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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

V-2

CIEXE =2

= =2 XA 050 A 50mm
=2 712 20| 650mm 7HX|
R 2/ 2 &2(= B
=HSS &2 HSS—Co

= TiN, Fire ZE! 2! H|ZEl

SuperV-AP-System

With interchangeable inserts
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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

2| ¥ 72E{ 47
= %174 0.9801 A 80mm

= F| X5} =l St

2E X US

=HSS, HSS-E, =&
*TINZE & H|ZE




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
Tool material Solid carbide
toan = 1,—1,5 xd
- Carbide grade K
tmax
N ] - Standard DIN 6537 L
el el
| ‘ | Surface bright
3 2
o Type SuperV83-GAL
Drilling depth 5 x 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.
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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

Tool material Solid carbide

Catalogue
94e 51781 — o — )
no. Surface TIAIN
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/ Type SuperV—IK-U
m?, including carbon steels, cast iron and high—alloyed AlSi—alloys. ] - ]
Advantages: Highest speed and feed rates possible (see application recommendations), high alignment Cutting direction right-hand
accuracy with tight tolerance and excellent surface finish. Excellent self centring qualities as well as Poi indi E )
producing short chips, oint grinding acet point
Preconditions for use: Powerful machines. No play in spindle bearings. Accurately aligned tool holders. Point angle ° 140
Max. concentricity error of clamped tools: 0.02 mm. Chatterfree, mechanical feeds.
_ Web thinned = 3.00
T MANE cizM XY, XY, £Y, 32 5 LT 1200 N/mm? 7iXIQH BAZ, & ?
S, FE, A-SiEEZ0l| MRl CHES A MES dire o 8 2212 7EX|D o2{7kX] & Tolerance m7
22 JlEst 2 ol [
4S 7R8E & s Web thinning: SuperV
AE 14 1 0180| Jhsstn B2 Y SR HUS XES s 45 Mm HEY Holx angle: nomnal
o - _ ~ eb thickness: greater than standar
7150| 48 # ofL|zt Z1S 2| ZoiELICH Wet taper none.
MBZ: AME 71|, ALS Hoj2lel AnN, HUS B0, U2 U SINS 1 Sl A e forn, normal
of =5 3At0.02mm, 2IS0| gl= 7Lz ol&
SuperV—drills with internal coolant DIN6537L 5xD
| ial _ i
Catal ogue “ Tool material Solid carbide
51881 " ! <
no. Surface TIAIN
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/ Type SuperV—IK-U
m?, including carbon steels, cast iron and high—alloyed AlSi—alloys. ] T -
Advantages: Highest speed and feed rates possible (see application recommendations), high alignment Cuting direction right-hand
accuracy with tight tolerance and excellent surface finish. Excellent self centring qualities as well as ) . )
producing short chips. Point grinding Facet point
Preconditions for use: Powerful machines. No play in spindle bearings. Accurately aligned tool holders. Point angle ° 140
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. Web thinned =@ 300
TMAMNE sR AN 1R, £, Y, 3L S LT 1200 N/mm? 7HK|2t ©AY, & Tolerance m7
S, FE, A-Sigf3Z0l MEELICL CES A ME2 MM o o =212 71X o7 PII Wi
Z2 Jpast & QlEL|cH Web thinning: SuperV
Helix angle: normal
AHE: 14 1 0180| Jhsstn A2 A SR FHUS XSS s 45 AT HEY Uyeb [hickness: greater han standard
7150| 24 & otz T2 2 ZoisLct Flute form: normal
NBEZ: AT 717, ATS HiolZel AN, YU BO), cYUS UL 5IRS 1 Boio| A Shank: HE
of 5% SAt0.02mm, 50| gl HiZiLZ ol
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Catalogue no. 51781 51881
Tool material Solid carbide

trax =12=1,5 xdy Carbide grade K/P K/P
tmax Standard DIN 6537 L DIN 6537 L

3] == ] =95 Surface TIAIN TIAIN
ls ) L2 Type  SuperV-IK-U SuperV—IK-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 8900 1oooo 103.00 6100 4000
3.200 66.00 103.00 61.00 40,00
3,600 66.00 28,00 36.00 9300 10000 103.00 61.00 40,00
3,700 66.00 28,00 36.00 10,000 103.00 61.00 40,00
800 6 ooo 74,00 36.00 ! 9.500 000 103.00 61.00 40,00
4,200 6.000 74,00 36.00 36.00 9.900 10,000 103.00 61.00 40,00
4300 74,00 36.00 36.00 10.000 10000 103.00 61.00 40,00
74,00 36.00 36.00 10,100 12,000 118.00 71.00 45,00
4700 74,00 118.00 71.00 4500
82.00 10600 12000 118.00 7100 4500
82.00 118.00 45,00
5300 82.00 118.00 71.00 45,00
82.00 3600 11200 12000 118.00 71.00 4500
5500 82.00 11.300 12,000 118.00 71.00 4500
82.00 36.00 12,000 118.00 71.00 4500
82.00 3600 11800 12000 118.00 71.00 4500
82.00 118.00 71.00 4500
91,00 124,00 77.00 4500
6500 91,00 5300 13000 14000 124.00 77.00 45,00
6.600 91.00 13,500 124.00 77.00 4500
133.00

7100 91 00 5300 3600 14700 16000 133.00 4800
7.200 91.00 53,00 36.00 15,000 16,000 133.00 48,00
7.600 91.00 133.00 4800
7700 91,00 16500 18000 143.00 9300 4800
91,00 18.000 143.00 93.00 48,00
8.200 10,000 103,00 20,000 153.00 101.00 50.00
8300 10,000 103.00 6100 19500 20,000 153.00 101.00 50,00
10,000 103.00 61.00 20,000 153.00 101.00 50,00
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Solid carbide drills

SuperV—drills with internal coolant

Stock std.

7xD

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/
mm?®, including carbon steels, cast iron and high—alloyed AlSi—alloys.

Advantages: Highest speed and feed rates possible (see application recommendations), good self centering
characteristics through special web thinning. Even in tough and long—chipping materials good chip flow
through modified flute geometry and wide, open flutes. 4 guiding leads for high concentricity, good

surface quality and optimal guidance of the drill on

exiting the bore.

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.
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SuperV-—drills with internal coolant

B o b

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

Catalogue 51889

no. TN

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), good self centering
characteristics through special web thinning. Even in tough and long—chipping materials good chip flow
through modified flute geometry and wide, open flutes. 4 guiding leads for high concentricity, good

surface quality and optimal guidance of the drill on exiting the bore.

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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ig CURM PRY, 2L, FY, Y S VLS 1200 N/mm? THxlet EAY, B

—T,— OL-0Oo ’

S, 73, A-Sigig ol Metsct

A 14 1 01B0| JKsskn A2 AW TR UG AXEES st S45 Yoz
S45H M MEY 7|50 248 # Otz S4 TOHE BREC| HMT W2 BRER 71 A
o W LTS siAaLc 4 2olel Jl0l=2 SAEst ot EUREs 945tm =2o|

