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SuperV-Drills

Solid carbide high-performance
twist drills
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Gun Dirrills

Single- or two-fluted deep hole drills
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V-Drills

Multi-purpose twist drills
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SuperV-AP-System

With interchangeable inserts
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KiSTOCK

Threading Tools SuperF-UT End Mills

Taps and cold forming taps Solid carbide high performance
end mills
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Reamers and Countersinks Special Tools
For individual applications
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Stub drills DIN 6539

Tool material Solid carbide
Catalogue  744g4 —_— S oo R

no. Surface bright

A very rigid drill for use in automatic and capstan lathes. Especially suitable for the drilling of high tensile

steel, cast steel, grey cast iron, CrNi—steels, bronzes, light metals and non—ferrous metals. Ideally suited to Type N

the economic machining of abrasive materials (AlSi—alloys), fibre—reinforced plastics and other Duroplastics i T -

that are liable to cause severe abrasion on cutting lips and lands. Cutting direction right—hand
A3 CARM XIS 2T HE MutolA AIRsIH DY, 7Y, £, 32 LAY, g50t Point grinding 2-facet
HIZZ4 =2 Xelof MBBILICL CFRP 22 AISIEE, 2BIZatASIOlA 0JAX0|0 TAF Lol Point angle 18
O 7} QPEE| A LIEFELICE,

Web thinned =@ 1.00

Tolerance h7

Helix angle: normal

Web thickness: normal

Web taper: normal

Flute form: normal

Web thinning: to DIN 1412, form A

Catalogue no. 71184
Carbide grade K10 / K20
) S Standard DIN 6539
I Surface bright
- I Type N
Drilling depth 3xD
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Jobber drills Stock std
Tool material Solid carbide
Catalogue ;
Ue 71200 e s S
no. Surface bright
A standard drill for the drilling of high tensile steels, cast steel, grey cast iron,chilled cast iron, austenitic
and manganese steel, CrNi—steels, bronzes, light metals and nonferrous metals. Ideally suited to the Type N
economic machining of abrasive materials (AlSi—alloys), fiber—reinforced plastics and other Duroplastics ] ) ) )
liable to cause severe abrasion on cutting lip and lands. Cutting direction right—hand
TREZ Izt mE 52 L|AZ S=1} H|EZ24 C2 ®lojo| §E c2o|L|ct CFRP 52 Point grinding 2—facet
AISIEE, SETRLAE0A] OIAX0|H HAL o| Dtm 7t QFEEA| LEHICE

Point angle ° 118

Web thinned =@ 2.00

Tolerance h7

Helix angle: normal

Web thickness: normal

Web taper: normal

Flute form: normal

Web thinning: to DIN 1412, form A

Catalogue no. 71290
Carbide grade K10 / K20
S SN S Standard Stock std.
lp Surface bright
1 Type N
Drilling depth 5xD




SuperV drills, 3—fluted DIN6537L 5xD
Tool material Solid carbide
Catalogue
9ue 71862 == SSSS wrers R
no. Surface bright
A tool for heavy duty drilling from the solid, giving precise centering and accurate hole form. Precision in
size and surface finish correspond to those achieved with core drills. Centring or spotting is normally not Type SuperV83-GAL

required. Suitable for drilling grey cast iron, long—chipping Al—alloys.

Advantages: The 3—fluted SuperV83—GAL allows high feeds and optimal centring in cast iron sand Cutting direction right-hand
aluminium. The flutes combined with a compact geometry and our carbide grade DK 460 UF (K) offer . o . X
a maximum process stability. Even otherwise difficult applications are possible, i.e. angled drilling or Point grinding Spiro—point
interrupted cut. . R

Point angle 130

LtsHSt XtoHd =35I &p|E =2l A-II_A-" =ife] -I 15 = o 5t x-iulo
ctofish AHoME Thstt 2le EERM AoMEF R FUSH £ Vi8S YLCh st X Web thinned =@ 5.00

T HHXEE= -?'-O‘l':a SEVX| 7tSEILICE MEZa ARE2 HE EHe2 SHX| 5L Ch

3|FEHu AZ20|5 &30 MeE|ct Tolerance m7
A 3Y H£HVE3-GAL2 FEIH U20|z0|A 1 o|&nt M| MEZI0| 7Fs§iLct ERE Web thinning: SuperV

o ZHESH FMut =Z B DKAGOUR(K)S e = z|HZ 3Fo| erddg &6 oS Helix angle: 28°

Web thickness: smaller than normal
Web taper: none
Flute form: wider than standard

