <1000 N/mm XPLSTO610 510 200 5300 3600 e xpsTIS0 1250 1400 7700 500 12400
& 03 ! Ve 110 m/min XPLETO620 620 800 5300 3600 9100 XPLSTI260 1260 1400 77.00 45.00 12400
E . H "‘ XPASTO630 630 400 S3.00 3600 am XPLST1270 1270 1400 77.00 45.00 124.00
E XPISTO640 5.40 a00 53.00 3600 9100 XPLST1280 1280 1400 77.00 45.00 12400
= - , XPLSTO850 650 800 53.00 36.00 9100 xsTIz90 1230 1400 77.00 4500 12000
o i <1300 N/mm? XPLETO6EO 660 800 5300 3600 9100 XPLSTII00 1300 1400 77.00 4500 12400
- 0.25 7 r / Ve 75 i XPLSTO670 6.70 200 53.00 3600 91.00 XPLST1310 1310 14.00 77.00 45.00 124.00
E » g € m/m " XPLSTO680 6.80 800 5300 3600 91.00 XPLST1320 1320 1400 7700 4500 12400
o T ’ XPLSTO650 650 800 5300 36.00 2100 XPSTI3 1330 1400 77.00 4500 12400
= ’ XPLSTO700 700 800 5300 3600 9100 XPLETIZO 1340 1200 7700 4500 12000
2 iy’ / » 12% Cr & Stainless Steel XPLSTO710 730 300 53.00 3600 91.00 XPLST1350 1350 1400 77.00 45.00 124.00
[ 02 7 ’ XPLST0720 720 200 5300 3600 a0 XPLSTI360 1360 1400 7700 4500 12400
: 74l ’ Ve 55 m/min XPLSTO730 7.30 800 5300 3600 9w XPsTI370 1370 14,00 77.00 45.00 12400
- I 7 ry XPLST0740 740 800 53,00 3600 9100 XPsTI3E0 1380 1400 77.00 4500 12000
o / / XPLETO750 750 800 5300 3600 9100 XPLSTI300 1390 14.00 7200 4500 124.00
a o '5 V ! XPLSTO760 760 200 5300 3600 9100 XPLST1400 14.00 140 77.00 45.00 12400
° 2 Y / 7 a < 1500 N/mm? XPLSTO770 770 800 53.00 3600 91.00 XPLSTI4S0 1450 16.00 8100 8.00 133.00
@ L o Vc 45 m/m XPLSTO780 7.80 800 5300 3600 ne XPLSTI860 1460 16,00 8300 48.00 133.00
[ / / A1 ] XPLST070 750 800 5300 3600 910 XPLST1870 1470 16.00 8300 4800 133.00
- y A1 | XPLSTO800 800 200 5300 3600 9.0 XPLSTI480 1480 1600 8300 4300 133.00
e / o ; XPLSTO810 810 10.00 61.00 4000 103.00 XPL5T1490 1490 1600 8100 48.00 133.00
Hi 4 ! ! XPLST0820 820 1000 6100 40.00 102.00 KSTIS00 1500 1600 §3.00 4800 133.00
L ALl | | XPLSTO830 830 1000 5100 a0 10300 XPLSTISI0 1510 1600 5300 800 13300
4 ! ! XPLST0840 840 1000 6100 2000 103.00 XPLSTIS20 1520 1600 8300 4300 13300
bl ' XPASTOB50 850 10.00 61.00 4000 103.00 XPLST1530 1530 1600 8300 4800 133.00
0,05 gt . XPLSTO860 () 1000 6100 2000 10300 XPASTIS 1540 1600 8100 4800 132.00
- XPLST0870 870 1000 6100 000 103.00 XPSTISSO 1550 1600 8300 48.00 133.00
XPLSTO880 880 1000 6100 2000 103.00 KPLSTIS60 1560 1600 83.00 4800 13300
XPLSTO850 250 10.00 61.00 4000 103.00 XPLST1570 1570 1600 2300 4200 133.00
XPLISTO900 9.00 1000 6100 4000 103.00 XPLST1580 1580 1600 8100 48.00 1331.00
0 XPLST0910 210 10,00 5100 000 103.00 XPLSTIS00 1590 1600 8300 48.00 132.00
2 3 4 5 &6 7 8 10 11 12 13 14 15 16 17 XPLSTIE00 1600 1600 #300 4800 13300
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LID CARBIDE MEGA DRILL L/D 3 SOLID C MEGA DRILLL/D 3

140° GEOMETRICAL HIGHLIGHTS :