EZFE X LS o 29| 710|=5 MSELC
ARz At 71|, AES HOZ2 AnY, Y 20, =S SUE SIS O =209 2

ol E52 S&F0.02mm, £1S0| gi= HI7HLZ 014,

Shank: HA

Stock std. 7 xD

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
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Catalogue no. 51789 51889
15 Tool material Solid carbide
tmax X
’ 1 Carbide grade K/P K/P
B i - H ~=< e _ Standard Stock std. Stock std.
© g; :: S . .
—— | ° Surface TIAIN TIAIN
3 2
‘ B Type SuperV-IK-U SuperV-IK-U
Drilling depth 7xD 7xD
di d2 12 I3 d2 1 12 13
mm mm mm mm mm mm mm mm
139.00
3100 7000 3000 3600 10000 10000 139.00 9500 4000
3.200 6.000 70.00 30.00 36.00 10.200 12.000 155.00 106.00 45,00
3.600 6.000 75.00 35.50 36.00 11.200 12.000 163.00 114.00 45,00
3.700 6.000 75.00 35.50 36.00 11.500 12.000 163.00 114.00 45,00
800 6.000 75.00 7.50 36.00 11.800 2.000 163.00 114.00 45,00
4.200 6.000 75.00 37.50 36.00 12.700 14.000 182.00 133.00 45,00
4.300 6.000 85.00 45,00 36.00 13.000 14.000 182.00 133.00 45,00
4.400 6.000 85.00 45,00 36.00 13.500 14.000 182.00 133.00 45,00
4.800 6.000 90.00 50.00 36.00 15.000 16.000 204.00 152.00 48.00
90.00 50.00 36.00 15500 16.000 204.00 152.00 48.00
90.00 50.00 36.00 16.000 204.00 152.00 48,00
97.00 18.000 223.00 171.00 48.00
5 500 97.00 57 OO 18 500 20.000 244.00 190.00 50.00
5.700 97.00 57.00 20.000 244.00 190.00 50.00
6.200 106.00
6.300 1 06 OO 36 OO
6.500
116.00 76.00
116.00 76.00
7 100 116.00 76.00
1 1 6 OO 76 00 36 OO
116.00 76.00
8.500 10.000 131.00
8.600 10.000 131.00
8.700 10.000 131.00
9.200 10.000 139,00
9300 10.000 139.00 9500
10.000 139.00
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SuperV—drills with internal coolant Stock std. 10 xD
Tool material Solid carbide
Catalogue
9ue€ 71906 —— e — —_
no. Surface bright
High—performance drill for drilling into cast iron, grey cast iron, heat—treatable grey cast iron, spheroidal
graphite iron and malleable cast iron, Al—alloys with high Si—content. For the production of holes with high Type SuperV95-GG

alignment accuracy (minimal deviation from straightness).

Available on request with coating for increased performance! Cutting direction right—hand
Advantages: Extremely good self centring qualities, small diameter tolerances (to H7), Point grinding Relieved cone
excellent surface finish, high cutting rates, high productivity.
Preconditions for use: Powerful machines. No play in spindle bearings. Accurately aligned tool holders. Point angle ° 120
Max. concentricity error of clamped tools: 0.02 mm. Chatterfree, mechanical feeds. We recommend the use
of hydraulic chucks. Web thinned =@ 4.00
T MMNE caM T IRY, TYSOFH, JIEFE M2I20| B0| SO YR0E B Tolerance m7
ol MereiLict 2zleTt 45t & 7130| 7tsELct dsg 227] -‘.’—I?_r I ME2 F20 9 - )
21 AHAFSH Web thinning: GG special
Sif YAHRILICE Helix angle: straight
TR I HEE MTNER, A3 § BAHT V1K), HYBEHEE, 1018, T MY Wt o o reter fnan standard
ANBZZ: DS I, ATS Hjoj2lel AnN, UG B0, £US FUY St o S0 A Eie lorm specil
ol =58 3 0.02mm, IS0 gi= HIZILZ 0|5, R ARSS FHELICH
Catalogue no. 71996
Tool material Solid carbide
trmax = 15=1,5 xd Carbide grade K
T T ‘ Standard Stock std.
° : ? o Surface bright
|3 |2
I Type SuperV95—-GG
Drilling depth 10xD

d1 d2 12 13
mm mm mm mm

36.00
3 300 91 OO 42 OO 36.00
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Solid carbide drills

SuperV—drills with internal coolant Stock std. 12 x D

Tool material Solid carbide
roraloaue 51893 —_———rsass T
no. Surface TIAIN tipped

Solid carbide performance drill for deep drilling into steel, cast and non—ferrous metals.

) - ) o ) Type SuperV—IK
Advantages: Good self centering characteristics through special web thinning. Even in tough and long— P P
ch|pp|ng matenal_s good chip flow throug_h modmed_flute g_eometry and W|d_e, open _flutes. 4 guiding leads Cutting direction right—hand
for high concentricity, good surface quality and optimal guidance of the drill on exiting the bore.
Preconditions for use: Use with performance machines. No spindle play. Alignment accurate tool holders. Point grinding Facet point
Max. concentricity error of clamped tool 0,02 mm. Chatterfree, defined feeds.
Point angle ° 140

Web thinned > @ 4.00

SE Ec HMNEHeR 245t M MEE TS o ¥ o2t E4 IotE EREQ| i
B2 BRER 7 T H WA LRSS SIRESLICH 4 202 710|=2 SMZI B0 EHE Tolerance m
It 245t E20| E22H A L2 mf £|%Q| 710|=E MSELICE Web thinning: SuperV
. =] A= St = o ol =l = = Helix angle: normal
AH?,:E?_*. ATt 7A|, ATIS H1|013'°| Any, JUst 24, =22 Y SIS o 209 A Web thickness: greater than standard
f =58 Xt 0.02mm, XS0 ¢t I]1|5’|‘|—|;'F O|A. Web taper: none
Flute form: normal
Shank: HA
Umax = 12=1,5 xd Catalogue no. 51893
: Tool material [ F arbide
- Carbide grade K/P
5| H X\W Standard Stock std.
\ Surface TiAIN tipped
‘ Type SuperV-IK
Drilling depth 12xD
mmmmm e a2 B
mm
3.000 6.000 90.00 50.00 36.00 7 800 8.000 146.00 108.00 36.00
3.100 6.000 90.00 50.00 36.00 8.000 146.00 108.00 36.00
3.200 6.000 90.00 50.00 36.00 8.000 8.000 146.00 108.00 36.00
3.300 6.000 90.00 50.00 36.00 8.100 10.000 162.00 120.00 40.00
3.400 6.000 90.00 50.00 36.00 8.200 10.000 162.00 120,00 40.00
3.500 6.000 90.00 50.00 36.00 8.300 10.000 162.00 120.00 40.00
3.600 6.000 90.00 50.00 36.00 8.400 10.000 162.00 120.00 40.00
3.700 6.000 90.00 50.00 36.00 8.500 10.000 162.00 120,00 40.00
3.800 6.000 102.00 64.00 36.00 8.600 10.000 162.00 120,00 40.00
3.900 6.000 102.00 64.00 36.00 8.700 10.000 162.00 120.00 40.00
4.000 6.000 102.00 64.00 36.00 8.800 10.000 162.00 120.00 40.00
4.100 6.000 102.00 64.00 36.00 8.900 10.000 162.00 120.00 40,00
4.200 6.000 102.00 64.00 36.00 9.000 10.000 162.00 120,00 40.00
4.300 6.000 102.00 64.00 36.00 9.100 10.000 162.00 120.00 40.00
4.400 6.000 102.00 64.00 36.00 9.200 10.000 162.00 120,00 40.00
4.500 6.000 102.00 64.00 36.00 9.300 10.000 162.00 120,00 40.00
4.600 6.000 102.00 64.00 36.00 9.400 10.000 162.00 120.00 40.00
4.700 6.000 102.00 64.00 36.00 9.500 10.000 162.00 120,00 40,00
4.800 6.000 116.00 78.00 36.00 9.600 10.000 162.00 120,00 40.00
4.900 6.000 116.00 78.00 36.00 9.700 10.000 162.00 120.00 40.00
5.000 6.000 116.00 78.00 36.00 9.800 10.000 162.00 120.00 40.00
5.100 6.000 116.00 78.00 36.00 9.900 10.000 162.00 120.00 40.00
5.200 6.000 116.00 78.00 36.00 10.000 10.000 162.00 120.00 40,00
5.300 6.000 116.00 78.00 36.00 10.200 12.000 204.00 156.00 45,00
5.400 6.000 116.00 78.00 36.00 10.500 12.000 204.00 156.00 45,00
5.500 6.000 116.00 78.00 36.00 11.000 12.000 204.00 156.00 45.00
5.600 6.000 116.00 78.00 36.00 11.500 12.000 204.00 156.00 45,00
5.700 6.000 116.00 78.00 36.00 12.000 12.000 204.00 156.00 45,00
5.800 6.000 116.00 78.00 36.00 12.500 14.000 230.00 182.00 45,00
5.900 6.000 116.00 78.00 36.00 12.700 14.000 230.00 182.00 45,00
6.000 6.000 116.00 78.00 36.00 13.000 14.000 230.00 182.00 45,00
6.100 8.000 146.00 108.00 36.00 13.500 14.000 230.00 182.00 45.00
6.200 8.000 146.00 108.00 36.00 14,000 14.000 230.00 182.00 45,00
6.300 8.000 146.00 108.00 36.00 14.500 16.000 260.00 208.00 48,00
6.400 8.000 146.00 108.00 36.00 15.000 16.000 260.00 208.00 48.00
6.500 8.000 146.00 108.00 36.00 15.500 16.000 260.00 208.00 48,00
6.600 8.000 146.00 108.00 36.00 16.000 16.000 260.00 208.00 48,00
6.700 8.000 146.00 108.00 36.00 16.500 18.000 285.00 234.00 48.00
6.800 8.000 146.00 108.00 36.00 17.000 18.000 285.00 234.00 48,00
6.900 8.000 146.00 108.00 36.00 17.500 18.000 285.00 234.00 48.00
7.000 8.000 146.00 108.00 36.00 18.000 18.000 285.00 234.00 48,00
7.100 8.000 146.00 108.00 36.00 18.500 20.000 310,00 258.00 50.00
7.200 8.000 146.00 108.00 36.00 19.000 20.000 310.00 258.00 50.00
7.300 8.000 146.00 108.00 36.00 19.500 20.000 310.00 258.00 50.00