Of ZAH 22 Er 29| 7kB T} 22 0212 oINS QYO Fielo| JHsBILIC

Shank: HA
Catalogue no. 71862
fone = 1o-1.5 >y Tool material Solid carbide
- Carbide grade K
[
: L T Standard DIN 6537 L
he] o
| ‘ | Surface bright
3 2
o Type SuperV83-GAL
Drilling depth 5x D
d1 d2 I 12 13 di d2 I3
mm mm mm mm mm mm mm mm
6.000 66.00 10.000 103.00 61.00
3.100 6.000 66.00 28.00 36.00 8.500 10.000 103.00 61.00
3.200 6.000 66.00 28.00 36.00 8.600 10.000 103.00 61.00 40.00
800 6.000 74.00 36.00 36.00 10, 10.000 103.00 61.00 40
4,000 6.000 74.00 36.00 36.00 10.100 12.000 118.00 71.00 45.00
4,100 6.000 74.00 36.00 36.00 10.200 12.000 118.00 71.00 45
000 6.000 82.00 44.00 36.00 11.200 12.000 118.00 71.00 45
5.100 6.000 82.00 44.00 36.00 11.500 12.000 118.00 71.00 45.00
6.000 36.00 11.800 12.000 118.00 71.00
I ] 1. J I 13.000 000 24.00 77.00 I
6.100 8.000 91.00 53.00 36.00 13.500 14.000 124.00 77.00 45.00
6.200 8.000 91.00 53.00 36.00 14.000 14.000 124,00 77.00 45.00

8.000 8.000 91.00 53.00 36.00 19.000 20.000 153.00 101.00 50.00
8.100 10.000 103.00 61.00 40.00 19,500 20.000 153.00 101.00 50.00
8.200 10.000 103.00 61.00 40.00 20,000 20.000 153.00 101.00 50.00
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Solid carbide drills

SuperV—drills without internal coolant

DIN 6537 K 3 x D

Catalogue 51873

no. ﬁ .

High—performance drill for drilling into long and short—chipping materials such as structural and case
hardened steels, cast steels, heat—treatable steels and alloyed steels with a tensile strength of up 1200 N/
mm?® , including carbon steels, bronze, cast iron and high—alloyed AlSi—alloys. Multi—purpose application in
small batch production, where one tool is used for drilling several different materials.

Advantages: Highest speed and feed rates possible (see application recommendations), high alignment
accuracy with small diameter tolerance and excellent surface finish. Excellent self centring qualities as well
as producing short chips.

Preconditions for use: Powerful machines. No play in spindle bearings. Accurately aligned tool holders.
Max. concentricity error of clamped tools: 0.02 mm. Chatterfree, mechanical feeds.

1 MMNE ERRN TEY, ZUY, T, 83 S APUE 1200 N/mm? FKIS EIAY, BS,
FH, A-SEBZ0| MBBLICL CHES A MZS MME 1f 3 EUS JHXIn o=|a17+x| T
1B 4 Bt
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SuperV—drills without internal coolant

Tool material Solid carbide

Surface TIAIN

Type SuperV-U
Cutting direction right—hand
Point grinding Facet point
Point angle ° 140

Web thinned =@ 3.00

Tolerance m7

Web thinning: SuperV

Helix angle: normal

Web thickness: greater than standard
Web taper: none

Flute form: normal

Shank: HA

DIN 6537 K 3 xD

Catalogue m
no. 51871 s ; : o

High—performance drill for drilling into long and short—chipping materials such as structural and case
hardened steels, cast steels, heat—treatable steels and alloyed steels with a tensile strength of up 1200 N/
mm? , including carbon steels, bronze, cast iron and high—alloyed AlSi—alloys. Multi—purpose application in
small batch production, where one tool is used for drilling several different materials.

Advantages: Highest speed and feed rates possible (see application recommendations), high alignment
accuracy with small diameter tolerance and excellent surface finish. Excellent self centring qualities as well
as producing short chips.

Preconditions for use: Powerful machines. No play in spindle bearings. Accurately aligned tool holders.
Max. concentricity error of clamped tools: 0.02 mm. Chatterfree, mechanical feeds.