SHANK ROTATION

+RH

D 01 02
0 . X

g1 ® 140’ Face Sharpening. e AU R T AT m? hé
A MesINGI0 300 600 2000 36,00 6200 MGS3NI080 1080 1200 55,00 4500 10200
® Round face gash for an even distribution meswOMO 310 s W %00 620 Massnso 1090 1200 5500 4500 10200
3 MES3INGI20 320 6.00 000 36.00 6200 MGS3N1100 1100 12.00 55.00 45.00 102.00
of the CUﬁlng forces. MGSINOIIO 330 600 2000 36.00 2 MGS3INIL10 110 1200 55.00 45.00 10200
12 55 B s MGSINOMO 340 600 2000 3%.00 6200 MasINII20 1120 1200 55,00 4500 102,00
i e Low friction surfoce f|n|sh|ng_ MesINI0 350 600 200 36,00 6200 MGS3INI10 1130 1200 5500 4500 10200
14 . : ° MGsINOK 360 &0 000 3600 6200 MGS3IN1140 1140 1200 5500 4500 10200
® Formed flutes for an effective chip evacuation Mooy 3% s m® oo o2 Moo 113 20 5300 1300 10200
" ‘ ) MesiNois0  3B0 500 20 .00 600 MasNIIE0 1160 1200 5500 5.00 10200
® Exclusive Edge Honning. MesINaI0 390 500 MM %00 6600 MGSINILI0 170 1200 55,00 500 10200
MGSINOI00 400 600 240 .00 s MGS3N1180 1180 1200 5500 500 10200
MesINOLI0 210 600 2400 36.00 6600 MGsINI50 1190 1200 5500 4500 10200
MeSINMZ0 420 600 240 36.00 600 MGs3N1200 1200 1200 5500 45.00 10200
0.55 MESINM30 430 500 %00 3600 8600 MGS3N1230 1230 14.00 50.00 45.00 107.00
s ————————— MGSINOUIO 440 500 2000 3600 %00 MGS3N1210 1240 1900 0.0 4500 107.00
Spheroidal cast iron MGSINGASO 450 600 2400 36.00 6600 MGSINI250 1250 14.00 60.00 a5.00 107.00
MGSINOED 460 500 2400 600 660 MGS3N1260 1260 1400 50,00 500 107.00
Vc 186 m/min MGSIND4TO 470 500 2400 3600 £600 MGS3N1270 1270 1400 £0.00 4500 107.00
MGSINSO  4m0 600 =0 36.00 600 MGS3N1280 1280 1400 .00 4500 107.00
05 MESINMS0 490 600 20 3%.00 6600 MGS3N1290 1290 1400 60.00 4500 107.00
MGSINOSOY 500 600 B% 36,00 6600 MGs3N1300 13.00 1400 5000 4500 107.00
Brass MGSINOSI0 510 600 800 36.00 600 MGS3INI310 1310 1400 0.0 4500 107.00
MGSINDS20 520 600 B0 3600 600 MGS3IN1320 1320 1400 60.00 4500 102.00
Ve 240 m/min MGSINGSIO 530 500 500 36.00 00 MGSININIO 1330 14,00 0.0 5.00 107,00
045 MGSINDSH0 sS40 500 B0 36,00 6600 MGS3NI340 1340 14.00 50,00 45.00 107.00
MGS3INOS50 550 6.00 280 36.00 600 MGS3N1350 13.50 laco 60.00 45.00 107.00
MGSINDSO 560 600 2800 .00 %o MGSINIIEO 1360 1400 000 4500 107.00
< 800 N/mm2 MISINGSTO 570 600 oo 36.00 600 MAsINIB0 13,10 14.00 60,00 as.00 10700
Ve 132 m/min MesINOsE) 580 600 20 36.00 &0 MGs3NI3S0 1280 1a00 000 4500 107.00
04 MGSINOS0 590 500 =00 .00 600 MGS3N1350 1330 100 50.00 4500 107.00
MGSINDEO) 600 800 s .00 €600 MGSIN1A00 1400 1a.00 000 4500 107.00
MGSINOE0 610 800 am 36,00 2900 MGS3NIA50 1450 16,00 .00 1800 115,00
MGSINGE20 620 800 am /00 7900 MGS3N1aE0 1460 1600 5500 4300 11500
Alu alloys $1 <6% MGSINOE 630 200 2100 600 7900 MGS3N1AI0 140 16.00 6500 200 1800
0.35 MGSINOHO 640 800 am 3600 7900 MGS3INIA80 1480 1600 6500 4800 115.00
g Ve 276 m/min MGSINOESO 650 800 1.0 36.00 7900 MGS3N1450 1090 16.00 55,00 4800 115,00
MGSINOSSO 660 a00 4100 36.00 T9.00 MGS3INIS00 15.00 1600 6500 4300 1nsm
MGSINETO 670 200 2100 3600 7200 MGS3INIS10 1510 1600 6500 200 11500
> <1000 N/mm? MaSINOSSO 630 800 am 30.00 7900 MGSSN1520 1320 10.00 .00 800 115.00
O mm MGSINOE0 690 200 4100 .00 7900 MGS3NISI0 15.30 16.00 5500 4200 11500
= 03 Ve 108 m/min MGSINOTOO 700 800 4100 36.00 79.00 MGS3NIS40 1540 1600 65.00 4300 115.00
£ mesIvone 710 00 2100 .00 a0 MGS3NISS0 1550 1600 500 200 11500
MesINOTIO 720 800 100 36.00 7900 MGSINIS60 1560 1600 5500 4300 115,00
£ MesINOTIO 730 800 410 36,00 7200 MGS3NIS70 15,70 1600 500 4300 115,00
S < Im N/mm’ MGS3INOTA0 T4 300 4100 36.00 7900 MGS3N1580 1580 16.00 65.00 4300 115.00
D 025 MGSINOTSO 750 20 2% .00 7900 MGS3N1550 1590 1600 6500 2300 11500
AR Ve 66 m/min MGSINOTED 760 800 4100 6.00 .00 MasINIE00 1600 16.00 .00 800 115,00
s mMesINoTIO 770 800 100 .00 7900 MGS3INIESD 1650 1800 730 4800 1230
(=] mesIvoTse 780 200 2100 3600 7900 MGS3INIES0 16.60 1800 700 200 12300
v MGIINOTIO %N 800 410 36.00 79.00 MGSINIGI0 1670 18.00 73.00 a3.00 125.00
S 02 7 127% Cr & Stainless Steel mesioE0  ¥00 800 M@ W00 90 MasINIEsO 1680 woo new 800 1%
g / MGSINGBL0 810 1000 e 4000 e MGs3N1650 1690 1800 70 800 1230
v - A Ve 54 m/min McsiNoE20 820 000 aro a0.00 =0 MGS3INITI0 1700 1800 7300 200 123
- - " MesINORI0 830 1000 a0 4000 200 MGS3NITI0 12.10 18.00 7o 4300 12300
5 A - MeSINGE0 540 1000 a0 40,00 8800 Mas3NI720 1720 18.00 7300 4800 123,00
2 o015 . MESINGESO 850 1000 7% 0.00 #9.00 MGS3NITI0 1230 18.00 700 4800 130
» » » < 1500 N/mm? MGSINGBEO 860 1000 470 40.00 89.00 MGS3INI740 17.40 18.00 7.0 ag.00 123.00
T 3 Ve 48 m/m MasINOS?0 870 0,00 4100 40.00 a0 MGSINITS0 1250 1800 700 a0 1200
7 3 v mesINoE0  BA0 1000 a1 a0.00 5900 MGSINITEO 1260 1800 no 4800 12300
/ — ” MesINGES0 £ 1000 4700 .00 00 MGS3NITIO 1270 1800 700 4200 12300
T » MGsINOS0 900 1000 4100 a0.00 =0 MGS3NI7EO 17.80 18.00 700 3800 123.00
A MesIN9I0 910 000 am 4000 #a00 MGSINI790 1290 1800 now 4800 12300
MesINeR20 920 000 700 4000 B MGs3N1E0e 1800 1800 700 4800 12300
et L MGSINOSIO 930 w000 a0 a0.00 2200 MGs3N18s0 1850 2000 79.00 5000 13100
o 1 MesINOSI0 940 1000 2100 40,00 200 MGS3IN1860 18560 2000 700 50.00 131.00
. 7 MGSINISO 950 1000 o200 1000 2000 MGSINISIO 18.20 2000 200 50,00 13100
e MesINo0 960 1000 a1 40.00 #2900 MGs3N1830 1880 2000 .00 5000 13100
MGSINDITO ER 10.00 4700 40.00 .00 MGS3N1850 18.90 2000 73.00 50.00 131.00
MeSINOSBY  9m0 1000 4700 40.00 200 MGSIN1S00 19.00 2000 .00 50,00 13100
MosINOYRO 490 1000 &100 40,00 2000 MassNisio 18,10 2000 .00 3000 151.00
MGS3IN1000 1000 w000 4700 40.00 2000 MGS3N1920 1020 20.00 .00 50.00 131.00
0 MGSINIOIO 1010 1200 5500 400w MGs3N1SI0 1830 2000 .00 5000 1310
i 1 MGSINIOZ 1020 1200 50 as00 1000 MGSINISI0 19.40 2000 00 50.00 13100
2 3 4 5 ¢ 8 9 10 11 12 13 14 15 16 17 MGSINIOI 1030 1200 5500 4500 10200 MGS3N1%50 1950 2000 .00 50,00 131.00
D (mm) MGSINIOW  10.40 1200 5500 4500 10200 MGs3N1%60 1960 2000 700 5000 13100
MesINIOSO 1050 1200 5500 4500 amo0 MGS3NISIO 14.90 2000 .00 5000 13100
MGSINIOR 1060 1200 5500 4500 20200 MGSINIS80 19.80 2000 700 5000 13100
MasINIOTO 1070 1200 5500 45.00 10200 MAS3N2000 2000 2000 79.00 50.00 131.00
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SOLID CARBIDE MEG#A DRILL L/D 5 SOLID CARBIDE MEGA DRILL L/D S

POINT
DIN XTREME ANGLE 140"

ANGLE
os MEGA e ARH

HEUX SHANK RCTI‘«;[ION

140° GEOMETRICAL HIGHLIGHTS :
g1 ©® 140° Face Sharpening.