7.400 8.000 146.00 108.00 36.00 20.000 20.000 310.00 258.00 50.00
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. . . twist drills
Application recommendations for
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3xD 5xD
Order no. 51873 51871 51787
Code-letter A B C D E F G H | Carbide grade
050 0004 0006 0007 0008 0010 0012 0014 0016 0019 S“”an,j /?Er;'fmh 6’;/3'\37 6’;{; 62/;7
1.00 0.006 0.008 0.012 0.014  0.016 0.018 0.020 0.023 0.025 Type U ) U
2.00 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 Coolant s s e
2.50 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.15 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
g 4,00 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200 %
a 5.00 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 3 q
L 6.30 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 § 8
5 8.00 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0315 <
10.00 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.50 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 1
16.00 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.00 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.00 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800 D
Tools with feed column no. in bold are preferred choices for listed material group.
K, P, K/P Since our new carbide grades are universally applicable we now define our ) o Lubn(l:ants.
carbide application groups as K or K/P only. cutting oil, highly activated W
Bold letter in the type box indicates: soluble oil (emuision) M
G for cast iron, AlSi—alloys without lubricant []
U for universal operations, carbon steels air only [1] T
Material group Materials examples, new designations (old designation in brackets) Tensile strength Hard-  Cool- Feed column
Figures in bold = material no. to DIN EN MPa(N/mm?) ness ant no.
General purpose steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(h1), 1.0425 P265GH(h2) <500 - 130 G G G
1.0050 E295(St50—2), 1.0070 E360(St70—2), 1.8937 PSOONH(WStE500) >500-850 110 F F F
Free—cutting steels 1.0718 11SMnPb30 (9SMNnPb28), 1.0736 11SMn37 (9SMn36) <850 - 145 H H H
1.0727 46520 (45520), 1.0728 (60S20), 1.0757 465Pb20 (455Pb20) 850—1000 110 G G G
Unalloyed tempering steels 1.0402 C22, 1.1178 C30E (Ck30) < 700 120 G G G
1.0503 C45, 1.1191 C45E (Ckd45) 700-850 u 110 G G G
1.0601 C60, 1.1221 C60E (Ck60) 850—1000 105 G G G
Alloyed tempering steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4 850—=<1000 - 105 G G G
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4 1000—1200 100 F F F
Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10) <750 ] 130 H H H
Alloyed case hardened steels 1.7043 38Cr4 850—<1000 am 120 G G G
1.5752 15NiCr13 (15NiCr13), 1.7131 16MnCr5, 1.7264 20CrMo5 1000-1200 85 E E E
Nitriding steels 1.8504 34CrAl6 >850—<1000 u 100 F F F
1.8519 31CrMoV9, 1.8550 34CrAINi7 >1000-1200 [ ] ] 90 E E E
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoVv9 <850 ] 65 F F F
1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4 >850-1000 um 65] E E E
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3 >650—1000 ]
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrVv4) <330 HB mm 45 © © ©
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18—9 <850 59 D D D
austenitic 1.4301 X5CrNi18—10 (V2A), 1.4541 X6CrNiTi18—10, 1.4571 X6CrNiMoTi 17—12—2 <850 u 45 D D D
martensitic 1.4057 X20CrNi 17 2 (X17CrNi16—2), 1.4122 X39CrMo17—1, 1.4521 X2CrMaTi18—2 <850 45 © © ©
Hardened steels - <40-48 HRC = 45 C C Cc
>48-60 HRC 25 B B B
Special alloys Nimonic, Inconel, Monel, Hastelloy <1200 u 25 D D D
Cast iron 0.6010 EN-GJL—-100(GG10), 0.6020 EN-GJL—200(GG20) 850—<1000 a0 210 H H H
0.6025 EN-GJL—250(GG25), 0.6035 EN-GJL—350(GG35) 1000-1200 155 H H H
Spheroidal graphit iron and 0.7050 EN—-GJS—500-7(GGG50), 0.8035 EN—GIMW—350—4(GTW35) <240 HB - 155 G G G
maleable cast iron 0.7070 EN-GJS—-700—2(GGG70), 0.8170 EN—GJMB—700—2(GTS70) <300 HB 125 G G G
Chilled cast iron = <350 HB = B8] (o] (o] Cc
Ti and Ti—alloys 3.7024 Ti99,5, 3.7114 TiAI5Sn2,5, 3.7124 TiCu2 <850 - 40 D D D
3.7154 TiAIBZr5, 3.7165 TiAIBV4, 3.7184 TiAl4Mo4Sn2,5, — TiAIBMo1V1 >850—1200 35 C © ©
Aluminium and Al—alloys 3.0255 AI99,5, 3.2315 AIMgSi1, 3.3515 AlMg1 <400 u 260 | | |
Al wrought alloys 3.0615 AIMgSiPb, 3.1325 AlCuMg1, 3.3245 AIMg3Si, 3.4365 AlZnMgCu1,5 <450 u 260 | | |
Al cast alloys < 10 % Si 3.2131 G-AISi5Cul, 3.2153 G-AISi7Cu3, 3.2573 G-AISI9 <600 - 220 H H |
Y10 % Si 3.2581 G-AISi12, 3.2583 G—AISi12Cu, — G-AISi12CuNiMg <600 180 H H H
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G—MgAI8Zn1, 3.5612.05 G—MgAI6Zn1 <450 o 260 H H H
Copper, low alloyed 2.0070 SE—Cu, 2.1020 CuSn6, 2.1096 G—CuSn5ZnPb <400 um 105 G G G
Brass, short—chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2 <600 am 270 H H H
long—chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuzZn37Pb0,5 <600 180 G G G
Bronze, short—chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn <600 um 105 F F F
2.0790 CuNi18Zn19Pb >600-850 u 85 F F F
Bronze, long—chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSni0 <850 u 80 E E E
2.0980 CuAl11Ni, 2.1247 CuBe2 >850—1000 u 60 E E E
Duroplastics Bakelit, Resopal, Pertinax, Moltopren - O
Thermoplastics Plexiglas, Hostalen, Novodur, Makralon - EmO
New Cast iron GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35) O
EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo6
New Cast iron ADI EN-GJS-800-8 (ADI800), EN—GJS—1000-5 (ADI1000) 800—-1000 .
EN-GJS—1200-2 (ADI1200), EN—-GJS—1400—1 (ADI1400) 1200-1400
Kevlar Kevlar 8 o
Glass/carbon—concentr. plastics GFK/CFK -




Twist
drills
3xD 5xD 5xD 7xD 12xD 10xD 3xD 5D

51776 51876 51781 51881 71862 51789 51889 71996 71184 71290

TIAIN TIAIN TIAIN TIAIN bright bright bright bright

[ Stock | Stock
VB3-GAL u u u V95-GG N N
[ owith

U U U U
[ owith with with | with L ow Cowith O with L owith ~wlo wo

il

\e. Feed col. \e. Feed column
m/min no. m/min no.
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SuperV-drills with internal coolant

DIN 6537 L 5xD

Catalogue
no.