1 MNE cRN TEY, ZUY, T, $3Y S APYE 1200 N/mnt 7| EIAY, BE,
FE, A-SEBZ0| MBIBLICL CHES A MES MME 0f 8 S22 JHXID of2i7ix HES
hBE 4 YL

A 04 T 0150| JHSEIT A2 X BRE MU ANES SEstn 245 Am MEY 7|
50| 248 # olLIat S A ZOISLICH

ABZ: At 7, AUS wlofglel 2ny, Yue 5o, SHE FUY SINE of Soiel 3
o 52 2t 0.02mm, ZS0| 2= 7L Of,

Tool material Solid carbide

Surface TIAIN
Type SuperV-U
Cutting direction right—=hand
Point grinding Facet point
Point angle ° 140

Web thinned > @ 3.00

Tolerance m7

Web thinning: SuperV

Helix angle: normal

Web thickness: greater than standard
Web taper: none

Flute form: normal

Shank: HE



KiSTOCK
Sofdcarbiderils

Catalogue no. 51873 51871
Tool material Solid carbide
toax =1o=1,5 xd .
‘ ! Carbide grade K/P K/P
Lmax Standard DIN 6537 DIN 6537
Ut | m Surface TIAIN TIAIN
|
& ! d Type SuperV-U SupervV-U
Drilling depth 3xD 3xD
di d2 12 I3 d2 1 12 13
mm mm mm mm mm mm mm mm
3100 6200 2000 3600 8900 10000 8900 4700 4000
3.200 62.00 89.00 47.00 40,00
3.600 62.00 20.00 36.00 9300 10.000 89.00 47.00 40.00
3700 62.00 2000 3600 1000O 89.00 47.00 40.00
66.00 89.00 47.00 40.00
4,200 66.00 89.00 47.00 40.00
4300 66.00 2400 3600 10000 10000 89.00 47.00 40.00
66.00 24.00 36.00 10.100 12.000 102.00 55.00 45,00
4 700 66.00 102.00 55.00 45,00
66.00 2800 3600 10600 12000 102.00 5500 45,00
66.00 28,00 102.00 45,00
5 300 66.00 28.00 102.00 55.00 45,00
66.00 28.00 3600 11200 12000 102.00 55.00 45,00
5500 66.00 28.00 11.300 12.000 102.00 55.00 45,00
66.00 28.00 36.00 12.000 102.00 55.00 45,00
66.00 2800 3600 11800 12000 102.00 55.00 45,00
66.00 102.00 55.00 45,00
79.00 34.00 107.00 45,00
6500 79.00 34.00 3600 13000 14000 107.00 45,00
6.600 79.00 34.00 13.500 107.00 45,00
7100 7900 3600 14700 16000 11500 6500 4800
7.200 79.00 15.000 115.00 65.00 48.00
7.600 79.00 115.00 65.00 48.00
7700 79.00 16500 18000 123.00 73.00 48,00
79.00 18.000 123.00 73.00 48,00
8.200 10.000 89.00 20.000 131.00 79.00 50.00
8 300 10.000 89.00 47 00 19 500 20.000 131.00 79.00 50.00
10.000 89.00 47.00 20.000 131.00 79.00 50.00
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Solid carbide drills

SuperV—drills without internal coolant

DIN 6537 L 5xD

otalogue — -
mo. 51787 =

High—performance drill for drilling into long and short—chipping materials such as structural and case

hardened steels, cast steels, heat—treatable steels and alloyed steels with a tensile strength of up 1200 N/
m?, including carbon steels, bronze, cast iron and high—alloyed AlSi—alloys. Multi-purpose application in

small batch production, where one tool is used for drilling several different materials.

Advantages: Highest speed and feed rates possible (see application recommendations), high alignment

accuracy with small diameter tolerance and excellent surface finish. Excellent self centring qualities as well

as producing short chips.

Preconditions for use: Powerful machines. No play in spindle bearings. Accurately aligned tool holders.

Max. concentricity error of clamped tools: 0.02 mm. Chatterfree, mechanical feeds.

