DRILLING Family overview - DEX ¢/SORMA

DIAMOND & CUTTING TOOLS

n [x n n I I.I.s Drilling system with exchangeable head
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Application

PLAIN CONCAVE CONVEX STACKED PIPES

Z # - Flat surface o . Flache Flachen
- Concave surface - Konkave Flachen
- Convex surface - Konvexe Flachen
- Stacked plates - Paketbohren
- Pipes - Rohre

% o« Superfici piane o -« Surfaces planes

" - Superfici concave - Surfaces concaves
- Superfici convesse - Surfaces convexes
- Foratura a pacco - Pergage en empilement
« Tubi - Tubes

& Application range - ISO 513
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Features and benefits

o # - Drills with highly reliable exchangeable head system. = . Sehr zuverlassiges mechanisches Schnellwechsel-Bohrsystem.
§ - Exchangeable head with 3D geometry, for high feed rate and - Wechseleinsétze aus Hartmetall mit 3D-Geometrie flir groBe
ﬁ high efficiency machining. Vorschiibe ermdglichen eine hocheffiziente Bearbeitung.
< - Excellent technical and economical alternative to solid carbide - Kosteneffektives Preis/Leistungsverhaltnis pro Bohrung, gute
- drills Alternative zum Nachschleifen herkdmmlicher Hartmetallbohrer.
o« Punte con sistema di cambio cuspide altamente affidabile. o - Forets avec systeme d’embout interchangeable tres fiable
» - Cuspidi in metallo duro con geometria 3D per elevati - Embouts en carbure a géométrie 3D pour avances élevées
z avanzamenti ed elevata efficienza operativa. garantissent un usinage haute efficacité.
& - Ottima alternativa tecnica ed economica alle punte in metallo - Excellente alternative technique et économique aux forets carbure
% duro integrale. monobloc
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DRILLING Range overview - DEX ¢/SORMA

DIAMOND & CUTTING TOOLS

n Ex n n I I.I.s Drilling system with exchangeable head
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Drilling holders

# - Weldon shank with internal coolant e . Weldon-Aufnahme mit internem Kiihlschmiermittel
- 3xD, 5xD and 8xD available from D10 to D26 - 3xD, 5xD und 8xD erhaltlich von D10 bis D26 2
- Special length (1.5D and 12D) and step type available upon - Sonderlangen (1.5D und 12D) und abgestufte Kérper auf Anfrage 5
request erhdltlich <
o - Attacco Weldon con refrigerante interno o - Queue Weldon avec arrosage interne
- 3xD, 5xD e 8xD disponibili da D10 a D26 - Disponibles en 3xD et 5xD du D10 au D26
- Lunghezze speciali (1.5D e 12D) e geometria a gradino - Longueurs spéciales (1,5D, 8D et 12D) et corps « étagés » o
disponibili su richiesta disponibles sur demande g
MAX 0,02 mm Keep under 0.02mm
Center of arbor deviation the maximum deviation
must be under 0.02mm. betv&een drill and
GD workpiece. 2
Milling machine Lathe E
Inserts
# - Available D10-26, can make special diameters or step type = . |n den GroBen D10-26 erhaltlich, auch Sonderdurchmesser oder .
- PVD coated carbide grades Stufenkdrper kdnnen realisiert werden 5
- Geometries: GP, SC, TE, FT (flat) - PVD-beschichtete Hartmetallqualititen =
- Geometrien: GP, SC, TE, FT (flat) =
o -« Disponibili D10-26, si possono realizzare diametri speciali 0 o - Disponibles du D10-26, possibilité de réaliser des diametres
geometria a gradino. spéciaux ou des corps « étages »
- Gradi in metallo duro rivestito PVD - Nuances en carbure revétues PVD
- Geometrie: GP, SC, TE, FT (flat) - Géométries : GP, SC, TE, FT (plat)

E - DRILLING

DRILLING HEADS INSTALLATON
& Clean pocket with air blast. GP ﬂ m SC E M

Put insert into drill holder.
« Pulire la sede con aria compressa.

Posizionare I'inserto nella sede.
& Die Tasche mit Druckluft reinigen.

Die Wendeschneidplatten in die Aufnahme einsetzen.
« Nettoyer le logement a I'air comprimé.

Positionner I'embout dans le logement.

F - ACCESSORIES

4 Set wrench into slots on insert flanks.
Slowly turn the wrench clockwise until stop. TE m FT n m
« Posizionare la chiave nelle guide sui fianchi della cuspide.
Girare lentamente la chiave in senso orario fino all’arresto.
& Den Schliissel in die Filhrungen an den Seiten der
Wendeschneidplatte einsetzen.
Den Schlussel langsam im Uhrzeigersinn drehen, bis zum Anschlag.
« Placer la clé dans les guides sur les cotés de I'embout.
Tourner lentement la clé dans le sens horaire jusqu’en butée.

G - SPARE PARTS
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DRILLING Holders - DEX ¢/SORMA

DIAMOND & CUTTING TOOLS

NT-DEX-3D
oo ) |ocon
DEX drill — —
o Different drill heads can fits into the same LB ‘
body, please check MIID column LF
 Special diameters or stepped type available
pecial di pped type aval OAL
upon requests
* Under stable conditions, hole tolerance
- 0/+0.10 mm
=
= o] O
=
o 3xD | | jyrernaL @ @ @ @
<<
COOLANT PLAIN CONCAVE CONVEX STACKED PIPES
Designation .o DN | O | LF I8 MID Stock
NT-DEX-3D D10-S16F 10 16 95 47 38 DEX10e0 [ ]
‘;5 NT-DEX-3D D11-S16F 11 16 98 50 39 DEX1100 [ ]
[=}
é NT-DEX-3D D12-S16F 12 16 104 56 44 DEX12¢0 [ ]
= NT-DEX-3D D13-S16F 13 16 108 60 47 DEX13e0 [ ]
= NT-DEX-3D D14-S16F 14 16 112 64 50 DEX14c0 [
NT-DEX-3D D15-S20F 15 20 118 68 53 DEX15e0 [
NT-DEX-3D D16-S20F 16 20 122 72 56 DEX16e0 [ ]
NT-DEX-3D D17-S20F 17 20 126 76 59 DEX170 [ ]
- NT-DEX-3D D18-S25F 18 25 136 80 62 DEX18e0 [ ]
g NT-DEX-3D D19-S25F 19 25 140 84 65 DEX19e0 [ ]
% NT-DEX-3D D20-S25F 20 25 144 88 68 DEX200 ([ ]
& NT-DEX-3D D21-S25F 21 25 152 96 75 DEX21c0 [ ]
NT-DEX-3D D22-S25F 22 25 157 101 81 DEX220 [ ]
NT-DEX-3D D23-S32F 23 32 165 105 82 DEX230 [
NT-DEX-3D D24-S32F 24 32 170 110 86 DEX240 [ ]
NT-DEX-3D D25/26-S32F 25 32 175 115 89 DEX25¢0 [ ]
< % 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
=
§. Wrench
[=]
Spare parts
NT-DEX-3D (DC10-11) NT-WR1011
NT-DEX-3D (DC12-17) NT-WR1217
=] NT-DEX-3D (DC18-20) NT-WR1820
3 NT-DEX-3D (DC21-25) NT-WR2126
&
i
w
w
[~
o
[72}
w
&
2 MINIMUM COOLANT ﬁ COOLANT FLOW
L'L PRESSURE (bar) RATE (liter/min)
30
20
w
&
=
w
occ
=
w T T T T T T T T T T
(3 10 12 16 20 26 10 12 16 20 26
Drill diameter DC (mm) Drill diameter DC (mm)
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DRILLING Holders -