i i MoLsNo3co 300 600 28.00 36.00 £6.00 MolsNIos0 1080

® Round face gash for an even distribution Mol 30 600 00 XX 6600 MelsNios0 1050
. MGL5NG320 320 &00 28.00 36.00 66.00 MGLEN1100 11.00 12.00 71.00 4500 118.00
Of ihe cuﬂlng forces. MGLING330 330 600 28.00 36.00 66.00 MGLSN1110 1110 12.00 71.00 4500 118.00
12 N — MGLSNG330 340 600 28.00 26,00 £6.00 MelsNLI20 1120 1200 71.00 45.00 118.00
' L ] Low frldlon surfoce hmshmg R MGL5NG350 350 600 28.00 36.00 66,00 MGLSN1130 1% 1200 7100 500 118.00
14 . 5 5 MGLENO360 250 &00 28.00 36.00 £6.00 MGLSNL140 1100 12.00 71.00 as00 118,00
® Formed flutes for an effective chip evacuation Moisnas0 370 600 B0 3600 s6.00 MGUSNLISO 1130 1200 7400 4500 116,09
" ‘ 2 MGLSNO380 380 600 36.00 36.00 74.00 MGLINL160 1160 12.00 71.00 4500 18,00
® Exclusive Edge Honning. Melshazs0 580 600 3600 000 7400 MGLSNII0 1170 1200 7100 4500 11800
MGL5NO400 4.00 600 36.00 36.00 74.00 MGLSNL180 1180 12.00 71.00 45.00 118.00
MGLSNOA10 410 600 36.00 36.00 74.00 MGLIN1190 1190 12.00 71.00 4500 118.00
MGL5NO4A20 420 600 36.00 36.00 74.00 MOLIN1200 1200 12.00 71.00 4500 118.00
o ss MGL5NO430 430 6.00 3600 36.00 74,00 MGLSN1230 1230 14.00 77.00 4500 12600
% — — ——rr 'MGL5N0440 4490 600 3600 36.00 74.00 MGLSN1240 1200 14.00 77.00 4500 124,00
Spheroidal cast iron MGLENO4S0 450 600 36.00 36.00 74.00 MGLEN12%0 1250 14,00 77.00 4500 124,00
MAGLENOGEO 480 600 36.00 36.00 74.00 MGLIN1260 1260 14.00 77.00 4500 124.00
Vc 186 m/min MGLSNG470 470 600 36.00 36.00 74.00 MGLSN1270 1270 14,00 77.00 4500 12000
o MGL5NO4ED 480 6.00 4400 36.00 82,00 MGL5N1280 1280 14.00 77.00 45.00 124,00
05 MGLSNGISO 490 600 44.00 36,00 8200 MGLSNIZS0 1290 1400 7700 4500 124.00
MGLSNOS00 5.00 &0n 4400 36.00 82.00 MGLSN1300 1300 1400 77.00 4500 124.00
Brass AGLSNGS 10 510 600 4400 36.00 £200 MGISN1310 1310 14.00 71.00 45.00 12400
. MGLSNGS20 520 600 44.00 36,00 8200 MGLSN1320 1.2 1000 77.00 45,00 12400
vc m m/m"‘ 'MGL5NOS30 530 600 4400 36.00 82,00 MGL5N1330 13.30 14.00 77.00 4500 12400
0,45 MGLENOSE0 5.40 600 400 36.00 82.00 MGLSN1340 1320 1400 71.00 asoo 124.00
MGLSNOSS0 550 600 4400 36.00 £200 MGLSN1350 1350 14.00 71.00 as00 124.00
MGLSNGSED 560 600 44,00 36,00 £200 MGLSN1360 1260 14.00 71,00 5.00 12400
< 800 N/mm2 MGLSNO570 570 600 44.00 36.00 5200 MGL5N1370 1% 1400 77.00 4500 124.00
vc I 32 m/min MGLENOSS0 580 600 4400 36.00 82.00 MGLSN1380 1380 14.00 77.00 4500 124.00
o 4 5 MGLENOS 90 550 600 4400 36.00 £2.00 MGLENLISO 13.90 14.00 77.00 4500 12400
* MGL5NO600 .00 44.00 36.00 82,00 MGL5N1400 pEN 14.00 77.00 45.00 120.00
MGISNOGID 610 800 53.00 36.00 91.00 MGLSN1450 1450 1600 .00 4800 133.00
MGL5NOG20 620 800 5300 3600 91.00 MGLSN1460 1460 16.00 83.00 4R 00 133.00
MGLENOGI0 630 200 53.00 36.00 91.00 MGLENLATO 1470 16.00 g.00 4800 133.00
o 35 MGLSNO6A0 6.40 800 33.00 56.00 9100 MGLSN 1480 14.80 10.00 83.00 4800 153.00
g v MGISNOGSO  6.50 800 53.00 36.00 91.00 MGLSN1450 1430 16.00 .00 4800 13300
" MGLSNGGEO 650 800 5300 300 91,00 MGLSN1500 15.00 16.00 83,00 4500 133,00
MGLINOG 70 670 aoo 53.00 36.00 9100 MGLINLS10 15.10 16.00 a.00 4800 133.00
? MGLSNOGEO 6.80 200 53.00 36.00 S1.00 MGLSN1520 15.20 16.00 .00 4800 133.00
o MGLSNOGSO 6,50 s00 5300 36.00 51.00 MGLSN1530 1530 16.00 .00 as0o 13300
s 03 Vc 108 m/min MosnaToa 700 800 5300 3600 a100 MGLSNISE 150 1600 .00 800 13100
E 7 7 4 ” MGL5NOT10 710 ao00 53.00 36.00 9100 MGLINL3S0 15.50 16.00 a3.00 48.00 133.00
MGLSNO720 120 200 53.00 36.00 91.00 MGLSN1S60 15.60 16.00 X 4800 133.00
E MGL5NO730 130 s00 53.00 36.00 9100 MGLSN1570 1570 16.00 &3.00 as00 133.00
o / MGLENO740 7.40 800 53.00 36,00 91.00 MGLSNI1SSO 1580 16,00 .00 4800 133,00
9 0,25 / MGLINO750 750 800 53.00 36.00 51.00 MGLIN1590 15.90 16,00 83.00 4800 133.00
. % 7 MGLSNO760 7.60 800 53.00 36.00 91.00 MGLIN1600 16.00 16.00 .00 48.00 133.00
c b / 7 A’ MGLSNO770 7.0 800 53.00 36.00 91.00 MGI5N1650 1650 18.00 93.00 4800 1£3.00
g g / MGtsNo7E0 780 800 53.00 36.00 91.00 MGLSNIEED 1660 18,00 93.00 4800 143,00
v MGL5NO790 7.90 800 53.00 36.00 91,00 MGLSN1670 1670 18.00 93.00 4300 143.00
2 o 2 7/ ﬂ 127 Cr & Stainless Steel MGLSNOBOO 800 a00 53.00 36.00 91,00 MGLSN 1680 16.80 18.00 93.00 48.00 143.00
g ¢ 4 7 MGL5NOB10 810 1000 61.00 .00 103.00 MGLSN1690 1690 18.00 93.00 A8.00 143.00
v 7 / A Ve 54 m/min Motsnosz0 820 1000 51.00 40,00 103,00 MGISNITO0 1700 1600 93.00 800 142,00
- / 7 pe PMGLSNGE30 830 1000 $1.00 0,00 103.00 MGLSN1710 1710 18,00 93.00 800 143.00
-~ " » MGLSNOBA0 840 1000 61.00 .00 103.00 MGLSN1720 17.20 18.00 93.00 48.00 143.00
[ / > MGLSNOB50 850 0.00 51.00 20.00 103.00 MGLSNLTI0 17.30 18.00 93.00 48.00 143.00
Q 015 . P MotsNosa 850 1000 6200 2000 103,00 MosNITe 1780 18.00 900 800 14100
'g I A i MGLSNGB70 870 1000 61.00 .00 103,00 MelsNITSO  17.50 18,00 93.00 48.00 143.00
MGL5NOSSO 280 1000 6200 40.00 10300 MGLENL760 1760 18.00 93.00 4200 143.00
2 £ Lo MGUSNORIO 850 1000 5200 200 10300 MGUNITIO 1770 18.00 .00 4800 103.00
A b MGLSNOICO 900 1000 5100 20,00 103,00 MoLSNITE) 1780 18.00 3,00 4800 14300
7 g MGLSNOSIO 9.0 1000 61.00 .00 103,00 MeLsNITS0 1790 18.00 23.00 4800 143,00
. MGL5NO920 220 1000 61.00 4000 10300 MGLSN1800 1800 18.00 93.00 4800 143.00
1l MGLENO930 2.30 10.00 5100 20,00 103.00 MGLIN18S0 1850 2000 10100 50.00 153.00
o MGL5NO940 940 1000 61.00 40.00 103.00 MGLSN1860 1860 20.00 101.00 5000 153.00
A1 MGLSNOSSO 250 1000 6100 0.00 103.00 MGLSN1E70 1870 20.00 101,00 5000 153.00
“ MGL5NO960 260 1000 6100 40.00 103.00 MGL5N1880 1880 20.00 101.00 5000 153.00
. MGLENO970 2.70 1000 61.00 40.00 103.00 MGLSN1890 1890 20.00 10100 5000 153.00
" ‘MGLINO98O 9.80 1000 61.00 40.00 103.00 MGLINL00 19.00 20.00 10100 5000 153.00
MGISNOSSO  9.90 1000 61.00 2000 103,00 MGLSNISI0 1900 2000 101,00 5000 153.00
'MGL5N1000 10.00 1000 61.00 40.00 103.00 MGL5N1920 19.20 2000 101,00 5000 152.00
0 MGLSNI010 1000 1200 71.00 25,00 1800 MGLIN1930 19.30 20.00 10100 5000 153.00
MOLEN1020 1020 1200 45.00 112.00 MGLINLO 19.50 20.00 101,00 5000 153.00
2 3 4 5 6 7 8 %1011 12 13 14 15 16 17 MGLSNI030 1030 1200 7100 4500 1800 MGLSN1950 1850 2000 10100 5000 153,00
D (mm) MGLsN10d0 1040 1200 71.00 500 118.00 MGLsNIS60 1960 2000 10100 5000 1500
MGL5N1050 1050 1200 7100 45.00 118.00 MGL5N1970 19.70 2000 101,00 5000 153.00
MGL5N1060 1060 1200 7100 45.00 11800 MGL5N1980 19.80 20.00 10100 5000 153.00
MGLSNI070 1070 1200 71.00 25,00 11800 MGISN2000 2000 2000 101,00 50,00 153.00
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SOLID CARBIDE INTER COOLANT MEGA DRILLL/D 3 SOLID CARBIDE INTERNAL COOLANT MEGA DRILL L,