High-performance drill with radius point. For new workingmaterials such as GJV and ADI as well as cast iron.

51760

Advantage:
- highest performance and economic efficiency thanks to the radius point
- unique tuning of face outline and flute-profile for highest stability, concentricity and process-safety

#+H V-E2 L2 2%
iC|RA HOIE 11
23] Fuch

Ms 2 M MEL JHE GJV, ADI, CGl & Ot o2} FTHO|AM 48 Ms

o

TR PrieA ZOlER TSI ARAel EBS O Al BT
YOI HNOZ T Y, SAE, BHO| oFYNo| B BT

Catalogue no.

Tool material Solid carbide

Surface nanoFIRE
Type SuperV-GR
Cutting direction right—hand

Point grinding Relieved cone

Point angle °

Web thinned =@ 3.00

Tolerance m7

Web thinnig: SuperV
Helix angle: normal
Web thickness: normal
Web taper: normal
Flute form: special

51760

Tool material Solid carbide

Carbide grade K/P
trax= 11,5 x dy Discount group 165
L Surface nanoFIRE
5! T )
I3 I Type SuperV-GR
Ih
Drilling depth 5xD
d1 d2 b 12 13 d1 d1 d2 b 12 I3
inch mm mm mm mm inch mm mm mm mm mm
66.00 28.00 91.00 53.00 36.00
3100 6600 2800 3600 91.00 53.00 36.00
3.200 91.00 53.00 36.00
66.00 28.00 91.00 53.00 36.00
3 700 66.00 28.00 36 OO 91.00 53.00 36.00
3.800 74.00 36.00 91.00 53.00 36.00
4.200 74.00 36.00 91.00 53.00 36.00
4 300 74.00 36.00 36 00 91.00 53.00 36.00
74.00 36.00 91.00 53.00 36.00
4 800 6.000 91.00 53.00 36.00
82 00 36 OO 91.00 53.00 36.00
82.00 7 940 91.00 53.00 36.00

10.000 103.00
3600 21/64 8330 10.000 103.00 61 OO 4000

5500 8200
10.000 103.00 61.00

82.00 11/32 8 730 10.000 103.00
6 100 91.00 5300 3600 10.000 103.00 1. 40.00
6.200 8.000 91.00 53.00 36.00 8.900 10.000 103.00 61.00 40.00



KiSTOCK
Superv-drils with internal coolant

Catalogue no. 51760
Tool material Solid carbide
Carbide grade K/P
tmax=1-1,5x d .
’ ' Discount group 165
timax
8‘ | \ =)s Surface nanoFIRE
l2 Type SuperV-GR
Ih
Drilling depth 5xD
d1 d1 d2 b 12 I3 d1 d1 d2 i1 12 13
inch mm mm mm mm mm inch mm mm mm mm mm
10.000 103.00 61.00 16.000 133.00 83.00
9100 10.000 103.00 61.00 14200 16.000 133.00 83.00 4800
23/64 9.130 10.000 103.00 61.00 16.000 133.00 83.00
9.400 10.000 103.00 61.00 14.600 16.000 133.00 83.00
9.500 10.000 103.00 61.00 14.700 16.000 133.00 83.00 4800
9.520 10.000 103.00 61.00 14.900 16.000 133.00 83.00
10.000 103.00 61.00 15.300 16.000 133.00 83.00
25/64 9920 10.000 103.00 61.00 15400 16.000 133.00 83.00
10.000 10.000 103.00 61.00 16.000 133.00 83.00 48 00
13/32 10.320 12.000 118.00 71.00 5.870 16.000 133.00 83.00 48 00
10.400 12.000 118.00 71.00 15900 16.000 133.00 83.00
10.500 12.000 118.00 71.00 16.000 133.00 83.00

118

10.800 12.000
10.900 12.000 11800 7100 18000 18000 14300 9300 4800
11.000 12.000 118.00 71.00 18.500 20.000 153.00 101.00

11.300 12.000 118.00 71.00
11.400 12.000 118.00 71
11.500 12.000 118.00

11.900 12.000 118.00 71.00
15/32 11.910 12.000 118.00 71
12.000 12.000 118.00

12.400 14.000 124.00 7
12.500 14.000 124.00
12.600 14.000 124.00 7

13.000 14.000 124.00 77.
33/64 13.100 14.000 124.00 7700
13.300 14.000 124.00 77.00

77.

13.800 14.000 124.00
13.900 14.000 124.00 7. OO
14.000 14.000 124.00 77.00 45.00
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Straight shank twist drills

Long series twist drills

DIN 340

~ Tool material Iﬁ_

Catalogue -, YT ECESESS
no. Surface bright
Most suitable for drilling a wide range of materials such as alloyed and unalloyed steels up to approx
1000 N/mm?® tensile strength, free cutting, stainless and noncorrosive steels and titanium, aluminium and Type V70
aluminium alloys, copper, brass, bronze and soft plastics. For drill holes deeper than 2 x D. Large helix ] T -
angle and wide open flutes guarantee a good cooling of the flutes and less lifting to remove the swarf. In Cutting direction right—hand
standard cases the drilling is possible without lifting up to flute length.
Point grinding Relieved cone
of2] 7EX| Axioll =220l MEeiLc) ol S0 &3, gitd, Q&= 2F 1000 N/mm* Xt ot oo * 130
_ - _ _ oint angle
RER 7E, A”HR|QYAY, ElEks, YR 0|5, dR0EEE, 5 5, &5, Z2tAEM Hg
SILICh FiCk2t SlA Ziwet B 22 HA HS i WOR Hiln = =Ao| W2t suis Web thinned 2@ 1.50
olA
7HX| S Tolerance h8
Helix angle: larger than standard
Web thickness: larger than standard
Web taper: standard
Web thinning: to DIN 1412, form A
Long series twist drills DIN 340
C Tool material
atalogue T s T o T o B
71152 e i g g g
no. Surface bright
Most suitable for drilling a wide range of materials such as alloyed and unalloyed steels up to approx
1000 N/mm* tensile strength, free cutting, stainless and noncorrosive steels and titanium, aluminium and Type V70
aluminium alloys, copper, brass, bronze and soft plastics. For drill holes deeper than 2 x D. Large helix i o
angle and wide open flutes guarantee a good cooling of the flutes and less liting to remove the swarf, In Cutting direction left—hand

standard cases the drilling is possible without lifting up to flute length.