DEX

&

SORMA

DIAMOND & CUTTING TOOLS

NT-DEX-5D

oo ) |ocon
DEX drill — —
o Different drill heads can fits into the same LB ‘
body, please check MIID column LF
 Special diameters or stepped type available
pecial di pped type aval OAL
upon requests
* Under stable conditions, hole tolerance
0/+0.10 mm
5xD | | wrerna @ @ @ 69
COOLANT PLAIN CONCAVE CONVEX STACKED PIPES
Designation .o DN | O | IF I8 M Stock
NT-DEX-5D D10-S16F 10 16 116 68 59 DEX10e0 [ ]
NT-DEX-5D D11-S16F 11 16 121 73 62 DEX11e0 [ ]
NT-DEX-5D D12-S16F 12 16 130 82 70 DEX12¢0 [ ]
NT-DEX-5D D13-S16F 13 16 136 88 75 DEX13e0 [ ]
NT-DEX-5D D14-S16F 14 16 142 94 80 DEX14c0 [ ]
NT-DEX-5D D15-S20F 15 20 150 100 85 DEX15e0 °
NT-DEX-5D D16-S20F 16 20 156 106 90 DEX16e0 [ ]
NT-DEX-5D D17-S20F 17 20 162 112 95 DEX170 [ ]
NT-DEX-5D D18-S25F 18 25 174 118 100 DEX18e0 [ ]
NT-DEX-5D D19-S25F 19 25 180 124 105 DEX19e0 [ ]
NT-DEX-5D D20-S25F 20 25 186 130 110 DEX200 [ ]
NT-DEX-5D D21-S25F 21 25 194 138 17 DEX21c0 [ ]
NT-DEX-5D D22-S25F 22 25 201 145 125 DEX220 [ ]
NT-DEX-5D D23-S32F 23 32 211 151 128 DEX230 [ ]
NT-DEX-5D D24-S32F 24 32 218 158 134 DEX240 [ ]
NT-DEX-5D D25/26-S32F 25 32 225 165 139 DEX25¢0 [ ]
% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
Wrench
Spare parts
NT-DEX-5D (DC10-11) NT-WR1011
NT-DEX-5D (DC12-17) NT-WR1217
NT-DEX-5D (DC18-20) NT-WR1820
NT-DEX-5D (DC21-25) NT-WR2126
MINIMUM COOLANT COOLANT FLOW
PRESSURE (bar) RATE (liter/min)
30
T T T T T T T T T T
10 12 16 20 26 10 12 16 20 26
Drill diameter DC (mm) Drill diameter DC (mm)
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C - GROOVING B - THREADING A - TURNING

D - MILLING
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F - ACCESSORIES

G - SPARE PARTS



DRILLING Holders - DEX ¢/SORMA

DIAMOND & CUTTING TOOLS

NT-DEX-8D
DEX drill — —
o Different drill heads can fits into the same LB ‘
body, please check MIID column LF
 Special diameters or stepped type available
pecial di pped type aval OAL
upon requests
* Under stable conditions, hole tolerance
- 0/+0.10 mm
=
= o] O
=
o 8xD | | yreanaL @ @ @ @
<<
COOLANT PLAIN CONCAVE CONVEX STACKED PIPES
Designation .o DN | O | LF I8 MID Stock
NT-DEX-8D D10-S16F 10 16 158 110 99 DEX10e0 [ ]
‘;5 NT-DEX-8D D11-S16F 11 16 168 120 108 DEX11e0 [ ]
[=}
é NT-DEX-8D D12-S16F 12 16 176 128 118 DEX12c0 [ ]
= NT-DEX-8D D13-S16F 13 16 185 137 126 DEX13e0 [ ]
= NT-DEX-8D D14-S16F 14 16 192 144 134 DEX14c0 [
NT-DEX-8D D15-S20F 15 20 208 158 144 DEX15e0 [
NT-DEX-8D D16-S20F 16 20 214 164 152 DEX16e0 [ ]
NT-DEX-8D D17-S20F 17 20 227 177 162 DEX170 [ ]
- NT-DEX-8D D18-S25F 18 25 245 189 171 DEX18e0 [ ]
g NT-DEX-8D D19-S25F 19 25 252 196 179 DEX19e0 [ ]
% NT-DEX-8D D20-S25F 20 25 264 208 189 DEX20e0 ([ ]
& NT-DEX-8D D21-S25F 21 25 273 217 198 DEX21c0 [ ]
NT-DEX-8D D22-S25F 22 25 279 223 207 DEX220 [
NT-DEX-8D D23-S32F 23 32 299 239 215 DEX230 [
NT-DEX-8D D24-S32F 24 32 308 248 225 DEX240 [ ]
NT-DEX-8D D25/26-S32F 25 32 319 259 235 DEX25¢0 [ ]
< % 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
=
§. Wrench
[=]
Spare parts
NT-DEX-8D (DC10-11) NT-WR1011
NT-DEX-8D (DC12-17) NT-WR1217
=] NT-DEX-8D (DC18-20) NT-WR1820
3 NT-DEX-8D (DC21-25) NT-WR2126
&
i
w
w
[~
o
[72}
w
&
2 MINIMUM COOLANT é COOLANT FLOW
L'L PRESSURE (bar) RATE (liter/min)
30
20
w
&
=
w
occ
=
w T T T T T T T T T T
(3 10 12 16 20 26 10 12 16 20 26
Drill diameter DC (mm) Drill diameter DC (mm)

E36 nidkoroo.s | SORMA CUTTING SOLUTIONS



DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF | HF
PVD: Physical vapor deposition
PVD  PVD
DEX o "
| g8 =
DEX drill i n
= - =)
* GP geometry is for general purpose use, SC | S ™, | @y 1< crace (D sutae| () | (O =
eometry is more featured for stainless, and
$E geomyetry is more featured for cast iron, Genem‘mﬂ:’?ﬁmggi ‘15‘ choice QSUWQ ‘ ‘
FT is for making flat-bottom holes ot | 3 1 choce £ D sutabe
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Ve(m/min) - suggested cutting speed range (bold: 1% choice)
 Diameters out of catalogue can be made 55 | 55 -
upon request . H 160 160 %
o Step drill (step on the drill head or with M 2
chamfer insert on the drill body) or 1.5 and BCH SIG =
12xD available upon requests | fPL 16‘?0 1%
I LF
KCH
S
-
Designation DC | KCH | BCH | PL LF Stock %
= 6P 1024 DEX1000-GP 10 | 38 | 03 | 178 | 442 [ ] i
E DEX1010-GP 101 38 | 03 | 18 | 44 O “
& Y DEX1020-GP 102 | 38 | 03 | 1.82 | 4.38 [ ]
‘ DEX1030-GP 103 | 38 | 03 | 1.84 | 4.36 [ ]
DEX1040-GP 104 | 38 | 03 | 1.86 | 4.34 [
DEX1050-GP 105 | 38 | 03 | 1.88 | 4.32 [ ] -
DEX1060-GP 106 38 | 03 | 19 | 43 [ ] £
DEX1070-GP 107 38 | 03 | 1.92 | 428 O §
DEX1080-GP 108 | 38 | 0.3 | 1.94 | 426 [ ] i
DEX1090-GP 109 | 38 | 03 | 1.96 | 4.24 o
En 6P 11 A DEX1100-GP 11 38 | 04 | 1.98 | 462 [ ]
o _ DEX1110-GP 1.1 38 | 04 2 4.6 o
& > DEX1120-GP 112 38 | 04 | 202 | 458 [ )
‘ DEX1130-GP 113 38 | 04 | 2.04 | 456 ®
DEX1140-GP 114 38 | 04 | 206 | 454 o %
DEX1150-6P 115 38 | 04 208 | 452 ° s
DEX1160-GP 16| 38 | 04 | 21 | 45 o a
DEX1170-GP 1.7 38 | 04 | 212 | 4.48 o
DEX1180-GP 11.8 | 38 | 04 | 214 | 4.46 ®
DEX1190-GP 1.9 | 38 | 04 | 216 | 4.44 O