140° GEOMETRICAL HIGHLIGHTS : oI XTREME ANGLE 340" ROTATIEN
. o3 s
e 140° Face Sharpening. 2 e i
@ Round face gash for an even distribution
of the cutting forces. MIdA & o2 T 3 m o
. . B 3 . m m’
e Low friction surface finishing. P o DAl w0 BES p—
: n i MGs3TO310 340 600 2000 3600 5200 MGSITDII 930 1000 a7 000 3500
® Formed flutes for an effective chip evacuation e I ool el i 0 MR B Bee
e Exclusive Edge Honning. MGSITO330 330 500 2000 36.00 5200 MGSITDISO 550 1000 4700 4000 89,00
MGS3TO30 340 600 2000 36.00 6200 MGS3TOI60 560 1000 a7 4000 8500
Mos3TOIS0 350 6500 2000 1600 5200 MGsITOO7T0 870 1000 20 000 29.00
MGS3TO360 360 600 2000 3600 5200 MGSITOSB0 580 1000 a2 000 83,00
0,55 MGsITO3T0 370 500 2000 3600 5200 MGsITDSI0 990 1000 am 000 8900
x Mes3Toase 380 500 2100 3600 5500 MGsITI000 1000 1000 700 000 83.00
Alu alloys Si <6% MessToss0 390 00 2400 3600 5600 MessTIOl0 1010 1200 500 4500 10200
Vc 300 m/min MGS3T0800 400 6500 2000 36.00 600 MGS3TI020 1020 1200 5500 as00 10200
MGSITOS10 410 600 2400 3600 600 MGSITI030 1030 1200 50 4500 102,00
05 MGS3T0420 420 6.00 2800 36.00 6600 MGSITI00 1040 1200 55.00 4500 02.00
MGSITOS30 430 600 2400 3600 5600 MGS3TI0S0 1050 1200 .00 4500 102,00
MGSITOMO 440 500 2800 600 5600 MGS3TIOR0 1060 1200 5500 4500 10200
MGSITOSSD 450 600 2000 3600 66,00 MosITIO7TO 1070 1200 5500 4500 10200
MGSITOS6D 460 500 2000 3600 5600 MGS3ITI080 1080 1200 5500 4500 10200
0.45 Mes3TO$70 470 500 2100 3600 5500 MGS3TI090 1090 1200 5500 45.00 102.00
MessTosso 480 500 8.0 3600 00 MessTi00 1100 1200 5500 500 10200
Brass MGSITOSOD 430 600 2800 3600 00 MG 1110 1200 5500 4500 10200
MGSITOS0D 500 600 800 36.00 600 MesITI0 1120 120 s 500 102,00
04 Ve 264 m/min MGSITOSI0 5.0 600 28.00 3600 00 MeSITII0 1130 1200 .00 4500 10200
4 MGSITOS20 520 600 2800 3600 6600 MGSITII0 114D 1200 5500 45.00 102,00
MGSITOS30 530 500 800 3600 6600 MGSITIIS0 1150 1200 500 4500 10200
MGSITOS®0 540 500 2800 1600 5600 MGSITIIG0 116D 1200 500 4500 10200
< 800 N/mm2 MGS3TOSS0 550 600 28.00 36.00 6500 MGSITIIZD 117D 1200 55.00 45.00 102,00
0,35 V¢ 174 m/min MGSITOS60 5.60 600 2800 3600 6600 MGS3T1180 1180 1200 55.00 4500 102.00
MessTsT0 570 500 2800 3600 6600 Mes3Tis0 1190 1200 5500 4500 10200
MGSITOSE0 580 6500 80 3600 5600 MGSITIZ00 1200 1200 5500 4500 20200
—- MGSITOS9D 530 600 w00 1600 600 MGSITI2I0 1230 1000 @0m 4500 107,00
E 4! < 1000 N/mm2 MGS3T0600 600 6.00 2800 36.00 66,00 MGSITI200 1240 1400 €0.00 45.00 107.00
MGS3TOS10 610 800 4100 36.00 7900 MGSITI2S0 1250 1400 @ 4300 107.00
E 03 Ve 132 m/min MGS3TOS20 620 800 4100 600 7900 MGSITIZE0 1260 1400 00 500 107.00
/ MGSITOS30 630 800 am 3600 7900 mesITIZI0 1270 1400 €000 4500 107.00
é MGSITOSG0 640 800 am 3600 7900 MosITIZe0 1280 1400 000 4500 107.00
MesITOSS0 650 800 4100 600 7900 MeS3TI290 1290 1400 000 4500 107.00
2 025 / < 1300 N/mm2 MGSETO660 660 800 41.00 36,00 7300 MGssTS00 1300 1400 000 45,00 107.00
- f f Ve 90 m/min MessTos7T0 670 500 4100 3600 7900 MesSTISIe 1300 1400 00 4500 107.00
g T / MGSITO680 680 800 a0 36,00 7900 MGSITI320 1320 1000 ©om 500 107,00
= y MGSITOGS0 630 800 4100 3600 900 MGSITI3I0 1330 1400 €00 500 107.00
MGSITO700 7.0 800 4100 36.00 7900 MGSITI3a0 1340 1400 w0 4300 107,00
° 0.2 ! q f ot 127 Cr & Stainless Steel Mes3To71I0 740 800 4100 3600 7300 MGSITI3S0 1350 1400 000 4500 107.00
; / » » Ve 66 m/min MGS3T0720 7.20 800 .00 36.00 7900 MGSITI360 1360 1100 @00 4500 107.00
[ MGsITO73I0 7.0 800 4100 3600 7900 MoesaTiIe 13T 1400 000 4500 107.00
5 v, , y Mes3Tor40 7.0 800 4100 3600 7900 MosaTzge 1380 1400 000 500 107.00
2 ois " 2 MesIToZs0 750 800 4100 3600 7900 Mes3Te0 1390 1400 000 500 107.00
& g / <1500 N/mm MessTo7Z60 760 800 4100 3600 7900 MGS3TI400 1400 1400 000 4500 10700
o » MesITO7I0 17D 800 1w 3600 7900 MGSITIAS0 1850 1600 6500 4800 11500
o / / Ve 54 m/m MGSTTO780 780 so0 400 600 7900 MGSITHG0 1460 1600 00 4800 1500
w 7 y . MGSITO790  7.80 800 a0 36.00 7900 MGS3TIET0 1470 1600 .00 800 11500
MGS3TOS00 800 800 .00 1600 7900 MGSITIR0 148D 1600 60 4800 115.00
I A MGS3TO810 810 1000 a0 000 8300 MGSITI4%0 1490 1600 6500 4800 115.00
/ . Mos3Tos20 820 1000 .00 000 8900 MGSITIS00 1500 1600 .00 4800 11500
a MGsITOs30 830 1000 .00 1000 8900 MosaTIsio 1510 1500 S0 4800 11500
% MesiTose0  £40 1000 2.0 1000 8900 MGSITIS20 1520 1600 6500 800 115,00
0,05 e messToss0 850 1000 a7 1000 8900 MesITisso 1530 1600 6500 4800 11500
Y MGSITOSS0 560 1000 4100 000 8900 MGSITISI0 1540 1600 .00 800 11500
MGSITOS7T0 870 1000 4200 1000 8900 MGS3TISS0 1550 16.00 .00 4800 11500
MGS3TOSS0 880 1000 42,00 1000 8900 MGSITISE0 1560 1600 .00 800 11500
MGs3TOs90 850 1000 aw 1000 8900 MesITISTO 1570 1500 6500 4800 115.00
0 MGS3TOS00 9.0 1000 .00 1000 8900 MGS3TISED 1580 1600 6500 4800 11500
2 3 4 5 &6 7 8 10 11 12 13 14 15 16 17 MGSITOS10 910 1000 .00 000 8900 MGSITIS0 1590 1500 500 4800 11500
MGSITIS00 1500 1600 6500 4800 11500

D (mm)
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SOLID CARBIDE INTERNAL COOLANT MEGA DRILL L/DS SOLID CARBIDE INTERNAL COOLANT MEGA DRILL L

140° GEOMETRICAL HIGHLIGHTS : oI XTREME e o ROTAZES
5 { A
e 140° Face Sharpening. > i S E
® Round face gash for an even distribution
of the cutting forces. s ot o4 S " o
‘e . . m7 hé