Point grinding Relieved cone

oizf 7hx| AxHol SLR0| HBFLICL OIS SO BT, YHH, AR °F 1000 N/mm* A} point angle * 50
[ER 7Y, Al AY, ElEtE, YR0lE, YR0IEE, 5 S, &5, TAAEN X
LI iR SlEiA Z=et W2 B2 TA 2 &/ YoR BiD £ 2H|o| ¢zt auiE Web thinned =@~ 1.50
ZEX| U&LICE Tolerance h8
Helix angle: larger than standard
Web thickness: larger than standard
Web taper: standard
Web thinning: to DIN 1412, form A
Long series twist drills DIN 340
Tool material
Catalogue 61150 " T . T - + _
no. Surface TiN
Most suitable for drilling a wide range of materials such as alloyed and unalloyed steels up to approx . V70
ype

1000 N/mm?® tensilestrength, free cutting, stainless and noncorrosive steels and titanium, aluminium and
aluminium alloys, copper, brass, bronze and soft plastics. For drill holes deeper than 2 x D. Large helix
angle and wide open flutes guarantee a good cooling of the flutes and less lifting to remove the swarf. In
standard cases the drilling is possible without lifting up to flute length.

olaf 7Fx| ARfoll SO MBBILICL 0l SO BB, Y, YT o 1000 N/mm* Xt
2L 75, AHIAY, Elets, YR0lE, 2 =, mapAEi)A X3t
BILICE 7CIRE 824 Zhot 2 B2 MM 22 2| 4 Y 2Hol W2t sas

7IX|2 AF LT

I

Cutting direction right—=hand

Point grinding Relieved cone

Point angle ° 130
Web thinned > @ 2.00
Tolerance h8

Helix angle: larger than standard
Web thickness: larger than standard
Web taper: standard

Web thinning: to DIN 1412, form A



KiSTOCK
longseriestwistarls

Catalogue no. 71150 71152 61150
Tool material HSS
Discount group 136 138 137
o NN N B
‘ o Cutting direction right-hand left-hand right-hand
Surface bright bright
d1i I 12 di I 12
mm mm mm mm mm mm
1.500 70.00 45,00 7 300 156.00 102.00
1.600 76.00 50.00 156.00 102.00
1.700 76.00 50.00 156.00 102.00
85.00 56.00 165.00 109.00
2 050 85.00 56.00 165.00 109.00
2.100 85.00 56.00 8 100 165.00 109.00
2.500 165.00 109.00
2.600 95 00 62 00 175.00 115.00
2.700 100.00 66.00 8.700 175.00 115.00
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Straight shank twist drills

Long series twist drills

DIN 340

Catalogue

Ca TN D

Multi purpose quick helix drill which has the advantage of the V63—stability and the wide open flutes of
the V70. Suitable for alloyed and unalloyed steels (for steels of up to 1000 N/mm?* tensile strength), Al—
and Al—alloys, copper, brass, bronze and soft plastics, for holes deeper than 2 x D.

71154

V632l oFEATH V700| HS BOl FES M2l 2 s2lAS Il (ENgoRN U, EY,

(o]
o
AROs, 5, Y5, HS, 0I5t matAg

Long series twist drills

Tool material I!_

Surface nitr. lands
Type V73
Cutting direction right—hand

Point grinding

Relieved cone

Point angle ° 130
Web thinned =@ 1.50
Tolerance h8

Helix angle: larger than standard
Web thickness: larger than standard
Web taper: standard

Flute form: extremely wide open flutes
Web thinning: to DIN 1412, form A

DIN 340

Catalogue 71156
no. .
Multi purpose quick helix drill which has the advantage of the V63—stability and the wide open flutes of

the V70. Suitable for alloyed and unalloyed steels (for steels of up to 1300 N/mm?® tensile strength), Al—
and Al—alloys, copper, brass, bronze and soft plastics, for holes deeper than 2 x D.

V632l ergdnt v709| W2 g2l FEE A 2 sElAS V1T tEHEc= M LY, B2,

(o]
o
LR0=, & &85, S, o2

~ } _ - Tool material II@_

Surface nitr. lands
Type V73
Cutting direction right—=hand

Point grinding

Relieved cone

Point angle ° 130
Web thinned > @ 1.50
Tolerance h8

Helix angle: larger than standard
Web thickness: larger than standard
Web taper: standard

Flute form: extremely wide open flutes
Web thinning: to DIN 1412, form A



KiSTOCK
longseriestwistarils

Catalogue no. 71154 71156
Tool material HSS HSS-Co
Discount group 136 136
o NN N B
‘ Ip Cutting direction right-hand right-hand
Surface nitr. lands nitr. lands
12 di 12
mm mm mm
1500 70.00 11900 78.00
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KiSTOCK
longseriestwistarils

Catalogue no.
Tool material
Discount group
Cutting direction

Surface

71154
HSS
136

right-hand

nitr. lands

71156

136
right-hand

nitr. lands

12
mm

12 d1
mm mm

7.000
7.040
7.100

156.00
156.00
156.00

10200
102.00

11510
11.910

195 00
195.00
205.00

128,00
128.00
134.00

7.370
7.400
7.490

7.670
7.700

156.00
156.00
156.00

102.00
102.00
102.00

12.700
13.000

205.00
205.00

134.00
134.00

165.
165.00
165.00

1 09.00
109.00

8. 100
8.200
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165.00
165.00
165.00

109.00
109.00
109.00



Straight shank twist drills

Extra long twist drills, series 1 DIN 1869
Catalogue Tool material
71145 A 7Y . B e B —_
no. Surface bright/n. lands)?2,36
A robust tool for use in difficult drilling conditions in extremely deep holes when swarf congestion pre—
vents a good coolant flow. For use in steels and cast iron with tensile strengths of up to 1000 N/mm?® . Not Type V63
recommended for nickel—chrome steels or similar materials.
Cutting direction right—hand
HAF 20| W24 BFS Wallshs OFF 72 of2i2 7Y 7120 AZste HmEt =YL
_ - _ Point grinding Relieved cone
Qutzbal Z2&o| QIERIZIE 1000 N/mm?® K| AFRO| HE|H L|ZZ, S22 22 QA =0
= =XEIK| AL C} Point angle ° 130
Web thinned =@ 2.00
Tolerance h8
Helix angle: larger than standard
Web thickness: considerably greater than
standard
Web taper: none
Flute form: wide flutes with ,rounded”
heels
Web thinning: to DIN 1412, form A
Extra long twist drills, series 1 DIN 1869
Tool material
Catalogue 61145 W T —— _
no. Surface TiN
A robust tool for use in difficult drilling conditions in extremely deep holes when swarf congestion pre—
vents a good coolant flow. For use in steels and cast iron with tensile strengths of up to 1000 N/mm?® . Not Type V63
recommended for nickel—chrome steels or similar materials.
Cutting direction right—hand
AL X10| LHZEA 222 HisHsH= 0= 712 g 1 712 25H= Ziost =219 ] T ]
SENEI]| o_—|—r— Sa= Wallot= Ol 2 A2 7 7130l AIZst= ‘f_ —Et:i_l f. Point grinding Relieved cone
Uz =EO| QUL 1000 N/mm* 7HK| AL80| FHEH LAY, IE5Z E2 |AEH =0
= =XMEHK| L&LICH Point angle 130

Web thinned =@ 3.00

Tolerance h8

Helix angle: larger than standard

Web thickness: considerably greater than
standard

Web taper: none

Flute form: wide flutes with ,rounded”
heels

Web thinning: to DIN 1412, form A

Extra long twist drills, series 1 DIN 1869
Catalogue Tool material
71192 N, . e e e e e e —m
no. Surface nitr. lands
High heat—resistant drill with wide chip space for very deep holes in difficult conditions, when swarf con—
gestion hinders the flow of coolant to the drill point or when tool over—heating arises from other causes Type V63
(Not suitable for lubrication holes in crank shafts — use special purpose drill for this application). For use in ] ] ] ]
steels and cast steels of high tensile strengths, cast iron, malleable iron, spheroidal iron, etc. Cutting direction right=hand
oS 22 &It 22 ofzie Aol AISSHe HoR We & B7ioz Hojl & ArjolM = mQl Font arinding Refieved cone
E& Jt= HARIL A EoZ Qlof| HshE 2Lt CHE OI%E =2o| ItE E Z2 ARZgiLch Point angle ° 130
(33 AZES| QU JIBRORE HESIX| 941 0| ALY E4 25 =22 AB5I0{0f EiL
_ - 1= Web thinned =@ 3.00
Ch) 22 aZEol Zat £, £, 1 QIF S| ML,

Tolerance h8

Helix angle: larger than standard

Web thickness: considerably greater than
standard

Web taper: none

Flute form: wide flutes with ,rounded”
heels

Web thinning: to DIN 1412, form A
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KiSTOCK
Exralong twist drlls, series 1

Catalogue no. 71145 61145 71192
Tool material HSS ‘ HSS-Co
Discount group 136 137 136
e SN NN 5 .
‘ Iy d_C ut:!ng right-hand right-hand right-hand
irection
|
: Surface bright/n. TiN nitr. lands
d1 12 di 12
inch mm mm
2.000 125.00 85.00 7.500 225.00 155.00

165.00




Straight shank twist drills

Extra long twist drills, series 2

DIN 1869

Catalogue
no.