T MMNE cZRAM TEZ, ZNY FZ S3Y S ARZTE 1200 N/mm? THX[Q} EAY, B
S, 73, A-SEBZ0| MBELICL B3 AY NIZS ME 0 3 S2S J4xIn of2{7tx &
HS HE 4 UL

Y 4 T 0l0| JHSEHD RS HY BAR YUSH ATES SHESIH 45 AT MEY
7li50] 248 # ofLlat 2 2 ZoiFLIC

MNSZZH: AISt 71|, ABS lofZol 71y, HUSH B0, SUS SUW FIUS ©f Soio] &
o £52 B 0.02mm, ZHS0] Sl HFHIZ Ol

SuperV-—drills without internal coolant

Tool material Solid carbide

Surface TIAIN

Type SuperV-U
Cutting direction right—hand
Point grinding Facet point
Point angle ° 140

Web thinned > @ 3.00

Tolerance m7

Web thinning: SuperV

Helix angle: normal

Web thickness: greater than standard
Web taper: none

Flute form: normal

Shank: HA

DIN 6537 L 5xD

otalogue il
mo. 51887 - i %,

High—performance drill for drilling into long and short—chipping materials such as structural and case

hardened steels, cast steels, heat—treatable steels and alloyed steels with a tensile strength of up 1200 N/
m?, including carbon steels, bronze, cast iron and high—alloyed AlSi—alloys. Multi—purpose application in

small batch production, where one tool is used for drilling several different materials.

Advantages: Highest speed and feed rates possible (see application recommendations), high alignment

accuracy with small diameter tolerance and excellent surface finish. Excellent self centring qualities as well

as producing short chips.

Preconditions for use: Powerful machines. No play in spindle bearings. Accurately aligned tool holders.

Max. concentricity error of clamped tools: 0.02 mm. Chatterfree, mechanical feeds.

T MMNE cZRAM TEZ, ZNY FZ S3Y S ARZE 1200 N/mm? THX[Q} EIAY, B
S, 73, A-SEBZ0| MBELICL 1B AY NIZS ME 0 3 S2S J4xIn of2{7tx &
HS ke 4 ULt

Y D4 T 0l0| JHSEHD RS AY BAR YUSH ATES SHESIH 945 AT MEY
71501 248 # ohlzt & F BOIFLICE

MNEZZH: ATSt 71|, ABS lofZol A1y, HUs B0, SUS SUY FIUS ©f Soio] &
o £52 Bt 0.02mm, ZIS0| Sl l7HIZ 0l

Tool material Solid carbide

Surface TIAIN

Type SuperV-U
Cutting direction right—hand
Point grinding Facet point
Point angle ° 140

Web thinned =@ 3.00

Tolerance m7

Web thinning: SuperV

Helix angle: normal

Web thickness: greater than standard
Web taper: none

Flute form: normal

Shank: HE



KiSTOCK
Sofdcarbiderils

Catalogue no. 51787 51887
Tool material Solid carbide
s = 1= 1,5 xd .

el Carbide grade K/P K/P
[t ] Standard  DIN 6537 L DIN 6537 L

8| | St Surface TiAIN TIAIN
o ! 2 Type SuperV-U SuperV-U

Drilling depth 5xD 5xD

di d2 12 13 d2 12 13
mm mm mm mm mm mm mm
103.00
3100 6600 2800 3600 9100 10000 103.00 6100 4000
3200 66.00 103.00 61.00 40,00
3,600 66.00 28.00 36.00 9,600 10.000 103.00 61.00 40,00
3.700 66.00 28,00 36,00 9.700 10,000 103,00 61.00 40,00
800 6 ooo 74.00 36.00 ! 9.800 0.000 103.00 61.00 40,00
4200 6.000 74.00 36.00 36.00 10.200 12.000 118,00 71.00 45,00
4300 74.00 36.00 36.00 10.300 12000 118,00 71.00 4500
74.00 36.00 36.00 10,400 118,00 71.00 4500
82,00 118,00 71.00 4500
82,00 3600 10900 12000 118,00 7100 45.00
82,00 118.00 45,00
82,00 118.00 71.00 4500
5500 82,00 11500 12000 118.00 71.00 4500
5,600 82,00 11.600 12,000 118.00 71.00 4500
82,00 36.00 12.000 118,00 71.00 4500
6100 91.00 5300 3600 12200 14000 124,00 77.00 4500
6.200 91.00 124,00 77.00 45,00
6.600 91.00 14,000 124,00 77.00 45,00
6700 91.00 5300 14000 14000 124,00 7700 4500
91.00 133,00 4800
133,00
7300 91 00 5300 3600 15500 16000 133,00 4800
91.00 53,00 36,00 15,700 16.000 133.00 48,00
91.00 143,00 93.00 4800
91.00 18000 18000 143,00 93.00 48,00
91.00 153,00 101.00 50,00
10,000 103.00
8500 10,000 103,00 6100
8,600 10,000 103.00 61.00
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Solid carbide drills

SuperV—drills with internal coolant

DIN 6537 K 3 xD

otalogue — -
mo. 51776 >,

High—performance drill for drilling into long and short—chipping materials such as structural and case
hardened steels, cast steels, heat—treatable steels and alloyed steels with a tensile strength of up to 1200 N/
mm?, including carbon steels, cast iron and high—alloyed AlSi—alloys.