® Low friction surface finishing. MGLsTO0 300 600 2800 500 5600 MGlsTOS20 920 1000 L0 w000 10300
° i : 4 MGLsTO310 340 600 2800 36.00 5600 MelsToe0 930 1000 5100 10,00 103.00
Forme‘d flutes for an effective chip evacuation Nl L e o e bopiisend 0 Ml - Bl o
e Exclusive Edge Honning. MGLSTO330 330 600 28.00 3600 66.00 MGLSTOSS0 950 1000 61,00 40.00 103.00
MGLST0360 340 60 2800 3600 5600 MELSTOS60 960 w0 6100 000 10300
MGLSTO3S0 3850 600 2800 36.00 66.00 MGlsTO90 970 10.00 .00 000 10300
MGLSTO380 360 600 2800 36.00 66.00 MGLSTOSE0 980 1000 o100 4000 103,00
0,55 mGLTOI70 370 60 2800 36.00 66.00 MGLSTO990 950 1000 6100 0.0 103.00
mGSTO30 380 600 2600 %00 7400 MGISTION 1000 00 6100 000 10300
Alu alloys Si <67 MGLSTO390 3% 600 3%6.00 %600 700 MelSTION 1010 2@ 7.0 4500 1800
Vc 300 m/min MGLST0400 400 600 6.00 6.00 74.00 MGISTI020 1020 1200 71.00 45.00 11800
MGisTOS0 410 600 36.00 3600 7400 MelsTIoN 1030 1200 7100 1500 1800
05 mMGLsT0R0 420 600 600 3600 7300 MGLSTION 1040 1200 7100 1500 11800
moLsToas0 430 600 36.00 3600 7400 melsTIos0 1050 1200 7100 4500 11800
Spheroidal cast iron MGLST0440 440 600 36,00 36,00 7300 MGLSTI060 1060 1200 7100 45.00 1800
Ve 228 m/min MGLSTO4S0 450 600 36.00 3600 700 MGLSTIOT  10.70 200 7100 4500 11800
HiHH MGLSTO4E0 460 60 3600 36.00 700 MGLSTIOR) 1080 1200 71.00 4500 11800
0,45 MGLSTO470 470 60 6.0 36.00 7400 MGISTION 1090 1200 7100 45.00 1800
MGISTOIS0 480 600 a0 %00 8200 MGISTII0 1100 200 70 4500 1800
Brass MGLSTO490 450 600 %00 600 8200 MGISTII0 1110 20 7.0 4500 1800
y MGISTOS00 500 60 “m 3500 8200 MGISTI0 1120 1200 m ss0a 11800
04 Ve 264 m/min MGETOS1 540 600 400 300 3200 melsTIz0 1130 1200 7100 4500 11890
4 — MGLsT0S20 520 1400 300 5200 MelSTIID 1140 1200 7100 4500 1800
MGLSTOS30 530 600 00 3600 8200 melsTIISe 1150 1200 7100 4500 1800
MGLSTOS80 540 600 w00 %00 8200 MGISTII60 1160 1200 nm 4500 1800
< 800 N/mm2 MGTOSS0 550 600 400 3600 8200 MGLSTI70 1170 1200 .00 4500 11800
0,35 Vc 174 m/min MGLSTOS60 s 6.00 4.00 36.00 8200 MGLST1180 1180 1200 .00 45.00 11800
MGLTOST0 570 60 .00 36.00 8200 MGLSTII0 1180 1200 7.0 45.00 1800
MGLsTOSS0 580 600 @ %00 8200 MGlsTI200 1200 120 7100 45.00 1800
— MGLSTOS90 580 60 w00 36.00 8200 MelSTIZ30 1230 1.0 7.0 4500 12000
3 < 1000 N/mm2 MGLSTO600 500 600 400 36.00 8200 MGISTI240 1240 12,00 77.00 45.00 12400
= 03 i MGLSTO610 610 00 5300 %00 9100 MelsTI2s0 1250 1000 7.00 4500 12000
E ' Ve 132 m/min MGLSTOR0 620 800 $3.00 3500 9100 MGLSTI260 1260 1000 7.00 500 12400
MGLSTOS30 630 500 5300 3600 a100 melsTIZI0 1270 1200 7.00 45.00 12400
g MGLSTOS80 640 800 5300 3600 a1 MGISTI2E0 1280 1900 7.0 4500 12400
/ < 1300 N/mm2 MGLSTOSS0 650 800 5300 36.00 9100 MGLSTI200 1290 1800 7.0 4500 12800
2 025 MGLSTO60 660 80 S0 %M 2 MGSTIN0 1300 14 700 4590 12000
P i Ve 90 m/min MGLSTOS70 670 200 800w 9100 MESTISIO 110 4@ 70 4500 12000
g < MGLSTORS0 680 200 53.00 600 a1 MGISTIZ20 1320 1.0 7.0 4500 12400
£ ; MGLT0E0 690 800 53.00 3600 9100 MelsTi3i0 1330 1.0 7.0 4500 12400
N mMGLsTOT0  7.00 800 s3.00 .00 a1 MelsTI30 1340 1200 77.00 4500 12600
) 02 ! - 12% Cr & Stainless Steel MGsTO7I0 710 a00 s53.00 3600 9100 MELSTI3S0 1350 w00 7.0 4500 12400
:) y, / > Ve 66 m/min MGLST0720 720 800 53,00 36,00 9100 MGLSTI360 1360 10,00 77.00 15,00 12000
2 ” » mowsTozso 730 800 53.00 3600 9100 melsTIzIe 1370 1800 7700 4500 12400
/ , » MGLSTO780 740 80 5300 36.00 a1 MGISTI30 1380 1900 7.0 4500 12600
i 015 A 2 MGLTO?S0 750 200 53.00 36.00 91.00 MGISTI300 1380 1800 7.0 45.00 12000
- k . . v <1500 N/mm MGLTO?60 760 800 53.00 36.00 91.00 MGISTIAD 1400 1800 7.0 45.00 12000
® q / Ve 54 mGLsTo7T70 270 800 53.00 36.00 9100 MGLSTIASD 1450 16.00 5.0 8.0 133.00
o c 54 m/m MGLSTO780 7.80 200 5300 36.00 91.00 MGLSTI460 1460 16.00 £3.00 48,00 13300
fre ” A MGWSTO?90 750 800 s300 36.00 a1 MGISTI4T0 1470 1600 8.0 48.00 13300
(i . MGLSTOR0 500 800 53.00 3600 100 molsTIAE0 1080 1500 83.00 4800 13300
AT MGLsTOs10 810 1000 51.00 w000 103.00 MGISTIAS0 1490 1500 3.0 4800 13300
i MelsTos20 820 1000 6100 1000 103.00 MGISTIS00 1500 160 .00 1800 133.00
o mMoLsToss0 830 1000 6100 000 103.00 MeLsTISIO 1510 1600 © 4800 13300
a MGLSTOS80 840 1000 6100 000 103.00 MGISTISZ0 1520 1500 8.0 4800 13300
0.05 et MGL5T0850 850 10.00 61.00 40.00 103.00 MGLSTIS30 1530 16.00 £3.00 48,00 133.00
H MGLSTOBS0 860 1000 61.00 1000 103.00 MGISTIS® 1540 1600 3.0 4800 13300
MGLSTOS70 470 1000 61.00 1000 103.00 MGLSTISSD 1550 16.00 .00 4800 13300
mGLsToss0 880 1000 6100 1000 103.00 MGLSTISE) 15,60 1500 8.0 48.00 13300
MGLsTOS%0 890 1000 6100 1000 103.00 MeLSTISTO 1570 1600 8.0 4800 13300
0 MGLST0S00 900 1000 6100 w000 103.00 MGLSTISE) 1580 1500 83.0 48.00 133.00
2 3 4 5 & 7 8 91011 12 13 14 15 16 17 MGTO9N0 910 1000 6100 1000 103,00 MGISTIS® 1550 1800 83.00 48.00 13300
MGISTIE00 1600 1500 §3.00 1800 13300

D (mm)
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Cutting Condition / Square End Mills

Arotrs

Mz 10x0

5~

ENDMILL 2 Fute & 4 Flute

0 (reaom by Soneser
MR
G ks b ook
(U T T
0w ae ows e
7 e owe G
o am o sos
LR A oRe oo
LU L

EREEERs

e 38 2 498§z
g

ENDMILL 2 Flute & 4 Flute

e fuad prriiosh) by damwier

Cutting Condition / Square End Mills
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SOLID CARBIDE END MILLS

SHORT LENGTH

Shank Dz e
{mm)
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Solid Carbide

P e

Flute Ball End Mill

e—=—— Ienonn

Cutting Condition / Ballnose End Mills
Z-Leveling / Pre-Finishing

BALLNOSE 2 Flute & 4 Flute

A 002 xd 002 xd 002 xd 002 xd 0.02 = d 002 xd
As 0.0z xa oz xa 002 xd vozxa 0.02 xa 0.0z x«
Ve 230 200 180 115 102 102
R1.5 17200 | 2060 | 14w00 | 1ess | 1swoo | 1ss7 | 11700 | 1o7e | veco | 720
r20 12800 2060 | 11200 | 1653 | 10400 1346 | smoo | 1085 | seon | 720
Ra.5 11700 I Z340 10200 1060 2500 l 1645 aooa ’ 11893 5100 n10
9800 | 2440 | 8500 | 1850 | 7900 1716 | €700 | 1280 | 4300 | 850
7300 I 2192 | 8300 | 1744 | s900 l 1840 | 8000 | 1130 | sz00  7eo
6900 | 1988 | 5100 | 180 | 4700 | 1392 | 4000 | 1024 | 2600 | 680
[ 4000 | 1913 | az00 | mos | aseo [ R ] osa | zz00 | eeo
Copy-Milling / Finishing
BALLNOSE 2 Flute & 4 Flute
~M
0.02 xd 002 xa |
002 xd 002 xa ‘
ve 230 200 1m0 1 10z 102
s ZABOO 2100 21000 1680 18000 1410 12200 7a0 10800 730 20300 17a0 |
r2.0 ABADD ELA L THEBOO 2060 14200 1TTO 2100 210 ®B100 | 210 15300 =170
res 11e00 | =310 | 1zeco | 1ea0 | 11400 1870 | 7400 I 810 | esoo | soo | 12106 | 1020 |
R3.0 12200 | 2100 | 10600 | 1670 | 9500 | 1430 | €200 | 740 | s400 | 730 | 10100 | 1740
Ra.0 ©100 | 1330 | 7m00 | 1aso | 7100 | 1240 | as00 | eso | 4000 | sao | 7eoo | 1s20
R6.0 7400 1820 G300 1280 6700 1100 azoo H60 3300 660 s100 1340
Rro.0 o200 | 1860 | ssc0 | 1280 | avoo | 10e0 | 3000 | 660 | 2ron | sso | si00 | 1310

Remark : For long series, Cutting condition reduce accordingly by 50%.
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CARBIDE BALL NOSE - SHORT LENGTH
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Solid Carbide 2-Flute Ball End Mill
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Cutting Condition / Ballnose End Mills

2-Leveling / Pre-Finishing
Material o . BALLNOSE 2 Flute & 4 Flute

oA
a3
o5 & Ao 0oz xd 0.02 < 0.02xd 0.02xd 0oz~ e—
0B s Ao 0.0z xa 0.0z xd ©.02xd 0.0z xd 00z xa 00z xd
1 Ve 230 200 180 118 102 192
1.5 0
{2
3 rean WV rzoo zo60 1AD00 R 1INOO 187 1ITo0 n1o7re Teoo TZO
= 2 R2.0 12800 2060 | 11200 | 1653 | 10400 1349 | smoo | 10as | seoo | 720
e R2.6 11700 | 2340 | 10200 | 1866 | ©s00 [ 1645 | BO0O l 1193 | G100 | 810
8 R3O 9000 | 2440 | 8500 | 18s0 | 7900 1716 | 6700 1200 | 4300 | 850
:: a0 7300 | 2192 | 6300 | 1744 | seoco [ 1840 | sooo I 1130 | 3zc0 | reo
16 20-00 300 560 éa 300 12 ns.0 S5000 1008 S100 1590 4700 1302 4000 1024 2600 600
£ k = 4 d :
600 | 30 | e 400 | 3 | 300 | 10 RE.0 4900 | 1912 | 4200 | 1sow | zw00 I 1338 | 3300 ] P 2200 | esc
25 1300 300 85 300 37 200 8 =3 x

Copy-Milling l Finishing
BALLNOSE 2 Flute & 4 Flute

o 0.02 % [p— [r— f— ooz xa 0.0z xu
_’{ }‘_ 0.1xD0) Ao 0.02 w o D02 = o 002w 002 » o 002« o 002 = o
vo 230 200 180 116 102 S0z
I 15x D
LR ZABOO 2100 21000 1800 10000 1410 1740
L R2.0 18400 2610 16800 2060 14200 1770 2170
Rzo6 14600 | 2310 RET Y 1840 A 1a00 ] 1570 1826
R3O 12200 2100 10600 1070 8000 1430 17a0
R4.0 @100 l 1830 | 7veoo | 1450 | 7100 I 1240 620
RrEo 7400 | 1620 | 6aco | 12m0 | n7oo | 1100 1340
RGO G200 I ABGO Baoo 1280 A700 l 1060 1310

Remark : For long series, Cutting condition reduce accordingly by 50%.