A robust tool for use in difficult drilling conditions in extremely deep holes when swarf congestion pre—
vents a good coolant flow. For use in steels and cast iron with tensile strengths of up to 1000 N/mm?* . Not
recommended for nickel—chrome steels or similar materials.

HALEO| Y24 BIS Walsts 0FF U2 0f2i2 7Y 7KZo| AL8Ste Hnst S,
o 4

- =
HrZut FHEO| QIFYE 1000 N/mm*® 7HK| ALZ0| FHEH LIZZ, 28 S2 RARH M=o
o]

Extra long twist drills, series 2

71146 . e e B e e T e e

Tool material Iﬁ_

Surface bright/n. lands)2,36
Type V63
Cutting direction right—hand

Point grinding Relieved cone

Point angle ° 130

Web thinned =@ 3.00

Tolerance h8

Helix angle: larger than standard

Web thickness: considerably greater than
standart

Web taper: none

Flute form: wide flutes with ,rounded *
heels

Web thinning: to DIN 1412, form A

DIN 1869

Catalogue
no.
A robust tool for use in difficult drilling conditions in extremely deep holes when swarf congestion pre—

vents a good coolant flow. For use in steels and cast iron with tensile strengths of up to 1000 N/mm?® . Not
recommended for nickel—chrome steels or similar materials.

i
L;

B 20| 2k BBE Wil 01 22 ofel2 28 7iB0l ASis Amet Bl
Q

— =
IBH4aE 0| QIFZE 1000 N/mm® 7HK| AF20| =N LAY, 282 =2 RAIE X0
(o)

Extra long twist drills, series 2

61146 e R IR L I L

Tool material IH_

Surface TiN
Type V63
Cutting direction right—hand

Point grinding Relieved cone

Point angle ° 130

Web thinned =@ 4.00

Tolerance h8

Helix angle: larger than standard

Web thickness: considerably greater than
standart

Web taper: none

Flute form: wide flutes with ,rounded
heels

Web thinning: to DIN 1412, form A

DIN 1869

Catalogue
no.

High heat-resistant drill with wide chip space for very deep holes in difficult conditions, when swarf con—
gestion hinders the flow of coolant to the drill point or when tool over—heating arises from other causes

(Not suitable for lubrication holes in crank shafts — use special purpose drill for this application). For use in
steels and cast steels of high tensile strengths, cast iron, malleable iron, spheroidal iron, etc.

OIS 2 B3 22 0f2{2 X0 ABslE HoR WS & B7o= ol & ZClojA =& =l
EZ Jt= FHARIE HA 2R 2l WellE & LL CHE 0|RE E20| 1tE E 2R AISELCh
(T3 AHZEQ| 22F J1Z822= HEeX| ¥ 0] 4 S 55 =23 ArZ3t0{0f L
I:|-_) o o|xtZt-o| Ztn}t

IO oo

71193 . X+ e e e e e e

Tool material Ila_

Surface nitr. lands
Type V63
Cutting direction right—hand

Point grinding Relieved cone

Point angle ° 130

Web thinned > @ 3.00

Tolerance h8

Helix angle: larger than standard

Web thickness: considerably greater than
standard

Web taper: none

Flute form: wide flutes with ,rounded *
heels

Web thinning: to DIN 1412, form A
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KiSTOCK
Exralong twist drlls, series2

Catalogue no. 71146 61146 71193
Tool material HSS ‘ HSS-Co
_ Discount group 136 139 138
o .
lo dl?:;::gﬁ right-hand right-hand right-hand
|
: Surface bright/n. TiN nitr. lands
di d1 I 12
inch mm mm mm
190.00 130.00
3 170 200.00 135.00




KiSTOCK
Staight shank wistarils

Extra long twist drills series 3 DIN 1869
Tool material
Catalogue o __
9 71147 = e R R R R e e
no. Surface bright/n. lands)2,36
A robust tool for use in difficult drilling conditions in extremely deep holes when swarf congestion pre—
vents a good coolant flow. For use in steels and cast iron with tensile strengths of up to 1000 N/mm?®, Not Type V63
recommended for nickel—chrome steels or similar materials.
Cutting direction right—hand
HAF XI0| Lzt 222 HigHGH= 0FF ZI2 {24 1 7120 AF2sH= 741ast E2lolL|C|
PSS o_—|—|— 332 Wallst= o A2 o3 ?‘_o_ S0l ALt |_—|—‘j|_ E:I_l . Point grinding Relieved cone
UrZnt =HO| QIFZE 1000 N/mm* 7EX| AL80| £HEH LAY, 2&8Z =2 RARSH M=o
L S=REK| kLot Point angle ° 130

Web thinned =@ 3.50

Tolerance h8

Helix angle: larger than standard

Web thickness: considerably greater than
standart

Web taper: none

Flute form: wide flutes with ,rounded”
heels

Web thinning: to DIN 1412, form A

Catalogue no. 71147
Tool material HSS
Discount group 136
S N NN B .
Cutting .
‘ l2 direction right-hand
|
: Surface bright/n. lands ) 2,36
d1i b 12
inch mm mm
3.500 265.00 180.00
4,000 280.00 190.00

10.000 430.00 295,00
27/64 10.720 455,00 310.00
11.000 455,00 310.00
31/64 12.300 480.00 330.00
13.000 480.00 330.00
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Straight shank twist drills

Extra long twist drills Stock std.
Tool material
Catalogue - Too maternl |
no 71195 T T e T B e B b BB 9 Quriace nitr. lands
Total length 500 or 600 mm Tvpe V63
A robust tool for use in difficult driling conditions in extremely deep holes when swarf congestion pre— Cutting direction right—hand

vents a good coolant flow. For use in steels and cast iron with tensile strengths of up to 1000 N/mm®. Not
recommended for nickel—chrome steels or similar materials.

E2 600mm
Azt ZFS LalShE OFF Z2 022 7Y 7130l AFRsts 71st =2lLict

1000 N/mm* 7IX| AkZ0| FHEH LA, 28Z E2 RARR =0

2

Point grinding Relieved cone

Point angle ° 130
Web thinned > @ 6.00

Tolerance h8

Helix angle: larger than standard

Web thickness: considerably greater than
standard

Web taper: smaller than standard

Flute form: wide flutes with ,rounded”
heels

Web thinning: to DIN 1412, form A

Catalogue no. 71195
S 5 Tool material HSS
‘ Iy Discount group 136
I Cutting direction right-hand
Surface nitr. lands
d1 12
mm mm
6.000 500.00 400.00
8.000 500.00 400.00
10.000 600.00 500.00
12.000 600.00 500.00
Extra long twist drills Stock std.
no 71196 S W B R B e B e g bright
Total length 750 mm Type ves
A robust tool for use in difficult drilling conditions in extremely deep holes when swarf congestion pre— Cutting direction right—hand

vents a good coolant flow. For use in steels and cast iron with tensile strengths of up to 1000 N/mm?. Not
recommended for nickel—chrome steels or similar materials.