Advantages: Highest speed and feed rates possible (see application recommendations), high alignment
accuracy with tight tolerance and excellent surface finish. Excellent self centring qualities as well as
producing short chips.

Preconditions for use: Powerful machines. No play in spindle bearings. Accurately aligned tool holders.
Max. concentricity error of clamped tools: 0.02 mm. Chatterfree, mechanical feeds.

T MANE cEARN XY, Y, Y, 3L S ARLE 1200 N/mm? JHX|ef EHAZ, B
S, FE A-SiEEZ0| MEELD OES oY MES die o o =22 71|12 of2{71X] i
M2 7kBE 4 YU

IE: T4 T 0[50 JHsein AL XZ iz MU MFIEE Hwsin] S48 AT ME2
7|1S0| 248 2 ofLl2t FE 2 BoFLICH

ARz Anst 717, AES HOES| Any, Yo 20, =S 2YY SIS O 209 F
o S5 At 0.02mm, ZIS0| gi= Hi7tLZ 0l&

SuperV-—drills with internal coolant

Tool material Solid carbide

Surface TIAIN

Type SuperV-IK-U
Cutting direction right—hand
Point grinding Facet point
Point angle ° 140

Web thinned > @ 3.00

Tolerance m7

Web thinning: SuperV

Helix angle: normal

Web thickness: greater than standard
Web taper: none

Flute form: normal

Shank: HA

DIN 6537 K 3xD

Catalogue g6 L=

no.

High—performance drill for drilling into long and short—chipping materials such as structural and case
hardened steels, cast steels, heat—treatable steels and alloyed steels with a tensile strength of up to 1200 N/
mm’*, including carbon steels, cast iron and high—alloyed AlSi—alloys.

Advantages: Highest speed and feed rates possible (see application recommendations), high alignment
accuracy with tight tolerance and excellent surface finish. Excellent self centring qualities as well as
producing short chips.

Preconditions for use: Powerful machines. No play in spindle bearings. Accurately aligned tool holders.
Max. concentricity error of clamped tools: 0.02 mm. Chatterfree, mechanical feeds. The tools are also
available without whistle notch flat for the application in hydraulic chucks.

T MMNE cZRAM TEZ, ZNY FZ S3Y S ARZE 1200 N/mm? THX[Q} EIAY, B
S, 73, A-SEBZ0| MBELICL 1B AY NIZS ME 0 3 S2S J4xIn of2{7tx &
HS ke 4 ULt

Y D4 T 0l0| JHSEHD RS AY BAR YUSH ATES SHESIH 945 AT MEY
71501 248 # ohlzt & F BOIFLICE

MNEZZH: ATSt 71|, ABS lofZol A1y, HUs B0, SUS SUY FIUS ©f Soio] &
o £52 Bt 0.02mm, ZIS0| Sl l7HIZ 0l

Tool material Solid carbide

Surface TIAIN

Type SuperV—IK-U
Cutting direction right—hand
Point grinding Facet point
Point angle ° 140