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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GP - Gash geometry GP - Outer corner GP - Chisel edge g
w
w
2
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=
w
o
::
Gashing design allows good chip evacuation and Small chamfer for very good edge protection Big size chisel allows high feedrate machining and '
reduce thrust load. in general machining. best centering features. ©

nidkotoo.s | SORMA CUTTING SOLUTIONS E37



DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF | HF
PVD: Physical vapor deposition
D EX PVD | PVD
w
. & R
DEX drill -y
= =
* GP geometry is for general purpose use, SC | SR ™A, | @y 1< cnaice (D sutavie| O | O
eometry is more featured for stainless, and
$E geomyetry is more featured for cast iron, Genem‘mnz’?’mggi ‘15‘ choice QSUWQ ‘ ‘
FT is for making flat-bottom holes ot | 3 1 choce £ D sutabe
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o  Diameters out of catalogue can be made 55 55
= upon request . 160 | 160
E o Step drill (step on the drill head or with BCH - M
= chamfer ipsert on the drill body) or 1.5 and o
12xD available upon requests | fPL 140 | 140
I LF
KCH
2
=
% Designation DC | KCH | BCH | PL LF Stock
'; = 6P 120 DEX1200-6P 120 38 | 04 218 482 °
= _ DEX1210-GP 121 38 04 | 22 48 [ ]
& y 7 DEX1220-GP 122 | 38 04 | 222 478 [ ]
‘ DEX1230-GP 123 | 38 04 | 224 476 [ ]
DEX1240-GP 124 | 38 04 226 474 @ | A
- DEX1250-GP 125 38 04 | 227 473 [ ]
§ DEX1260-GP 126 | 38 04 | 229 417 [ ]
§ DEX1270-GP 127 | 38 04 | 231 | 469 [ ]
i DEX1280-GP 128 | 38 04 233 467 @ | A
DEX1290-GP 129 38 0.4 | 2.35 4.645 ®
= 6P 131 DEX1300-GP 13 38 04 | 237 | 523 [ ]
E _ DEX1310-GP 131 38 | 04 | 238|522 [ ]
& y 7 DEX1320-GP 132 | 38 | 04 24 | 52 °
- ‘ DEX1330-GP 133 | 38 04 | 242 | 518 ®
= DEX1340-GP 134 | 38 04 244 516 ® | A
§ DEX1350-GP 135 | 38 | 04 | 246 | 5.14 [ ]
a DEX1360-GP 136 | 38 | 04 247 513 ®
DEX1370-GP 137 | 38 04 249 511 ®
DEX1380-GP 138 | 38 0.4 | 251 | 509 [ ]
DEX1390-GP 139 | 38 04 253 507 @ | A

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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<<—E GP - Gash geometry GP - Outer corner GP - Chisel edge
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! Gashing design allows good chip evacuation and Small chamfer for very good edge protection Big size chisel allows high feedrate machining and

© reduce thrust load. in general machining. best centering features.
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF | HF
PVD: Physical vapor deposition
PVD | PVD
DEX o "
. g8 =
DEX drill e n
= - =)
* GP geometry is for general purpose use, SC | S ™, | @y 1< crace (D sutae| () | (O =
eometry is more featured for stainless, and
$E geomyetry is more featured for cast iron, Genem‘mﬂ:’?ﬁmggi ‘15‘ choice QSUWQ ‘ ‘
FT is for making flat-bottom holes Unstae mﬁ::&;‘ggi B 1 cnoice 3 suiade
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
 Diameters out of catalogue can be made 55 | 55 o
upon request . H 160 160 %
o Step drill (step on the drill head or with M 2
chamfer insert on the drill body) or 1.5 and BCH SIG <
12xD available upon requests | fPL 16‘?0 1%
I LF
KCH
S
1
Designation DC | KCH | BCH | PL LF Stock %
= 6P 14 DEX1400-6P 14 38 | 04 | 255 555 ° .
E DEX1410-GP 141 38 0.4 | 257 553 [ ] “
& y DEX1420-GP 142 | 38 0.4 | 258 552 [ ]
‘ DEX1430-GP 143 | 38 04 | 26 55 [ ]
DEX1440-GP 144 1 38 04 | 262 548 ®
DEX1450-GP 145 38 0.4 | 2.64 | 5.46 [ ] o
DEX1460-GP 146 @ 38 0.4 | 266 @ 544 [ ] E
DEX1470-GP 147 | 38 04 | 268 542 [ ] §
DEX1480-GP 148 | 38 04 269 541 @ | A i
DEX1490-GP 149 | 38 04 271 1539 @ | A
EI 6P 15 A DEX1500-GP 15 38 05 | 273 | 597 [ ]
w _ DEX1505-GP 15.05| 38 05 | 274 | 596 (@]
& Y > DEX1510-GP 151 38 | 05 | 275 | 595 °
‘ DEX1520-GP 152 | 38 05 | 277 | 593 [ ] -
DEX1530-GP 153 | 38 | 05 | 278 592 ) =
DEX1540-6P 154 | 38 | 05 | 28 | 59 ® s
DEX1550-GP 155 | 38 | 05 282 | 588 ° a
DEX1560-GP 156 | 38 05 | 2.84 | 586 [ ]
DEX1570-GP 157 | 38 05 286 | 584 [ ]
DEX1580-GP 158 @ 38 05 | 2.88 582 [ ]
DEX1590-GP 159 38 05 | 2.89 581 [ ]

% 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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GP - Gash geometry GP - Outer corner GP - Chisel edge g
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w
o
::
Gashing design allows good chip evacuation and Small chamfer for very good edge protection Big size chisel allows high feedrate machining and '
reduce thrust load. in general machining. best centering features. ©
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF | HF
PVD: Physical vapor deposition
D EX PVD | PVD
w
. & R
DEX drill -y
= =
* GP geometry is for general purpose use, SC | SR ™A, | @y 1< cnaice (D sutavie| O | O
eometry is more featured for stainless, and
$E geomyetry is more featured for cast iron, Genem‘mnz’?’mggi ‘15‘ choice QSUWQ ‘ ‘
FT is for making flat-bottom holes ot | 3 1 choce £ D sutabe
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o  Diameters out of catalogue can be made 55 55
= upon request . H 160 | 160
E o Step drill (step on the drill head or with M
) ; : BCH SIG
= chamfer |psert on the drill body) or 1.5 and o
12xD available upon requests | fPL 140 | 140
I LF
KCH
2
2
% Designation DC | KCH | BCH | PL LF Stock
'; E GP 16 A DEX1600-GP 16 | 38 | 05 | 291 589 [ ]
o _ DEX1610-GP 161 | 38 | 05 | 293 | 5.87 [
& y 7 DEX1620-GP 16.2 | 38 | 05 | 295 | 5.85 [ ]
‘ DEX1630-GP 163 | 38 | 05 | 297 | 5.83 ®
DEX1640-GP 16.4 | 38 | 05 | 298 | 5.82 [
. DEX1650-GP 165 | 38 | 05 3 5.8 [ ]
£ DEX1660-GP 166 | 38 | 05 302 578 @ A
§ DEX1670-GP 167 1 38 | 05 | 3.04 | 576 [ ]
i DEX1680-GP 168 | 38 | 05 | 3.06 | 574 [ ]
DEX1690-GP 169 | 38 | 05 | 3.08 | 572 [ ]
= 6P 17 A DEX1700-GP 17 | 38 | 05 | 3.09  6.81 [ )
E _ DEX1710-GP 171 38 | 05 | 311 | 6.79 [ ]
=} > DEX1720-GP 172 | 38 | 05 | 313 | 6.77 ®
. ‘ DEX1730-GP 173 38 | 05 | 315 677 @ A
= DEX1740-GP 174 38 | 05 | 317 | 6.73 [ )
= DEX1750-GP 75| 38 | 05 318 672 °
a DEX1760-GP 176 38 | 05 32 67 °
DEX1770-GP 17.7 | 38 | 05 | 3.22 | 6.68 [ ]
DEX1780-GP 178 | 38 | 05 | 3.24 | 6.66 [ ]
DEX1790-GP 179 | 38 | 05 | 3.26 | 6.64 [ )

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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<<—E GP - Gash geometry GP - Outer corner GP - Chisel edge
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! Gashing design allows good chip evacuation and Small chamfer for very good edge protection Big size chisel allows high feedrate machining and