ND MILLS - LONG LENGTH SOUD CARBIDE BALL NOSE - LONG LENGTH
Shank B Flute

{mm) Lergth

P No [ 5] Shank Dia Futy

{men) (mm) Langth
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SOLID CARBIDE VHT ENDMILL SERIES

Steel <800 N/mm? Steel <1000 N/mm? Steel <1300 N/mm?

o

R L ], S 7 R [ SR 1)

IS 1
e T e,

SOLID CARBIDE ROUGHING END MILLS

0P No ShankDin  Futs
2 24 {mm) tength
he

Roughing end mills
with chip breaker

Roughing end mills
with chip breaker

)
w
x)

BNbbhERESEmmaona wis
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Eliche differenziate 1 » 3! / f,

D - 0015 G
Unequal helix k= A! i

‘0 - -0.02

Steel <800 N/mm?* Steel <1000 N/mm?

e n

) —" S S S 1
v T

R b AN o | RN e

e

ecid M:f:;' m::m 4-flute end mills, 4-flute end mills,
ngth ) variable helix variable helix
s
VHOasA 4 50
VHO4CROD 3 4 50
VHOGCRL O . 57 = =
VHOES4 8 3 ' I
cHIoss l.o 3 Al" | ur'
'VM10CRO.5 10 n .2
VHI0CRLO : z !:!-] &J
VHI20R1.0 12 £ "
VH1454 14 a3
VH1654 15 02
VH20S4 20 104
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A central channel supplies
coolant to the flutes even
for very deep holes, resulting
in long tool life and good
chip removal. Different versions
are available for blind
holes and through holes.

Through Hole Blind Hole
ApplicationMaterialGroups
= Excellent for Application * Good for Application

Example
30 = Peripheral speed in metres/minute +/- 10% ; D = Feed range

: 2 mm
1,5 9 3 5 8 10 12 16 20

0,045 0,055 0,078 0,100 0,150 0,170 0,185 0,220 0,250
0,055 0,072 0,110 0,150 0,180 0,210 0,240 0,280 0.310
0,065 0,085 0,135 0,185 0,220 0,260 0,285 0,335 0,390
0,080 0,110 0,160 0,200 0,270 0,320 0,360 0,410 0,470
0,100 0,140 0,180 0,250 0,350 0,390 0,430 0,500 0,530

0,140 0,180 0,260 0,350 0,440 0,500 0,550 0,630 0,700
mm/REV + 15%

MmO O ®m>»

HIGH PERFORMANCE SOLID CARBIDE REAMER HIGH PERFORMANCE SOLID CARBIDE REAMER

RMD337 397 6,00 1200 3900 | 7500 a RMO802 802 8.00 1600 6300 | 100:00 4
RMO398 398 600 1200 3900 | 7500 a RMOB03 803 800 1600 6400 | 100.00 4
RMD399 399 6.00 1200 3900 | 7500 a RIM0850 850 1000 | 2000 5000 | 100.00 4
RMD20D 400 600 1200 900 | 7500 a RM0900 900 1000 2000 6000 | 100.00 4
RMD301 401 600 1200 3500 | 7500 a AM0950 950 1000 | 2000 8000 | 120,00 4
RMD302 402 6,00 1200 3900 | 7500 4 RIM0997 997 1000 | 2000 8000 | 12000 4
RMD303 403 6.00 1200 2900 | 7500 a RM0998 998 1000 | 2000 8000 | 120,00 4
RMD450 450 6.00 1200 3300 | 7500 4 RMO999 999 1000 2000 8000 | 12000 4
RMD397 ag7 6.00 1200 3900 | 7500 a RM1000 1000 1000 | 2000 s0.00 | 120,00 4
RMD298 498 6.00 1200 2900 | 7500 4 AN1001 1001 1000 2000 3000 | 12000 4
RMD399 499 600 1200 | 3900 | 7500 4 RM1002 1002 @ 1000 | 2000 8000 | 120,00 4
RM0500 500 600 | 1200 3900 | 7500 a ARM1003 | 1003 1000 | 2000 so00 | 13000 4
RMDS01 501 600 1200 3900 | 7500 a RM1050 1050 1200 | 2000 7500 | 120,00 4
RMD502 5.02 600 1200 3900 | 7500 a AM1100 1100 1200 | 2000 7500 | 12000 4
RMDS03 5.03 600 1200 3900 | 7500 4 RM1150 1150 1200 | 2000 7500 | 12000 4
RMO550 350 6.00 12.00 1900 75.00 a RM1197 11.97 12.00 20.00 75.00 120.00 4
RMD397 597 600 1200 3900 | 7500 4 AM1198 1198 1200 2000 /500 | 12000 4
RMD398 598 600 1200 3900 | 7500 a RM1199 1199 1200 | 2000 7500 | 12000 4
RMDS99 599 600 1200 2900 | 7500 a AM1200 1200 1200 2000 7500 | 12000 4
RMO500 600 6.00 12.00 1900 75.00 4 RM1201 1201 12.00 20.00 75.00 120.00 4
RMO501 6.01 6.00 12.00 39.00 75.00 4 RM1202 1202 12.00 20.00 7500 | 12000 4
RMD502 602 6.00 1200 3900 | 7500 a RM1203 1203 1200 | 2000 7500 | 12000 4
RMO603 603 600 12.00 3300 75.00 4 RM1300 13.00 14.00 22,00 8500 | 130,00 4
RMDES0 650 800 1600 6300 | 10000 a RM1300 3400 1400 | 2200 500 | 15000 4
RMD700 7.00 200 1600 6300 | 10000 a RM1500 1500 1600 | 2200 5200 | 130.00 a
RMD750 750 800 1600 6400 | 10000 a RM1600 1600 1600 | 2500 10200 | 15000 a
RMO737 797 800 1600 6400 | 10000 a RM1700 1700 1800 | 2500 10200 | 150.00 a
RMD798 7.98 800 1600 | 6100 | 10000 a RM1800 1800 1800 | 2500 10200 | 150.00 4
RM0799 7.9 2800 1600 5300 | 10000 4 RM1900 1900 2000 25000 10000 | 15000 a

Contact us : 07875447615/16/20 Mail us : sales@xtremetooling.com / rahul@xtremetooling.com Website : www.carbidecuttingtools.in

Contact us : 078

Xtreme Tooling

(An IS0 9001 : 2008 Certified Company )

7615/16/20 Mail us : sales@xtremetooling.com / rahul@xtremetooling.com Website : www.carbidecuttingtools.in




ER COLLET DIN 6499B

BT40ER16-70 32 \ ER40 3.0-250 40 41 36.2 46 /

BT40ER16-100 32

BT40ER20-70 35 ER CLAMPING NUT

BT40ER20-100 35 ; = —

BT40ER25-70 42 ! L ‘

BT40ER25-100 42 44.45 100 0.5-10 =

BT40ER32-70 50 44.45 70 0.5-10 M

BT40ER32-100 50 44.45 100 05-10 SR

BT40ER40-70 63 44.45 70 05-10 MODEL D di L

BT40ER40-100 63 44.45 100 0.5-10 ER16-UM 32 26 17
ER20-UM 35 29 19
ER25-UM 42 36 20

ER32-UM 50 44 225
STRAIGHT SHANK COLLET CHUCK \ B 1 e T /
TTTT T TTTTTTT 7

———— -
MODEL ER C L1

SK PULL STUD

C16 - ER16 - 70 16 16 70 =
C16 - ER16 - 100 16 16 100
€20 - ER16 - 70 16 20 70 SK-30A 9 13 Mi2 44 24
€20 - ER16 - 100 16 20 100 SK-40A 14 19 M16 54 2
€20 - ER20 - 70 20 20 70 \ SK-50A 21 28 M24 74 34 /
€20 - ER20 - 100 20 20 100
€20 - ER25 - 70 25 20 70
C e | > 0
€25 - ER16 - 100 16 25 100
€25 - ER20 - 100 20 25 100 ) e, !
€25 - ER25 - 100 25 25 100 wrs———=
€25 - ER32 - 100 32 25 100 =
€32 - ER32 100 12 32 100 o
€32 - ER40 - 100 40 32 100 ER16-UM % 180 ER16-UM
e ohei i % 35 X ER20-UM 30 190 ER20-UM
C40 - ER40 - 100 40 40 100 it 2 1o 25 M
ER32-UM 465 250 ER32-UM
\ ER40-UM 58 290 ER40-UM /
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DRILL TROUBLESHOOTING GUIDE