At Zo| Y24 BIS Washs OFF U2 0212 T 7Kl ARt 2t S,

Al
I8FaE HO| JFYE 1000 N/mm” 7HX| AF20| FHEH LAY, 28 =2 |ARE IR0
(o]

Catalogue no.
Tool material

o N NN 5

Point grinding Relieved cone
Point angle ° 130

Web thinned =@ 8.00
Tolerance h8

Helix angle: larger than standard

Web thickness: considerably greater than
standard

Web taper: smaller than standard

Flute form: wide flutes with ,rounded”
heels

Web thinning: to DIN 1412, form A

71196

HSS

‘ Iy Discount group 138
I Cutting direction right-hand
Surface bright

d1 1

mm mm

8.000 750.00 650.00
10.000 750.00 650.00
12.000 750.00 650.00



Center drills without flat DIN 333

Catalogue M
no 71600 H@ Surface bright

Standard drill for producing centre holes acc. to DIN 332, Sheet 1, form A (without protecting chamfer). Form A
Center drills with @ 0.5 and 0.8 mm are only single—sided. Cutting direction right—hand
. _ Point grinding Relieved cone
DIN332, Sheet1, form ACRIH7} Sl= EtRl)oll E5t= MEHE 7138 B&E S2LIct . .
30.59 0.8mme| ME| E212 8t o LCt Point angle 18
: Smma| HIE| /S BT e Web thinned =@ 1.60
Tolerance

tol. on body @: h7 (to DIN h9)
tol. on pilot @ (to new standard):
@ 0,50 - 2,50 =+ 0,14 mm

§/\ 5 Catalogue no. 71600 71601 @ 315-500 =+ 018 mm
. 6,30 - 10,0 =+ 0,22
( ﬁ?f S Tool material HSS 8 12,50 = + 0,27 mm "
\/ Discount group 132 138 Web thinning: to DIN 1412, form A
4 Cutting direction  right-hand left-hand
Surface bright bright
di I 12 d1 12
mm mm mm mm mm
0.500 3.150 5.000 12.500 63.00
O8OO 3.150 2500 6300 16.000 71.00
3.150 31.50 20.000 80.00
2.500 6 300
3.150 50 OO
4.000 10.000 56.00
Center drills without flat DIN 333
Tool material
Catalogue Toomoterel |
no g 71604 g‘ Surface bright
Special purpose drill for producing centre holes to DIN 332, Sheet 1, form B (with protecting countersink Form 8
of 120°). Cutting direction right—hand
DIN332, Sheetl, form B 4IE| S 25 4 U= S4 25 cL Pont grindng Relieved cone
(120° 2] 7}2E{AIT T} Q= EFR) Point angle ° 118
Web thinned =@ 1.60
Tolerance
tol. on body @: h7 (to DIN h9)
tol. on pilot @ (to new standard):
@ 0,50 - 250 =+ 0,14 mm
@ 3,15 -5,00 =+ 0,18 mm
1200 @ 6,30 - 10,0 =+ 0,22 mm
o - @ 12,50 =+ 0,27 mm
\\ :S/ © Catalogue no. 71604 Web thinning: to DIN 1412, form A
) ( %77 R Tool material HSS
/ V Discount group 132

Cutting direction right-hand

| Surface bright
di 1 12 d1 11 12
mm mm mm mm mm mm
1.000 4,000 35.50 4,000 14.000 67.00
1.250 5.000 40.00 5,000 18.000 75.00
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Center drills without flat DIN 333

no 71602 Q Surface bright

Special purpose drill for producing centre holes to DIN 332, sheet 1, form R (radiused). Special features of Form R
these tools are: 1. high fracture—resistant properties. 2. precise concentricity of the point inrelation to the Cutting direction right—hand
body. 3. radiused form providing a protected centre hole. - — -
Center drills with @ 0.5 and 0.8 mm are only single—sided. Point grinding Relieved cone
DIN332, Sheetl, formR(ZHCIRA EtRN)0l 5= MIE| £ 7122 E4 =220 0| ME =20l E Point angle 118
D2 1. ol & ACIH 2. MEISZ 0t SLME(S| SAEIt Eon 3. 2HCiRA Zo| ME Web thinned 2@ 1.60
EAUS 2SFLCE F0.59 0.8mme| ME| EZ2 SR AL THsEILICE Tolerance
tol. on body @: h7 (to DIN h9)
tol. on pilot @ (to new standard):
@ 050-250 =+0,14 mm
@ 3,15-500 =+0,18 mm
@ 6,30 - 10,0 =+ 0,22 mm
@ 12,50 =+ 0,27 mm
Web thinning: to DIN 1412, form A
Catalogue no. 71602 61602
Tool material HSS
-6_ .
- Discount group 138 139
Cutting direction right-hand
| . .
\ ‘ Surface bright TiN
di I o
mm mm mm
0.500 3.150 25.00
0.800 3.150 25.00
1.000 3.150 31.50

2.500 6.300 45,00
3,150 8000 5000
4.000 10.000 56.00




Center drills with flat Stock std.

Tool material
ro. 11607 - e T
no. 71 607 Surface bright
DIN332,Sheet1, formA(ES HH7| Sl= EFR))of| Zs5t= MEIE 71282 E4 28 =2}, Form A
CHH XS sh= MEE Ho|A 7AiM E 22 SHolA ME{ZF Z Skotof SLICtH Cutting direction right—hand
71609 Point grinding Relieved cone
DIN332,Sheet1, formR(E{CIRA Et)oll Este MEl & 7188 E4 S2IQLICE T©H &S Point angle ° 118
= MEE Hold 7AiM E 22 SHIM AE 7 & SHotoF LT Web thinned >@  1.60

=
o] ME|=2o| S&IS 1 mba0| & ElX| QALIC 2 MBS 97t =2 BIE0| ST} oL Toerance
| =]

FYUELICHL 32CIRA Zo2 QIste] AIE 20| ESE ol on body @+ h7 (to DIN h9)

o
st ZEAM 5 FEX| U= ME| EE AEX|GH= BHXKIZ form., tol. on pilot @ (to new standard):
@ 0,50 - 2,50 =+ 0,14 mm
@ 3,15 -5,00 =+ 0,18 mm
@ 6,30 - 10,0 =+ 0,22 mm
@ 12,50 =+ 0,27 mm
Web thinning: to DIN 1412, form A

Catalogue no. 71607 71609
o - Tool material HSS
(8(/%; N Discount group 138 138
\/ = Cutting direction right-hand
\ I ' Surface bright bright

1.600 4.000 35.50
2.000 5.000 40.00
2.500 6.300 45.00

6.300 16.000 71.00
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NC machine chucking reamers Stock std.
72900 T =
no. Surface bright
For all ferrous and non—ferrous materials, as well as for hard and soft plastics. For mass production on
automatic lathes, Straight shank for use in hydraulic chucks or shrinking systems. Type

S ZAT} HITZALO OFLIZ} TfBiILE ISt HApAElo| MBS CHY AAISHE RS Form -

AHE
oflA AFZELICE AER0|E M= RYUM S2 SUF OMolM ARZEUC 2iHE 71 3E 2 Tolerance

o M= FAE 2UsiH S2Y Bois FHFUC,

Cutting direction right—hand

Flute form 7°  LH spiral

Tolerance d2: h6

Tolerance d1:

from @ 1,00 — 5,03 mm 0,000/4+0,004
from @ 5,97 — 12,00 mm 0,000/+0,005

NC machine chucking reamers Stock std.
9ue 72910 e
no. Surface bright
For all ferrous and non—ferrous materials, as well as for hard and soft plastics. For mass production on
automatic lathes. Straight shank for use in hydraulic chucks or shrinking systems. Type
BE Z43} BIHISEL oLl WuEsyiLE 5t TatASlol Hefein Y MASHE RSt Form N
OllM ARZELICE AEH0IE M3= UM =2 FHIZ OHHOIM ARSEILICE 2IHE 718 & & Tolerance H7
o M g2 floliM ERE EHE FHEILICL
Cutting direction right—=hand
Flute form 7°  LH spiral