© reduce thrust load. in general machining. best centering features.
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF | HF
PVD: Physical vapor deposition
PVD  PVD
DEX o "
. g8 =
DEX drill e n
= - =)
* GP geometry is for general purpose use, SC | S ™, | @y 1< crace (D sutae| () | (O =
eometry is more featured for stainless, and
$E geomyetry is more featured for cast iron, Genem‘mﬂ:’?ﬁmggi ‘15‘ choice QSUWQ ‘ ‘
FT is for making flat-bottom holes ot | 3 1 choce £ D sutabe
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
 Diameters out of catalogue can be made 55 | 55 -
upon request . H 160 160 %
o Step drill (step on the drill head or with M 2
chamfer insert on the drill body) or 1.5 and BCH SIG =
12xD available upon requests | fPL 16‘?0 1%
I LF
KCH
S
1
Designation DC | KCH | BCH | PL LF Stock %
= 6P 184 DEX1800-GP 18 | 38 | 05 328 722 ) i
E DEX1810-GP 181 38 | 05 | 329|721 ) “
& Y DEX1820-GP 182 | 38 | 05 | 331 | 7.19 )
‘ DEX1830-GP 183 | 38 | 05 | 333 | 7.17 )
DEX1840-GP 184 | 38 | 05 | 335/ 7.15 ®
DEX1850-GP 185 | 38 | 05 | 337 |7.13 [ -
DEX1860-GP 186 | 38 | 05 | 338 | 7.12 ) £
DEX1870-GP 187 38 | 05 | 34 | 71 [ ] §
DEX1880-GP 188 | 38 | 05 342 708 @ A i
DEX1890-GP 189 | 38 | 05 | 344 | 7.06 [
En 6P 194 DEX1900-GP 19 | 38 | 06 | 346 754 [ ]
o _ DEX1910-GP 191 38 | 06 348 752 @ A
& y DEX1920-GP 19.2 | 38 | 06 | 349 | 751 ®
‘ DEX1930-GP 193 | 38 | 06 | 351 | 7.49 ® .
DEX1940-GP 194 38 | 06 353 747  ® A =
DEX1950-6P 195| 38 | 06 355 7.45 ° s
DEX1960-GP 196 | 38 | 06 | 357 | 743 ® A a
DEX1970-GP 19.7 | 38 | 06 | 359 | 7.41 [ ]
DEX1980-GP 198 | 38 | 06 | 36 | 74 [ ]
DEX1990-GP 199 | 38 | 06 | 362 | 7.38 [ )

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

1]
—
)
=
o=
a
]
w

w
e
[~=
S
177}
w
&
GP - Gash geometry GP - Outer corner GP - Chisel edge g
w
w
2
[+ =
=
w
o
::
Gashing design allows good chip evacuation and Small chamfer for very good edge protection Big size chisel allows high feedrate machining and '
reduce thrust load. in general machining. best centering features. ©
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF | HF
PVD: Physical vapor deposition
DEX
w W
N &
. @ N
DEX drill -y
- =
* GP geometry is for general purpose use, SC | SR ™A, | @y 1< cnaice (D sutavie| O | O
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, mesun o | @ 1*eroee Osiave| @) | @
FT is for making flat-bottom holes ot | 3 1 choce £ D sutabe
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o  Diameters out of catalogue can be made 55 55
= 160 160
= upon request oG
=} o Step drill (step on the drill head or with M
B hamer i i BCH SIG
= chamfer insert on the drill body) or 1.5 and
. 60 | 60
12xD available upon requests | fPL 140 | 140
I LF
KCH
S
=
2
% Designation DC | KCH | BCH | PL LF Stock
'; =2 GP 20 A DEX2000-GP 20 | 38 | 06 | 364 7.96 [ ]
g DEX2010-GP 201 | 38 | 06 | 366 794 [
& y 7 DEX2020-GP 202 | 38 | 06 | 3.68 | 7.92 [ ]
‘ DEX2030-GP 203 | 38 | 06 | 369 | 791 ®
DEX2040-GP 204 38 06 371 789 @ A
- DEX2050-GP 205 | 38 | 06 | 373 | 7.87 [ ]
£ DEX2060-GP 206 | 38 | 06 | 375 7.85 [ ]
[=}
e DEX2070-GP 207 | 38 | 06 | 377 | 7.83 [ ]
S
& DEX2080-GP 208 | 38 06 379 781 ® A
DEX2090-GP 209 | 38 | 06 | 38 | 78 [ ]
En GP 21 A DEX2100-GP 21 38 | 06 | 382 828 [ ]
o DEX2150-GP 215 38 | 06 | 391 | 819 [ ]
&
S
=
—
=
=
2 En DEX2200-GP 22 | 38 | 06 4 8.7 [ ]
i DEX2250-GP 225 | 38 | 06 | 4.09 | 8.61 [ ]
&
< EI DEX2300-GP 23 | 38 | 07 | 418 912 [ ]
3 o DEX2350-GP 235 38 | 07 | 428 | 9.02 [ ]
E. & DEX2380-GP 238 | 38 | 07 | 431899 [
w

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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! Gashing design allows good chip evacuation and Small chamfer for very good edge protection Big size chisel allows high feedrate machining and

© reduce thrust load. in general machining. best centering features.
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF | HF
PVD: Physical vapor deposition
DEX
o
S & @D
. g8 =
DEX drill e n
- - =)
* GP geometry is for general purpose use, SC | S ™, | @y 1< crace (D sutae| () | (O =
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, medumcif | @ 1eroie i) @) | @
FT is for making flat-bottom holes ot | 3 1 choce £ D sutabe
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
 Diameters out of catalogue can be made 55 | 55 o
upon request . 160 160 =
o Step drill (step on the drill head or with M 5
chamfer insert on the drill body) or 1.5 and BCH SIG |
) 60 | 60 =
12xD available upon requests |t PL 140 140
I LF
KCH
S
=
2
Designation DC | KCH | BCH | PL LF Stock %
= 6P 24 [ DEX2400-6P 24 | 38 | 07 | 436 954 ° -
E DEX2450-GP 245 | 38 0.7 | 446 | 9.44 [ )
w __
e
2 6P 25 DEX2500-GP 2% | 38 07 455 995 ° g
i DEX2550-GP 255 | 38 0.7 | 464 | 9.86 ® §
] __ i c
oS [
“ :
2 6P 26 DEX2600-6P 2 | 38 | 07 | 473 986 °
w
= -
L ___Jd
(1-)
—
=
s
a

* 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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Gashing design allows good chip evacuation and Small chamfer for very good edge protection Big size chisel allows high feedrate machining and '
reduce thrust load. in general machining. best centering features. ©
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF
PVD: Physical vapor deposition
DEX
o
&
i 2
DEX drill L
s
* GP geometry is for general purpose use, SC | SR ™A, | @y 1= choce () sutable
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, mosun ot | @ 1*eroee (D siave| @
FT is for making flat-bottom holes ot | 3 1 choce D sutable| 5
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o  Diameters out of catalogue can be made 55
= upon request . 160
= o Step drill (step on the drill head or with M 30
D namfer i i BCH SIG 80
= chamfer insert on the drill body) or 1.5 and
12xD available upon requests | fPL
I LF
KCH
S
=
=
% Designation DC | KCH | BCH | PL LF Stock
= - }
" 4 sc 10EM DEX1000-5C 10 | 38 0.2:05 1.78 | 442 | @
2 DEX1010-SC 101 | 38 0.2-05 18 | 44 O
g ; -} DEX1020-SC 102 | 38 0.2-05 182 438 @
- w DEX1030-SC 103 | 38 0.2-05 184 436 @
DEX1040-SC 104 | 38 0.2-05 186 434 @
- DEX1050-SC 105 | 38 0.2-05 188 432 @
% DEX1060-SC 106 | 38 02-05 19 | 43 O
o
=] DEX1070-SC 107 | 38 0.2-05 192 | 428 O
S
& DEX1080-SC 108 | 38 02-05 194 426 @
DEX1090-SC 109 | 38 0.2-05 196 | 424 ©
w s¢ 11 @AM DEXI100-5C 1| 38 0205198 462 @
S DEX1110-5C M1 38 0205 2 46 @
g ; -} DEX1120-SC 112 | 38 0.2-0.5 202 458 O
. - w DEX1130-SC 113 | 38 02-05 204 | 456 ®
= DEX1140-SC 114 | 38 02-05 206 454 O
—
= DEX1150-SC 115 ] 38 02-05 208 | 452 @
=) DEX1160-SC 116 | 38 02-05 21 45 | O
DEX1170-SC 117 | 38 02-05 212 | 448 O
DEX1180-SC 118 | 38 02-05 214 446 @
DEX1190-SC 119 | 38 0.2-05 216 | 444 O