DriLL Guipance

DRILL TROUBLESH ING GUIDE

E Breakage F Trouble During Operation G Trouble With Hole Accuracy
Shiny
CAUSE SOLUTION Blue color
1. Cutting Speed too low and edge temperature too high 1. Inc utti d al cutting fluid y L i’
. Cutting 0 ge ure 100 . Increase cutting speed or use external cutting \
2. Negland to large 2. Sharper cutting edge. = Hretable Iﬁl
2l camng LG on U rgo G1 Work G2 Unstable G3 Burrs at
Built-up-63ge 4. Percentage of oil in the cutting fluid too low 4. Increase the percentage of il in the cutting fluid 11 Chattering or Odd Noises 12 Chip Packing Hardening ‘Accuracy the Exit
1. Unstable fixturing 1. Check fixture * MACHINE A, B, C E, F1
2. TIRto large 2. Check radial run - out Is there any excessive vibration or odd noise during operation?
( 3. Intrermittent cutting 3. Decerase the feed
= 4. Insufficent cutting fluid (Thermal cracking) 4. Cheak cutting fluid supply * CHUCKING Of DRILL A, B,C,E, F1
R 5. Unstable toof hoiding 5. Check the tooholder Is the rigidity of the drill chuck enough? (Fig 5)
Is there any dust or scratches inside the drill chuck? (Fig 6)
1. Cutling speed too high 1. Decrease the cutting speed Is the run out of the drill too great when it is held in the drill chuck? (Fig 7)
2. Feed too low 2. Increase the feed The drill point should be within 0 001" maximum of the center of the work piece
3. Grade too soft 3. Change to harder Grade (when the work rotates) (Fig 8)
an onthe 4. Lack of cutting fluid 4. Cheak for proper cutting fluid supply
edge
{Fig 5) Athicker shank can (Fig 6) (Fig 7) (Fig 8)
offor higher rigidity
1. unstable Conditions 1. Check the set - up Bad Good
2. maximum allowed wear exceeded 2. Replace drill sooner v O
3. Grade too hard 3. Cheange to softer grade
8l
5| [
1. TIRto0 large 1. Check the radial run - out sipd Serateh
2. Cutting fluid too weak 2. Use neat oil or stronger emulsion '—' Within 0 001"
3. Cutling speed too high 3. Decrease cutting speed Recilfy by ol or Run out s
Wouew circular 4. Abrasive material 4. Change to harder grade honing stone within 0.001*
s
1. Cutting speed to low 1. Increase cutting speed
2. Feed too high 2. Decrease feed * CUTTING FLUID A,C,E, G1
3. Chisel edge too small 3. Cheak dimensions Make sure cutting fluid is supplied adequately to the entrance of drill hole
Bad Bad Good Much Better The Ideal Way!!
1. Cutting speed or/and feed too high 1. Decrease the cutting speed or / and feed
2. Not enough cutting fiuid supply 2. Increase cutting fluid pressure B)a(d
T 5l 3. Unsuitable drill / grade 3. Use a harder grade Insufficient
deformation
1. Inconsistent cutting fluid 1. Check cutting fluid supply Good
2. Fill cutting fuid tank @]
With high pressure to
e e Not mﬂung Too Far To the Entrance | High Pressure Double Supply aenbance
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TECHNICAL DATA TECHNICAL DATA

DRILL TERMINOLOGY FORMULAE FOR DRILLING
AND CUTTING CHARACTERISTICS B CUTTING SPEED (vo)

B DRILLING CHIPS _ ve (m/min) : Cutting Speed DC (mm) : Drill Diameter
m(3.14) P n (min*) : Main Axis Spindle Speed

ihpes cOChes Shape ESainres dnd Eaza of Radng FEWKIS BY.000.10 chanon o m fom men. (Problem) What is the cutting speed when main axis spindle speed is 1350min”

and drill diameter is 12mm ?
(Answer) Substitute 7=3.14, DC=12, n=1350 into the formula

meDCen _ 3.14%12+1350
1000 1000

Fan-shaped chips cut by the cutting edge are curved by the flute. Chips of this type
Conical Spiral | < LA XXLLLLLLY | are produced when the feeding rate of ductie material is small, If the chip braaks
after several tums, the chip raking performance is satisfactory.

Long Pitch m The generated chip comes out without coiling. It will easily coil around the drill.
B FEED OF THE MAIN SPINDLE (vf)

vi (mmimin) : Feed Speed of the Main Spindle (2 axis
This is a chip broken by the restraint caused by the drill flute and the wall of a drilled f ‘ ‘);Fagdpe[ i Seye iz 4
Fan @ hole. It is generated when the feed rate is high. n (min)  :Main Axis Spindle Speed

(Problem) What is the spindle feed (vf) when the feed per revolution is 0.2mm/rev
and main axis spindle speed is 1350min” ?

ve= = 50.9m/min

The cutting speed is 50.9m/min.

P Aconical spiral chip that is broken before the chip grows into the long-pitch shape by s z
Segment Q& the restraint caused by the wall of the drilled hole due to the nsufficiency of ductility. (Answer] Substitute f=0.2, n=1350 into the formula
chip and chip di vf = fxn = 0.2x1350 = 270mm/min
The spindle feed is 270mm/min.
A chip that is buckled and folded because of the shape of fiute and the characteristics S
2Zigzag W of the material, It easily causes chip packing at the fiute
B DRILLING TIME (Tc)
A ( lem) What is the drilling time required for drilling a 30mm
i = %?s broken by vibration or broken when brittie ma terial is curled with a small radius. :° ;:::21, : g,’?,:f?,% length hole in alloy steel (JIS SCM440) at a cutting
1 raking performance is satisfactory, but these ¢ hips can pack closely creating. Id (mm) : Hole Depth speed of 50m/min and a feed 0.15mmirev 7
f (mmirev): Feed per Revolution
| + Number of Holes (Answer) Spindle Speed n= —i%?:.——ho- =1061.57min"

DRILL DIAMETERS FOR PREPAR ES = Te= 51,8704 = 0188
=0,188x60%11.3 sec
i “

Carbide Carbide
Nominal Carbide Nominal oot Nominal i

M1 x0.25 075 M1 %0.2 0.8 mMia X1.5 12.7

M1l X0.25 0.85 M1l X02 0.9 M14 X1.0 131

M2 %0.25 0.95 mM1.2 X0.2 1 M15 x1.5 13.7 ORMU ‘ ’R E MI L N

M1.4 X0.3 1.10 M14 %0.2 1.2 M15 X1.0 14.1 F LAE F FAC L I G

M1.6 X0.35 1.30 M16 %0.2 14 M16 X1.5 14.7

ML7 X0.35 140 M1LE  X0.2 16 M16 X1.0 15.1 M CUTTING SPEED (vc)

M18 X0.35 1.50 M2 X0.25 175 M17 X1.5 15.7

M2 X0.4 165 M2.2 X0.25 2 M17 X1.0 16.1 ve (m/min) ; Cutting Speed DC(mm) : Culter Diameter

M2.2 X0.45 1.80 M2.5 X0.35 22 M18 X2.0 16.3 n (3.14) :Pi n (min") : Main Axis Spindie Spead

mM23 X0.4 1.95 M3 X0.35 2.7 mis X1.5 16.7

M2.5 X0.45 215 M35 X035 3.2 nM18 Xx1.0 17.1 WDwvida by 1000 1o changa Yo m from mem. {Problem) What is the cutting speed when main axis spindie speed is

M2.6 X0.45 2.20 ma X0.5 3.55 M20 X2.0 183 350min"' and the cutter diameter is 3125 ?

M3 X0.5 2555 Ma.s X0.5 4.05 mM20 X1.5 18.7 (Answer) Substitute 7=3.14, DC=125, n=350 into the formula.

M3.5 X0.6 2.95 M5 X0.5 455 mM20 X1.0 19.1 meDC-n _ 3.14x125%350 _ 3

Ma X0.7 3.40 M5.5 X0.5 5.05 ve="3000 1000 137.4m/min

M4.S X0.75 3.90 M6 X0.75 535 The cutting speed is 137.4m/min,

M5 X0.8 4.30 M7 X0.75 635

6 X1.0 5.10 M8 X1.0 7.1

M7 1.0 6.10 M8 X0.75 735 M FEED PER TOOTH (fz)

M8 X1.25 6.90 M9 x1.0 8.1 fz (mmitooth): Feed par Tooth z: Insert Number

Mo X1.25 7.90 M9 X0.75 B35 vf (mm/min) : Table Feed per Min.

Mi0 x:.: ;’7: :“i: :::5 :-: n (min*) : Main Axis Spindle Speed (Feed per Revolution = z x fz)

M1l X1.! . J 2

M12 X1.75 1050 M10 X0.75 935 \ {Problem) What is the feed per tooth when the main axis spindle speed is

M4 X2.0 1220 ™11 X1.0 10.1 e 500min!. number of insert is 10, and table feed is 500mm/min ?

M16 X2.0 14.20 M1l X0.75 10.3 Dinction (Answer) Substitute the above figures into the formula,

nM18 X2.5 15.70 Mi12 X158 10.7 S 800

20 X2.5 17.70 M12 X125 109 —= 2= n = Toxsoo - O-1mmitooth

m22 x2.5 19.70 Mi12 x1.0 11 Foad per Tooih (tz) TP i ahin The answer is 0.1mmftooth.
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ECHNICAL D

TREME RECONDIT

M TABLE FEED (vf) At XTREME ;
Vi (mmimin) : Table Feed per Min. 2 : Insert Number Reconditioning is an ART!!!
fz (mmitooth): Feed per Tooth 1 N
n (min)  : Main Axis Spindie Speed There is a big difference between regrinding and reconditioning. Regrinding is just sharpening a cutting edge.