Tolerance d2: h6

Catalogue no. 72900 72910
‘ Tool material HSS-E
[aV} —
S = ©  Discount group 105 105
l4
lo Surface bright bright
Form
di d2 1 12 d2 12
mm mm mm mm mm mm mm
1,000 1.000 34.00 000 2.000 49,00 21.00 11.00 4
1.010 1.000 34.00 2010 2.000 49,00 21.00 11.00 4
1.020 1.000 34.00 2.020 2.000 49.00 21.00 11.00 4
1.520 2.000 43.00 15.00 2.300 3.000 53.00 25.00 14.00
1.530 2.000 43.00 15.00 9.00 2.400 3.000 57.00 29.00 14.00

1.980 2,000 49,00 21,00 11.00 4 25520 3.000 57.00 29,00 14.00 4
1.990 2,000 49,00 21.00 11.00 4 2530 3.000 57.00 29.00 14.00 4



KiSTOCK
NCmachine chucking reamers

Catalogue no. 72900 72910
’ ‘ Tool material HSS-E
) ‘ —— © ‘ Discount group 105 105
l4
lo Surface bright bright
Form
di d2 I 12 d1 d2 I 12
mm mm mm mm mm mm mm mm mm
57.00 29. 109.00 73 6
2700 61.00 3300 1500 109.00 7300 3100 6
2.800 3.000 61.00 33.00 15.00 6 7.000 8.000 109.00 73.00 31.00 6

! ! d ! ! d i 109.00 73.00 d
3.000 3.000 61.00 33.00 15.00 6 7.500 8.000 109.00 73.00 31.00 6

3.300 65.00 37.00 1600 11700 1
3.400 4ooo 70.00 42.00 18
75.00 47.00 19.00 8.030 117.00 81.00 33.00
75.00 47,00 19.00 8.100 117.00 81.00 33.00
3970 4ooo 75.00 47.00 19.00 8.200 117.00 81.00 33.00
4010 4,000 75. 125.00 85.00
4,020 4,000 7500 4700 1900 1oooo 125.00 85.00
4,030 4,000 75.00 47.00 19 125.00 85.00
4,400 52.00 21.00 9.020 10000 12500 85.00 36.00
4500 sooo 52.00 2100 9.030 10000 12500 85.00 36.00
52.00 9.100 10000 12500 85.00 36.00
4970 sooo 125.00 85.00
5800 2 1oooo 133.00 93.00
4990 58.00 2% 10000  133.00 93.00
5.030 58.00 23.00 10000 133.00 93.00 38.00
5100 58,00 2300 9990 10000 13300 93.00 38.00
5.200 sooo 58.00 10,000 10000 13300 93.00 38,00

142,00 102.00

41
93

OO 5700 2600 11970 10000 151.00 111.00

57.00 26. 10.000 151.00 111.00

5990 93.00 57.00 26.00 12.020 10.000 151.00 111.00

93.00 57.00 2600 12.030 10.000 151.00 111.00

6010 101.00 65.00 13.000 10.000 151.00 111.00

6.200 101.00 65.00 175.00 130.00 54,

6.300 101.00 65.00 2 18000 14000 182.00 137.00 5600

6.400 101.00 65.00 28, 16.000 189.00 141.00
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Quick spiral reamers DIN 212
Catalogue Tool material Iﬁa-
72690 e, & £ X |
no. Surface bright
Taper lead, appr. 1/6 of cutting length tapered. T
For Al— and Al—-alloys, copper, soft plastics and steels up to approx 700 N/mm® tensile strength. For through ype
holes in mass production. Higher cutting feed is recommended (approx. 50%) and 50—100% larger portion Form E
to be reamed compared to conventional reamers is necessary.
Tolerance H7

Taper Lead, 24 22|9| of 1/6 E|0O|H
U205, Y20|E &7, &, AsH ZHAE O2|1 QFZE 700 N/mm’ 7EK|2] Lol AFSEILICE Cutting direction right—hand
HSE FHO| it 2ol AFBEH 14 0|ES FHsHH (2 50%) 12| ot 2|HoM Ze= &

Flute form 45°  |H spiral
AL QF HIC} 50—-100%S 3 A 5H0{0F SfL|Ct,
Catalogue no. 72690
Tool material HSS-E
S 777 © Discount group 105
l4
I Surface bright
Form
d2 12
mm mm
8
47 oo 3
125 OO 81 OO 36 00
10 000 10 000 133.00 38.00




CIME uEt Jkset 4 EE

| -

Type TBE-WP

STOCKE| 2IME Etg] 71 ERI2 12| 23| M2 33
ol thst] Amfléd= SSst USLICE 72| ZE EA; xf
Z9| 7t30| 7+sstH =Z D165 E DAOmm, T Zo|
3,0000mm 7tX| 350| 7FsELCE

Swst 2ye;

-QIMES W JHSSHHl B 74Dt HiCle] TEE QIME ME
1t 3Elo| FB2 Jhsah stLIc

- MUk mE Jh58t QIMES) Bl TR BES AN
x| =2 sfiLICt

- MY HiC| TEE Tst0] WS 7Y JKE 20| hsto] A
M s2lc 2% ZPE S Yol HIEE FYon 5
2 AIBSI0E 27 £BS 5 o B7H 4 UBLIC

- MY QIME AL W JKSE QINE S0 He 4ol B
ks REo glodl n S Y2 ANt

-OIRE 222 J0IN BT HMAS 2alshAl m AN oA
7k 7ks slEz HIBO| B0l S0I7ls ZYEHE FYU 4+ UL

c wst 7ts QIME 7l HE0| HIZ0| B0l S0{7l= X HotE
olX| 42 &= USLICH
o 7}AF ®EB

- HUSH W JHsE QIMES E4% B WS 7Y Ut
2S FEEAIL 4 UBLIC

< EIZ el oM BBl AR mH|R B2 4R £ 4
QUEsLIC

- DRVER(iZ1)= xfz| 2O ofafet 20| MAtEILIC
-DIN 6535 HA
-DIN 6535 HB
-DIN 6535 HE
-DIN 1835 E

TEBE J1AIH[0]H 2| Atoll et MIZF SF0| 7HsELC.

1.00
1.01
1.02
1.03
1.04
1.05
1.06
1.07
2.00
2.01
2.02
2.03
2.04
2.05
2.06
2.07
2.08
2.09
2.10
2.1
3.00
3.01
3.02
3.03
3.04
3.05
3.06
3.07
4.00
4.01
4.02
4.03
4.04
4.05
4.06
407
5.00
5.01
5.02
5.03
5.04
5.05
5.06
5.07
6.00
6.01
6.02
6.03

Diameter range(mm)

16,00 — 16,49
16,50 — 16,99
17,00 — 17,49
17,50 — 17,99
18,00 — 18,49
18,50 — 18,99
19,00 — 19,49
19,50 = 19,99
20,00 — 20,49
20,50 — 20,99
21,00 — 21,49
21,50 — 21,99
22,00 — 22,49
22,50 — 22,99
23,00 — 23,49
23,50 — 23,99
24,00 — 24,49
24,50 — 24,99
25,00 — 25,49
25,50 = 26 CE)
26,00 — 26,49
26,50 — 26,99
27,00 — 27,49
27,50 — 27,99
28,00 — 28,49
28,50 — 28,99
29,00 — 29,49
2950 = 21 Ck)
30,00 — 30,49
30,50 — 30,99
31,00 — 31,49
31,00 — 31,99
32,00 — 32,49
32,50 — 32,99
33,00 — 33,49
33,50 — 33,99
34,00 — 34,49
34,50 — 34,99
35,00 — 35,49
35,50 — 35,99
36,00 — 36,49
36,50 — 36,99
37,00 — 37,49
37,50 — 37,99
38,00 — 38,49
38,50 — 38,99
39,00 — 39,49
39,50 — 40,00

Every tool can be modified within the diameter range
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