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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! Flutes and gash design ensure fast chip evacuation Sharp edge for better cutting action and no burr Small size chisel allows perfect balancing between

© and low cutting force on diffi cult to cut materials. formation on sticky materials. centering performance and torque level.
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF
PVD: Physical vapor deposition
DEX
o
S [=a)
. 3 =
DEX drill - n
= (=]
* GP geometry is for general purpose use, SC | SR ™A, | @y 1= choce () sutable =
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, medum et @ croix s @
FT is for making flat-bottom holes ot | 3 1 choce D sutable| £
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
 Diameters out of catalogue can be made 55 -
upon request . 160 =
o Step drill (step on the drill head or with M 30 =
i i BCH SIG 80 =
chamfer insert on the drill body) or 1.5 and -
12xD available upon requests | tpPL
I LF
KCH
S
=
2
Designation DC | KCH | BCH | PL LF Stock %
w sc 12[@AM DEX1200-5C 12 | 38 0205 218|482 | @ i
§ DEX1210-SC 121 | 38 02-05 22 | 48 @
% &6 2 DEX1220-SC 122 | 38 02-05 222 478 @
- w DEX1230-SC 123 | 38 02-05 224 476 @
DEX1240-SC 124 | 38 0.2-05 226 474 O
DEX1250-SC 125 | 38 0.2-05 227 473 @ o
DEX1260-SC 126 | 38 02-05 229 471 @ §
o
DEX1270-SC 127 | 38 0.2-05 231 | 469 O 2
S
DEX1280-SC 128 | 38 0.2-05 233 | 467 O &
DEX1290-SC 129 | 38 0.2-05 235 4645 O
W s¢ 13EAM DEX1300-SC 13 38 02-05 237 523 @
§ DEX1310-SC 131 ] 38 02-05 238 522 @
g &6 2 DEX1320-SC 132 | 38 0205 24 | 52 O
- w DEX1330-SC 133 | 38 02-05 242 518 @® -
DEX1340-SC 13.4 | 38 0205 244 | 516 | O =
—
DEX1350-SC 135 | 38 02-05 246 514 @ =
DEX1360-SC 136 | 38 02-05 247 | 513 O Q
DEX1370-SC 137 | 38 02-05 249 511 O
DEX1380-SC 138 | 38 02-05 251 | 509 O
DEX1390-SC 139 | 38 0.2-05 253 | 507 @®

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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Flutes and gash design ensure fast chip evacuation Sharp edge for better cutting action and no burr Small size chisel allows perfect balancing between '
and low cutting force on diffi cult to cut materials. formation on sticky materials. centering performance and torque level. ©
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF
PVD: Physical vapor deposition
DEX
=
™
i 2
DEX drill L
—
* GP geometry is for general purpose use, SC | SR ™A, | @y 1= choce () sutable
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, mosun ot | @ 1*eroee (D siave| @
FT is for making flat-bottom holes ot | 3 1 choce D sutable| 5
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o  Diameters out of catalogue can be made 55
= upon request . 160
= o Step drill (step on the drill head or with M 30
D namfer i i BCH SIG 80
= chamfer insert on the drill body) or 1.5 and
12xD available upon requests | fPL
I LF
KCH
S
=
=
% Designation DC | KCH | BCH | PL LF Stock
= - }
i & sC 14 M DEX1400-5C 14 | 38 0205 255 555 @
2 DEX1410-SC 141 | 38 02-05 257 | 553 @
g ; - DEX1420-SC 142 | 38 0.2-05 258 552 @
- w DEX1430-SC 143 | 38 0205 26 | 55 O
DEX1440-SC 144 | 38 02-05 262 548 O
- DEX1450-SC 145 | 38 02-05 264 546 @
§ DEX1460-SC 146 | 38 02-05 266 544 @
[=}
e DEX1470-SC 147 | 38 0.2-0.5 268 | 542 | O
S
& DEX1480-SC 148 | 38 0.2-05 269 | 541 | @
DEX1490-SC 149 | 38 02-05 271 | 639 @
w s¢ 15M DEX1500-5C 15 | 38 0205 273 | 597 @
§ DEX1510-SC 151 | 38 0.2-05 275 59  ®
g ; - DEX1520-SC 152 | 38 02-05 277 | 593 @
. - w DEX1530-SC 153 | 38 0.2-05 278 592 | ®
= DEX1540-SC 154 | 38 02-05 28 | 59 O
—
= DEX1550-SC 155 | 38 0.2-0.5 282 583 @
=) DEX1560-SC 156 | 38 02-05 284 58 O
DEX1570-SC 157 | 38 0.2-0.5 286 584 @
DEX1580-SC 158 | 38 02-05 288 582 @
DEX1590-SC 159 | 38 02-05 289 581 O

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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! Flutes and gash design ensure fast chip evacuation Sharp edge for better cutting action and no burr Small size chisel allows perfect balancing between

© and low cutting force on diffi cult to cut materials. formation on sticky materials. centering performance and torque level.
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF
PVD: Physical vapor deposition
DEX
o
S [=a)
. 2 =
DEX drill - n
= (=]
* GP geometry is for general purpose use, SC | SR ™A, | @y 1= choce () sutable =
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, medum et @ croix s @
FT is for making flat-bottom holes ot | 3 1 choce D sutable| £
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
 Diameters out of catalogue can be made 55 -
upon request . 160 =
o Step drill (step on the drill head or with M 30 =
i i BCH SIG 80 =
chamfer insert on the drill body) or 1.5 and -
12xD available upon requests | tpPL
I LF
KCH
S
=
2
Designation DC | KCH | BCH | PL LF Stock %
w sc 16 M DEX1600-5C 16 | 38 0.2:05 291|589 | @ .
§ DEX1610-SC 161 | 38 0.2-05 293 587 @
% &6 2 DEX1620-SC 16.2 | 38 0.2-05 295 585 @
- w DEX1630-SC 16.3 | 38 0.2-05 297 583 @
DEX1640-SC 16.4 | 38 0.2-05 298 582 O
DEX1650-SC 165 | 38 0.2-05 3 58 @ o
DEX1660-SC 16.6 | 38 0.2-05 302 578 @ §
o
DEX1670-SC 16.7 | 38 0.2-05 304 576 ® 2
S
DEX1680-SC 16.8 | 38 0.2-05 3.06 | 574 O &
DEX1690-SC 169 | 38 0.2-05 3.08 572 ©
w s¢ 17 @AM DEX1700-5C 17 | 38 0205 3.09 | 681 @
§ DEX1710-SC 171 ] 38 02-05 311 679 ®
g &6 2 DEX1720-SC 172 | 38 02-05 313 | 6.77 O
- w DEX1730-SC 173 | 38 02-05 315|675 O .
DEX1740-5C 174 | 38 0205 317|673 O =
—
DEX1750-SC 175 ] 38 02-05 318 | 672 @ =
DEX1760-SC 176 | 38 02-05 32 | 67 O a2
DEX1770-SC 17.7 | 38 02-05 322 668 @
DEX1780-SC 178 | 38 02-05 324 666 @
DEX1790-SC 179 | 38 [0.2-0.5 326  6.64 O