(Problem) What is the table feed when feed per tooth is 0.1mm/tooth, number of "Reconditioning" is repairing the geometry as close as possible to it's original specifications.
insert is 10, and main axis spindle speed is 500min"'?

(Answer) Substitute the above figures into the formula.
Vi = fzxzxn = 0.1%10x500 = 500mm/min Effective reconditioning takes know-how, experience and even the original manufacturer's training & certification.
The table feed is 500mm/min. We have and do what it takes - everyday!

W GUTTING TIME (¥c) Try us and see for yourself. We'll get you more out of the tools you use!
Te (min) : Cutting Time
( ): in. i 1
_ it sl e B b Restore LIKE - NEW Performance , Guaranteed!

(Problem) What is the cutting time required for finishing 100mm width and 300mm

a5 5 A Taon o Caat o LIS FE200) Btk s e Sutir High Performance Carbide Drills,End Mills & Special Cutting Tools
o g diameter is $200mm, the number of inserts is 16, the cutting speed is
P — ’ 125m/min, and feed per tooth is 0.25mm. (spindle speed is 200min")
oc .
L

| (Answer) Calculate table feed per min vf=0.25x16x200=800mm/min

| | Calculate total table feed length. L=300+200=500mm
Substitute the above answers into the formula.
z 500 i :
Tc= 800 0.625 (min)
0.625x60=37.5 (sec). The answer is 37.5 sec.
"
B CUTTING POWER (Pc)

Pc (kW) : Actual Cutting Power ap (mm) : Depth of Cut

ae (mm) : Cutting Width vf (mm/min) : Table Feed per Min.

Ke (MPa) : Specific Cutting Force n: Ci

(Problem) What is the cutting power required for (Answer) First, calculate the spindle speed in order to obtain feed per tooth.
milling tool steel at a cutting speed of o= 1000vc - 1000x80 = 101.91min"

80mimin. With depth of cut 2mm, cutting nDC 3.14x250
width 80mm, and table feed 280mmJ/min Feed per Tooth fz= ,z'i" = 713;271!70071‘7 = 0.228mm/tooth
by 6250 cutr it 12 sers. Machine Substiuts e spocilc uting oce nk the formaia RECONDITIONING SERVICES, PVD COATING SERVICES ,TOOL MODIFICATION&GEOMETRY OPTIMIZATION
. 2x80%280%1800 i ices i B,
Pc= Go<105.08 = 16BKW Reconditioning Services Equipment
XTREME Reconditioning Services is a business with its CNC 7 Axis Grinders
® Kc primary purpose being to restore used and wom cutting tools > 1 - Makino Seiki CNJ-2u ( Ist machine in India)
= ) Specific Cutting Force Ke (MPa) in a way th:al.enzbles them to provide the same performance >2-TGT6 z\:fis CNC lo_ol erinding |_nachine
Werk Material e - - e and productivity as they were when they were brand new. = 2- CNC Cylindrical grinding machine
Typicall P T '3 ding services do so as a = 1-True Tech 0.D.Grinder
=2t — = ot i b b supplement to higher priority things they do. Some are primar- > 1 Harig Centerless Grinder
Viadiiom Stoat L 960 1800 1730 16c0 w1 ily tool & cutter grinders, set up to do small runs of special tools >1-Okamota Surface Grinder
Huwd Stnai 20 2520 220 2040 1460 1740 and component parts. others are cutting tool manufacturers,
ool Stont 570 1960 1800 7% 1700 1600 whose focus and priorities are on manufacturing new tools.
Teo! Stow o % 10 i e s XTREME was built to provide reconditioning services. Wheel Dresser (General)
Chvome Mangsrmse Stast ™ 200 2000 ALLY 1750 1660
Chvome Manganese Stesi 60 2160 2%0 2000 180 1780 Standard Reconditioning- Restores the tool to its original > Dismond and CBN Grinding
N . e s e 0 50 A : 12 d P ificati md includ ting the tool > Wheel Truing and Dressing Capabilities
with the appropriate PVD coating.
Chrome Motytderum Steel 000 %0 200 1360 180 ero &
Wi Crroma bhederun Skol w0 200 1800 1080 10 1500 Enhanced Reconditioning -In addition to basic restorration, Edge Preperation
Wchad Chruera Mobyoderurs Stcel 38248 2100 1980 1780 1700 1830 we modify the g Y to imp the tool's perft = Proprietary Design Special Honing Technology
Ausoeity: Stairtars Sinel 1558 2030 170 1000 mo 1710 within aspecific application.To do this we will need to know
Castiron 20 2300 2%0 22 2200 2040 the il being machined,the type of operation and the Inspection
w desired improvement (higher metal removal rate.longer tool : ;
Hard Cansl lron AGHRC 3000 o 26500 2400 2200 > ~ UK
3 - R > 1-Automised measuring system having magnification 250x
NS . - et e 5 v life, better surface finish). We would then advice the changes 5 AR L
Grey Cast ion 20048 780 1420 1280 1050 10 we'd before p £
Beans 500 1150 850 800 0 &30 Tool Modification- Adding a corner radius.a shank flat.or
Ught Aloy (-4} 100 300 a0 an *0 a2 neck clearance relief reworking an end gash,or reducing the
Lght Aoy (450 200 00 o 450 40 0 cutting diameter or length of cut. This kind of work can be
Light Aoy (A-2n-4g-Co) 570 380 840 290 810 720 done to new or used tools.
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VATIONS FROM TREME TOOLING

A Four Flute, ball nose solid carbide end mill with variable
curve and variable helix technology.

Wider
Chip Pocket Technical Information :

» Variable curve and variable helix

* Wider flute space

* Length of cut is three times the radius

* Impact Miracle coating and micro grain carbide substrate

Variable Curve

Applications to Target :

* Suitable for titanium alloys, high temperature alloys, stainless steels and other gummy materials
» Concave or Convex surfaces

= Profiling or Angled surfaces

» Thin place machining

» Power generation components

« Aerospace

Benefits :

* Variable curve and variable pitch is an anti-vibration design which creates a large footprint of
stable machining with difficult materials

* Wider flute space enables excellent chip disposal

* Wider flute space also enables larger depth of cut in relation to conventional end mills

* Short type length of cut enables proficient shoulder or profile milling

* Impact Miracle coating has silicon added to increase it's hardness and oxidation temperature which
enables longer tool life.

Conventional Ballnose New VHT Ballnose

Contact us : 078754476 0 Mail us : sales@xtremetooling.com / rahul@xtremetooling.com Website : www.carbidecuttingtools.in

INNOVATIONS FROM TREME TOOLING

X - STAR X- PLUS

Solid Carbide Super Long Drill For Solid Carbide Drills For Steel & Cast Iron

Deep Hole Drilling Solid Carbide Drills For High Efficiency
Machining Aluminium Alloyes

SOLID CARBIDE ENDMILLS
Prevention Of Vibration With Irregular Industry Leader in Ballnose finishing.
Helix Flutes Single Phase Nano Crysal Helical Geometry for Smooth Surface
Coating Technology For Higher Film & reduce heat.

Hard And Heat Resi

SOLID CARBIDE BALLNOSE

SOLID CARBIDE CENTER DRILLS TAILOR MADE TOOLS

As Per Customer Request

e tool sample of 20 flutes end mill
W \\ D

[P
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REASON WHY ONLY TREME Xtreme Tooling
Manufactures of Solid Carbide Tools

Sakuncol ball '“"n':l“c'cgl::";';ip‘: i Plot No. S-83, MIDC, Bhosari, Pune - 411 026
T X " . 5 .
) i - 5 i X Is.
= o keora itk difforent toel longilin are nakiod. Ph. : 020 - 46780782 Email : sales@xiremetooling.com www.carbidecuttingtools.in
CNJ5u-A: Simultaneous Other machines : Simultaneous Drill & End Mill Inqu"'y Form
cotrollable axes: 2 axes—© controllable axes:4 axes—A
A axis A axis Customer Name : Date
s ﬁ m ; - Address : Feom
> W(Q : Attn. : By
== ContactNo. _______ Mailld: Sample No. :
l Existing Tool :
Type of Machine : ENDMILL / BALLNOSE
¢ 10mm Ball End mill 2 flute Radius
A 'th' 5 microns M C 2 FINISHING / ROUGHING
ceuracy within ax. | PR o T
y i ol e BN ‘ J | HELX ANGLE [
* Ground Carbide Rod / Blanks A — ol B = -
within h5 tolerance. Tool Discription : k l o w || cewEmew [
Fo) e *{ N APPLICATION :]
P e L ] Monthly Production : * 3 ki
GLOBAL SERVICES el e [
Drill / EM Dia :
180 m?:: Qualtlltzs:s it's Tool Data Hole Tolerance : :2‘:: - DRILL

FINISHING | ROUGHING

Number of Flute :

HELIX ANGLE
o-business: COOLANT SUPPLY : INT / EXT / DRY :
Professional 4 Orrline Store, TC/ NON TC I
Complete range of tools Drilling Depth : !
" Depth of Cut : BLIND HOLE l
Holes / Component : THERISH SR I:!
Fast and efficient Existi ”
service for the Tool Life :
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Existing Drill (Brand) :
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e Cycle Time :

with the right cutting
tools for the best result
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