Web thinned =@ 3.00

Tolerance m7

Web thinning: SuperV

Helix angle: normal

Web thickness: greater than standard
Web taper: none

Flute form: normal

Shank: HE



KiSTOCK
Sofdcarbiderils

Catalogue no. 51776 51876
Tool material Solid carbide
tmax = 12=1,5 xd; Carbide grade K/P K/P
Standard DIN 6537 DIN 6537
i ——] Surface TIAIN TiAIN
[
! | Type SuperV—-IK-U SuperV-IK-U
1
Drilling depth 3xD 3xD
di d2 12 13 d2 1 12 13
mm mm mm mm mm mm mm mm
3100 6200 2000 3600 8900 10000 8900 4700 4000
3.200 62.00 89.00 47.00 40.00
3.600 62.00 20.00 36.00 9300 10.000 89.00 47.00 40.00
3700 62.00 2000 3600 1000O 89.00 47.00 40.00
66.00 89.00 47.00 40.00
4,200 66.00 89.00 47.00 40.00
4300 66.00 2400 3600 10000 10000 89.00 47.00 40.00
66.00 24.00 36.00 10.100 12.000 102.00 55.00 45,00
4 700 66.00 102.00 55.00 45.00
66.00 2800 3600 10600 12000 102.00 5500 45.00
66.00 28,00 102.00 45,00
5 300 66.00 28.00 102.00 55.00 45,00
66.00 28.00 3600 11200 12000 102.00 55.00 45.00
5500 66.00 28.00 11.300 12.000 102.00 55.00 45.00
66.00 28.00 36.00 12.000 102.00 55.00 45,00
66.00 2800 3600 11800 12000 102.00 55.00 45,00
66.00 102.00 55.00 45.00
79.00 34.00 107.00 45.00
6500 79.00 34.00 3600 13000 14000 107.00 45,00
6.600 79.00 34.00 13.500 107.00 45.00
7100 7900 3600 14700 16000 11500 6500 4800
7.200 79.00 15.000 115.00 65.00 48.00
7.600 79.00 115.00 65.00 48.00
7700 79.00 16500 18000 123.00 73.00 48.00
79.00 18.000 123.00 73.00 48.00
8.200 10,000 89.00 20.000 131.00 79.00 50.00
8 300 10.000 89.00 47 00 19 500 20.000 131.00 79.00 50.00
10.000 89.00 47.00 20.000 131.00 79.00 50.00
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Solid carbide drills

SuperV—drills with internal coolant

DIN 6537 L

5xD

Catalogue
no.

High—performance drill for drilling into long and short—chipping materials such as structural and case

hardened steels, cast steels, heat—treatable steels and alloyed steels with a tensile strength of up to 1200 N/
m?, including carbon steels, cast iron and high—alloyed AlSi—alloys.

Advantages: Highest speed and feed rates possible (see application recommendations), high alignment

accuracy with tight tolerance and excellent surface finish. Excellent self centring qualities as well as

producing short chips.

Preconditions for use: Powerful machines. No play in spindle bearings. Accurately aligned tool holders.

Max. concentricity error of clamped tools: 0.02 mm. Chatterfree, mechanical feeds.

51781

I MANE BN TEY, RNY, FY, BBY S ATYE 1200 N/mm? FKIS EHAY, B
S, T, A-SEBY0 MEBLICL CHES AY MES M4 0 8t SUS JHXIT Of2{7}x| 1
H2 k3 4 daun

A D4 1 0/30| JHSEHD B Ny TAE HUS MRS SEsin 40 NI ME
7li50] S48 # ofLizt S 2| ZolELIC

MNEEZ: AT 717, ABS #lojzle] AN, HUst B0, S22 SUW 51U ©f Boiol &

SuperV-—drills with internal coolant

Tool material Solid carbide

Surface TIAIN

Type SuperV-IK-U
Cutting direction right—hand
Point grinding Facet point
Point angle ° 140

Web thinned =@ 3.00
Tolerance m7

Web thinning: SuperV
Helix angle: normal

Web thickness: greater than standard

Web taper: none
Flute form: normal
Shank: HA

DIN 6537 L

5xD

Catalogue
no.

High—performance drill for drilling into long and short—chipping materials such as structural and case
hardened steels, cast steels, heat—treatable steels and alloyed steels with a tensile strength of up to 1200 N/
m?, including carbon steels, cast iron and high—alloyed AlSi—alloys.

Advantages: Highest speed and feed rates possible (see application recommendations), high alignment
accuracy with tight tolerance and excellent surface finish. Excellent self centring qualities as well as
producing short chips.

Preconditions for use: Powerful machines. No play in spindle bearings. Accurately aligned tool holders.
Max. concentricity error of clamped tools: 0.02 mm. Chatterfree, mechanical feeds. The tools are also
available without whistle notch flat for the application in hydraulic chucks.
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Tool material Solid carbide

Surface TIAIN

Type SuperV—IK-U
Cutting direction right—hand
Point grinding Facet point
Point angle ° 140

Web thinned =@ 3.00
Tolerance m7

Web thinning: SuperV
Helix angle: normal

Web thickness: greater than standard

Web taper: none
Flute form: normal
Shank: HE