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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Flutes and gash design ensure fast chip evacuation Sharp edge for better cutting action and no burr Small size chisel allows perfect balancing between '
and low cutting force on diffi cult to cut materials. formation on sticky materials. centering performance and torque level. ©
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF
PVD: Physical vapor deposition
DEX
o
&
i 2
DEX drill L
s
* GP geometry is for general purpose use, SC | SR ™A, | @y 1= choce () sutable
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, mosun ot | @ 1*eroee (D siave| @
FT is for making flat-bottom holes ot | 3 1 choce D sutable| 5
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o  Diameters out of catalogue can be made 55
= upon request . 160
= o Step drill (step on the drill head or with M 30
D namfer i i BCH SIG 80
= chamfer insert on the drill body) or 1.5 and
12xD available upon requests | fPL
I LF
KCH
S
=
=
% Designation DC | KCH | BCH | PL LF Stock
= - }
" 4 sc 13 EM DEX1800-5C 18 | 38 0.2:05 328|722 @
2 DEX1810-SC 181 | 38 02-05 329 721 @
g ; -} DEX1820-SC 182 | 38 0.2-05 331 719 O
- w DEX1830-SC 183 | 38 0.2-05 333 | 717 @
DEX1840-SC 184 | 38 0.2-05 335|715 O
- DEX1850-SC 185 | 38 0.2-05 337 | 713 @
% DEX1860-SC 186 | 38 0.2-05 338 712 O
o
=] DEX1870-SC 187 38 0205 34 | 71 @
S
& DEX1880-SC 188 | 38 0.2-05 342 | 708 O
DEX1890-SC 189 | 38 0.2-05 344 7.06 O
w s¢ 19 @AM DEX1900-5¢ 19 | 38 0.2:05 346|754 | @
S DEX1910-5C 191 | 38 0205 348 752 O
g ; -} DEX1920-SC 192 | 38 02-05 349 751 ®
- - w DEX1930-SC 193 | 38 02-05 351 | 749  ®
= DEX1940-SC 194 | 38 02-05 353 | 747 O
—
= DEX1950-SC 195 | 38 02-05 355|745 @
=) DEX1960-SC 196 | 38 0.2-05 357 | 743 O
DEX1970-SC 197 | 38 02-05 359 741 @
DEX1980-SC 19.8 | 38 0205 36 | 74 O
DEX1990-SC 199 | 38 0.2-05 362 738 @

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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! Flutes and gash design ensure fast chip evacuation Sharp edge for better cutting action and no burr Small size chisel allows perfect balancing between

© and low cutting force on diffi cult to cut materials. formation on sticky materials. centering performance and torque level.
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF
PVD: Physical vapor deposition
DEX
o
& @
. 2 =
DEX drill - n
= (=]
* GP geometry is for general purpose use, SC | SR ™A, | @y 1= choce () sutable =
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, medum et @ croix s @
FT is for making flat-bottom holes ot | 3 1 choce D sutable| £
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
 Diameters out of catalogue can be made 55 -
160 =
upon request . =
o Step drill (step on the drill head or with M 30 =
‘ . BCH SIG 80 =]
chamfer insert on the drill body) or 1.5 and <
12xD available upon requests | fPL
I LF
KCH
S
=
2
Designation DC | KCH | BCH | PL LF Stock %
w sc 20 @AM DEX2000-5C 20 | 38 02-05 364 |79 | @ .
§ DEX2010-SC 201 | 38 [0.2-0.5 366 | 794  ©
% &6 2 DEX2020-SC 202 | 38 [0.2-05 368 792 @
- w DEX2030-SC 20.3 | 38 0.2-05 369 791 ©
DEX2040-SC 204 | 38 0.2-05 371 | 789  ©O
DEX2050-SC 205 | 38 0.2-05 373 787 @ o
DEX2060-SC 206 | 38 0.2-05 375785 O %
o
DEX2070-SC 20.7 | 38 0.2-05 377 | 783 O =
S
DEX2080-SC 20.8 | 38 0.2-05 379 781 O &
DEX2090-SC 209 | 38 (0205 38 | 78 O
W s¢ 21 @AM DEX2100-SC 21 38 02-05 382 828 @
§ DEX2150-SC 215 38 02-05 391 819 @
= - -
H ;
- b
oS .
=
—
=
s
WS¢ 22 [AM DEX2200-SC 22 38 02-05 4 87 @ 4
E) DEX2230-SC 223 | 38 0.2-05 405 865 O
% L .H‘ DEX2250-SC 225 | 38 0.2-05 409 861 @
- 7
w sc 23 [AM DEX2300-5C 23 | 38 02-05 418912 | @ o
S DEX2350-SC 235 | 38 0.2-05 428 902 ® =
e o<
= v a
o 0
S @ :

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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Flutes and gash design ensure fast chip evacuation Sharp edge for better cutting action and no burr Small size chisel allows perfect balancing between '
and low cutting force on diffi cult to cut materials. formation on sticky materials. centering performance and torque level. ©
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF
PVD: Physical vapor deposition
DEX
]
5]
i 2
DEX drill L
S
* GP geometry is for general purpose use, SC | SR ™A, | @y 1= choce () sutable
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, mosun ot | @ 1*eroee (D siave| @
FT is for making flat-bottom holes ot | 3 1 choce D sutable| 5
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o  Diameters out of catalogue can be made 55
= upon request . 160
= o Step drill (step on the drill head or with M 30
D namfer i i BCH SIG 80
= chamfer insert on the drill body) or 1.5 and
12xD available upon requests | fPL
I LF
KCH
S
=
=
& esignation oc
i Designati DC | KCH | BCH | PL LF Stock
= - )
" 3 sc 24 M DEX2400-5C 24 | 38 02-05 436 | 954 | @
2 DEX2450-SC 245 | 38 02-05 446 944 e
; -
H ;
.
g w s¢ 25 @AM DEX2500-5C 25 | 38 02-05 455 | 995 | @
2 § DEX2550-SC 255 | 38 0.2-05 464 986 @
o
S = 4 =
7 A
& ’
w s 26 M DEX2600-5C 2 | 38 02-05 473 | 986 | @
§ DEX2650-SC 265 | 38 02-05 482 977 ®
= ; =
-
—
=
S
a

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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! Flutes and gash design ensure fast chip evacuation Sharp edge for better cutting action and no burr Small size chisel allows perfect balancing between

© and low cutting force on diffi cult to cut materials. formation on sticky materials. centering performance and torque level.
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF
PVD: Physical vapor deposition
DEX
o
-] o
. 8 =
DEX drill S n
= (=]
* GP geometry is for general purpose use, SC | SR ™A, | @y 1= choce () sutable =
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, medum et @ o Osuiave @
FT is for making flat-bottom holes ot | 3 1 choce D sutable| £
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
e Diameters out of catalogue can be made .
upon request =
. . . DC =
o Step drill (step on the drill head or with M S
i i BCH SIG =
chamfer insert on the drill body) or 1.5 and 70 <
12xD available upon requests |t PL 160
I LF
KCH
S
=
2
Designation DC | KCH | BCH | PL LF Stock %
o TE oM@ DEX1000-TE 1030 [ 1 [178 442 @ -
g - DEX1020-TE 102 1 30 1 182 1 438 @
S DEX1030-TE 03] 30 | 1 [184 436 @
w
== DEX1050-TE 105 1 30 11 1188 432 @
o TE 1A DEKT100-TE 130 [ 11]198 462 @ g
2 DEX1150-TE 115 30 12 /208 | 452 | ® =
2 __ih =
= .
oc (&)
o TE 12[@ DEX1200-TE 12 [ 30 [12 218482 @
2 DEX1250-TE 125 30 13 1227 1473 | @
2 __ i
= . y L]
& E
=
s
a
Q TE 13 K| DEX1300-TE 13 30 13 1237 523 @
2 DEX1350-TE 135 30 14 | 246 | 514 | @
2 __ i
w
oc
S
=
-
o TE 140 DEX1400-TE 14 | 30 | 14 | 255|555 | @ 2
2 DEX1450-TE 145 30 | 15 | 264 546 | @ =
o __ i w
i j
w
oc

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

w
e
=
S
177}
w
&
TE - Gash geometry TE - Outer corner TE - Chisel edge g
w
[22)
2
[+ =
=
w
o
::
Gashing design allows good chip evacuation and Big negative chamfer for higher performance on Big size chisel allows high feedrate machining and !
reduce thrust load. cast iron machining. best centering features. ©
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F - ACCESSORIES

G - SPARE PARTS

DRILLING

Indexable inserts - DEX

¢, SORMA

DIAMOND & CUTTING TOOLS

DEX

DEX drill

HF: Micrograin tungstein carbide | H
PVD: Physical vapor deposition

=

o
o

V

JP7625

© GP geometry is for general purpose use, SC
geometry is more featured for stainless, and
TE geometry is more featured for cast iron,
FT is for making flat-bottom holes

o Can fit with 3xD, 5xD or 8xD DEX drill bodies

 Diameters out of catalogue can be made
upon request

o Step drill (step on the drill head or with
chamfer insert on the drill body) or 1.5 and
12xD available upon requests

ST | @ o Qe

Genera\mrgz?mwggi ‘ 1+ choice @suitable

e

Unstable m;g:\:;wggi ﬁ 1¢ choice @ suitable

Dimensions \ISO Ve(m/min) - suggested cutting speed range (bold: 15 choice)
DC
BCH SIG M

70
- T PLILS 160
I LF
KCH

Designation DC | KCH | BCH | PL LF Stock
a TE 15 DEX1500-TE 15 030 15 273 597 @
g DEX1550-TE 155 30 | 16 282 588 @
= DEX1580-TE 158 | 30 | 16 | 288 582 O
&
9 DEX1600-TE 16 0 30 16 291 589 @
£ DEX1650-TE 165 30 17 3 | 58 @
£
w
oc
2 DEX1700-TE 17 130 | 1.7 309 681 @
£ DEX1750-TE 175 30 | 1.8 | 318 672 @
£
&
2 DEX1800-TE 181 30 | 18 328722 ®
£ DEX1850-TE 185 30 | 1.9 | 337 713 @
£
&
2 DEX1900-TE 19 | 30 | 1.9 346 754 @
2 DEX1950-TE 195 30 | 2 355 745 @
£
w
o~

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

TE - Gash geometry

Gashing design allows good chip evacuation and
reduce thrust load.

TE - Outer corner

Big negative chamfer for higher performance on
cast iron machining.

TE - Chisel edge

Big size chisel allows high feedrate machining and
best centering features.

E52
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF
PVD: Physical vapor deposition
DEX
5
-] [=a)
. g S
DEX drill s n
= (=]
* GP geometry is for general purpose use, SC | SR ™A, | @y 1= choce () sutable =
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, medum et @ o Osuiave @
FT is for making flat-bottom holes ot | 3 1 choce D sutable| £
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
e Diameters out of catalogue can be made .
upon request =
. . . DC =
o Step drill (step on the drill head or with M S
i i BCH SIG =
chamfer insert on the drill body) or 1.5 and 70 <
12xD available upon requests |t PL 160
I LF
KCH
S
=
2
Designation DC | KCH | BCH | PL LF Stock %
a T 200 DEX2000-TE 20 30 | 2 364 79 @ ';
g - DEX2050-TE 205 | 30 21 373 787 | O
£ a8 DEX2070-TE 207 | 30 |21 377783 @
w
== DEX2080-TE 20.8 | 30 21 1379 781 @
o TE 214 DEX2100-TE 21 30 | 21 38828 @ e
2 DEX2150-TE 215 1 30 22 1391 1819 @ §
2 __ih =
= ; ’ DEX2170-TE 21.7 1 30 22 1393 817 ® i
= .
= DEX2180-TE 21.8 1 30 22 1394 816 @ <
a Te 2[4 DEX2200-TE 2 30 |22 4 [87 e
£ DEX2250-TE 225 30 | 23 409 861 @
2 __ iR
= " &}
& E
=
s
a
a TE 23 K| DEX2300-TE 23 30 23 1 418 912 | ®
£ DEX2350-TE 235 30 | 24 428902 ®
2 __ i
w
oc
S
=
-
a Te 244 DEX2400-TE 24 | 30 24 436 954 ® =
£ DEX2450-TE 245 30 | 25 446 944 @ =
o __ i w
E )
w
oc

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

w
e
=
S
177}
w
&
TE - Gash geometry TE - Outer corner TE - Chisel edge g
w
[22)
2
[+ =
=
w
o
::
Gashing design allows good chip evacuation and Big negative chamfer for higher performance on Big size chisel allows high feedrate machining and !
reduce thrust load. cast iron machining. best centering features. ©
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF
PVD: Physical vapor deposition
DEX
w
o
i 2
DEX drill =
=
* GP geometry is for general purpose use, SC | SR ™A, | @y 1= choce () sutable
geometry is more featured for stainless, and | gengral machining
i ¢ 1% choi itabl
TE geometry is more featured for cast iron, medum et @ s Qi) @
FT is for making flat-bottom holes ot | 3 1 choce D sutable| 5
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o  Diameters out of catalogue can be made
= upon request
:‘:_: o Step drill (step on the drill head or with BCH M
= chamfer insert on the drill body) or 1.5 and
12xD available upon requests PL 160
\,\
KCH
S
=
2
% Designation DC | KCH | BCH | PL Stock
= DEX2500-TE 25 30 | 25 | 455199 @
. g 254
= DEX2550-TE 255 | 30 | 26 | 464 986 ®
2 _ g
< )
w
oc
2 a2 TE 264 DEX2600-TE 26 30 | 26 | 473 1986 @
3 2
g E i
S = :
(&} o
* 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
S
=
—
=
=
a

[}
=
-
=
=
a
'
w

w

w

[~

=)

177]

w

&

;—E TE - Gash geometry TE - Outer corner TE - Chisel edge
o

[22)

2

[~ =

=

w

o

::

! Gashing design allows good chip evacuation and Big negative chamfer for higher performance on Big size chisel allows high feedrate machining and

© reduce thrust load. cast iron machining. best centering features.
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF | HF | HF
PVD: Physical vapor deposition
DEX PVD |PVD | PVD
L
w e w» =
N ™ &N
i 225 =3
DEX drill L LL n
= == =)
* GP geometry is for general purpose use, SC | SR ™, | @y 1< crace (D) sutatle | () O =
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, regumcit @ 1eroee Owie @) @ @
FT is for making flat-bottom holes ot | 3 1 choce £ D sutabe o
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
 Diameters out of catalogue can be made 55 | 55 -
upon request 160 160 160 g
o Step drill (step on the drill head or with BCH M gg 5
chamfer insert on the drill body) or 1.5 and &0 <
12xD available upon requests PL 1 40 140
K"
KCH
S
=
2
Designation DC | KCH | BCH | PL Stock %
S| FT 10[AMEA | DEXI000-FT 10 | 38 025178 | 442 o =
= 035 @
DEX1050-FT 105 | 38 0.25- 1.88 | 432 (@]
0.35
= FT 1ML B0 11| 38 [025-]198 ] 462 o g
. 0.35 §
7, DEX1150-FT 115 | 38 |0.25-| 2.08 | 4.52 ® 5
0.35 !
(]
= FT 12[AMEA | DEX1200-FT 12 | 38 025|218 | 482 o
5 0.35
DEX1250-FT 125 | 38 |0.25-| 227 | 473 (@]
0.35 )
! =1
=
s
a
= FT 13[AMEA | DEXI300-FT 13 | 38 025|237 | 523 o
=5 0.35
DEX1350-FT 135 | 38 |0.25-| 246 | 5.14 [ ]
0.35
S
=
S FT 14[AMEA DEXM00-FT 14 | 38 |025-| 255 | 555 o =
=) 035 5
!! DEX1450-FT 145 | 38 025 | 264 | 546 e} w
0.35

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

w
e
[~=
S
177}
w
wl
=)
Q
A CUTTING CONDITIONS <I':
[V
w
2
[+ =
=
w
S
Please reduce cutting speed and feed rate by 20% %
when using flat type drilling heads. '
[3-]
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DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF | HF | HF
PVD: Physical vapor deposition
DEX PVD PVD | PVD
Ww e w»
N ™ &
i 285
DEX drill L LEL
- ==
* GP geometry is for general purpose use, SC | S ™S, | @y 1< crace (D) sutatle | () O
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, resun o | @ 1ere Qe @ | @ | @
FT is for making flat-bottom holes ot | 3 1 choce £ D sutabe &5
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o  Diameters out of catalogue can be made 55 55
= upon request 160 160 | 160
E o Step drill (step on the drill head or with BCH M gg
= chamfer insert on the drill body) or 1.5 and P
12xD available upon requests PL 140
< [LF
‘ I
KCH
S
=
=
% Designation DC | KCH | BCH | PL Stock
s = FT 15[AMIA | DEXIS0-FT 15 | 38 |025- 273 597 o
@ = 035
DEX1550-FT 155 | 38 0.25- 2.82 | 588 (@]
0.35
E = FT 16LAMEY | DEXIGOO-FT 16 | 38 |025- 291 589 o
S 3 0.35
= v DEX1650-FT 65| 38 025 3 58 °
' 0.35
(&}
FT 16 DEX1670-FT - - - - - O
- ﬁ
=
— -
=
S
a
= FT 17 EAMIAE DEX1700-FT 17 38 |0.25- 3.09 | 6.81 (oG]
= 035
= .
DEX1750-FT 175 | 38 |0.25-| 318 | 6.72 O
0.35
: DEX1780-FT 178 | 38 0.25- 3.24 | 6.66 (@]
0.35
S
=
2 = FTig[AMEY  DEEAT 18 | 38 1025|328 | 7.22 °
=] e 0.35
w g! DEX1850-FT 185 | 38 | 0.25-| 337 | 7.13 e}
0.35

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

w

w

[~

=)

177]

w

[¥¥}

=)

Q

<F A CUTTING CONDITIONS
[V

w

2

[~ =

=

w

<

% Please reduce cutting speed and feed rate by 20%

' when using flat type drilling heads.
3]

E56 nidkoroo.s | SORMA CUTTING SOLUTIONS



DRILLING Indexable inserts - DEX %SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF | HF | HF
PVD: Physical vapor deposition
DEX PVD |PVD | PVD
w
w e w» =
N &
. @0 @ N §
w» W w»
DEX drill L LL n
=== =)
* GP geometry is for general purpose use, SC | SR ™, | @y 1< crace (D) sutatle | () O =
geometry is more featured for stainless, and | gengral machining
i ¢ 1% choi itabl
TE geometry is more featured for cast iron, medum et @ v Osice @ @ @
FT is for making flat-bottom holes ot | 3 1 choce £ D sutabe o
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
 Diameters out of catalogue can be made 55 | 55 -
upon request 160 160 160 g
o Step drill (step on the drill head or with BCH M gg E
chamfer insert on the drill body) or 1.5 and & <
12xD available upon requests PL 1 40 140
k‘
KCH
S
=
2
Designation DC | KCH | BCH | PL Stock %
= FT 19[IMIA  DEXIS-F 19 | 38 025 346 | 7.54 ° =
= 035 @
DEX1950-FT 195 | 38 | 0.25- 355 | 7.45 (@]
0.35
= FT 20[AMEY | DEX2000-FT 20 | 38 |0.25-] 364 | 7.96 ° g
3 0.35 S
[=)
DEX2050-FT 205 | 38 |0.25-| 373|787 (@] 5
0.35 &
= FT 21 [EAMEA  DEX2I00-T 21 | 38 [0.25-] 382 | 8.28 °
5 0.35
DEX2150-FT 215 | 38 |0.25-] 391 | 819 (@]
0.35 °
: 5
=
s
a
= T 2[@AME  DEX200- 2 38 [025-] 4 |87 @ A
=5 0.35
DEX2250-FT 225 | 38 |0.25-| 4.09 | 861 O
0.35
S
=
= FT 23[AMEA  DEXS0-T 23 38 025-] 418 | 9.12 ® =
=) 035 5
n DEX2350-FT 235 | 38 025|428 | 9.02 e} w
0.35

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

(%)
B
==
o
72}
(7]
[¥¥)
Q
=}
<
'
[*8

G - SPARE PARTS
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F - ACCESSORIES

G - SPARE PARTS

DRILLING

Indexable inserts - DEX

¢, SORMA

DIAMOND & CUTTING TOOLS

HF: Micrograin tungstein carbide | HF | HF | HF
PVD: Physical vapor deposition
D Ex PVD PVD | PVD
w o W
N &
i 225
DEX drill L LEL
== =
* GP geometry is for general purpose use, SC | SR ™, | @y 1< crace (D) sutatle | () O
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, resun o | @ 1ere Qe @ | @ | @
FT is for making flat-bottom holes ot | 3 1 choce £ D sutabe &5
© Can fit with 3xD, 5xD or 8xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
 Diameters out of catalogue can be made 55 55
upon request 160 160 160
o Step drill (step on the drill head or with BCH M gg
chamfer insert on the drill body) or 1.5 and &0
12xD available upon requests }7 140
\"
KCH
Designation DC | KCH | BCH | PL Stock
= FT 24[AMEA | DEX2400-T 24 | 38 |025- 436 9.54 °
= 035
[V N
DEX2450-FT 245 | 38 0.25- 4.46 | 9.44 (@]
0.35
S FT o5 [AMEA | DEX2S00-FT 25 | 38 |025- 455 9.95 °
& 035
[V .
7, DEX2550-FT 255 | 38 |0.25-| 464 | 9.86 (@]
0.35
= FT20EIMET DB 26 38 |025- 473 9.86 °
fre 0.35

% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
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DRILLING Parameters - cutting speed - DEX ¢/SORMA

DIAMOND & CUTTING TOOLS

‘ IS0 513 ‘ MATERIAL HARDNESS) | ~ JPS630 ~ JP5725
HB min | start | max | min | start | max w
3xD - 5xD 80 120 160 80 120 160 E’
P1- P2 Free cutting steel and low carbon <200 8D 65 100 135 65 100 135 §
(ex. 1.0715/9 smn 28/avp, 1.0503/c45) I.IQJ
12xD 69) 85 115 55) 85 115 =
3xD - 5xD - 60 90 120
Medium and high alloy steel . i
BRI (o, 17225742 Crho 4, 1.3505/100 Cr 6) 200300 80 50 s 100
12xD = 40 60 80
3xD - 5xD - 40 60 80 o
High tensile strength and tool steel . i =
LR (e 12344 40 CrMoV 5 1/ORVAR, Hardodoo®) 00400 B0 80 6 5
120 - 30 40 50 B
IS0 513 MATERIAL SIS L/D . JP5630
HB min | start | max
3xD - 5xD 60 80 100
Ferritic and martensitic stainless steel
P7 (ex. 1.4021/X 20 Cr 13/AISI420) =20 ol e = & .
12xD 40 55 70 é
30-50 30 40 50 &
Precipitation hardening stainless steel i
P8 (ex. 1.4548/X 5 CrNICUND 17 4/17-4-PH) SaRL ol & & ® @
12xD 25 30 35
3xD - 5xD 40 60 80
Austenitic stainless steel
M1 1 4305 10 ois 18 9/AISI303) >200 ) 80 3 50 65
12xD 30 40 50 2
=
3xD - 5xD 30 50 70 §
Austenitic and Duplex stainless steel ©
M2 -M3 (" 41015 cvivo 17 12 2/Si316) 0 % 40 % o
1260 20 35 50
150 513 MATERIAL HARDNESS| | ~ JPS725 ~ JP7625
HB min | start | max | min | start | max
30-50 80 110 140 | 100 130 160
Grey cast iron . 2]
(ex. 0.6025/GG 25/EN-GJL-250) 150 + 250 8xD 70 90 110 80 100 120 %
12xD 60 80 100 70 90 110 =
3xD - 5xD 80 100 120 100 120 140 =
Nodular cast iron .
(ex. 0.7050/GGG 50/EN-GJS-500-7) 150 + 350 8xD 70 90 110 80 100 120
12xD 60 80 100 70 90 110

Complete workpiece materials p. H1.

1]
—
)
=
o=
a
]
w

F - ACCESSORIES

G - SPARE PARTS
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DRILLING Parameters - feed rate - DEX %SORMA

DIAMOND & CUTTING TOOLS

‘ 05 ‘ — #ADIESS o DC10.00+1099 | DC11.00+11.99  DC12.00 + 12.99

HB min | start | max | min | start | max | min | start | max

30-50 | 010 016 022 | 010 017 024 | 012 019 026

P1-P2 (Fgfefgt;;”g/gt‘;ﬁq' :’;%/'g‘v“;c?rg‘;%s /o45) <200 80 008 013 018 008 014 020 | 010 015 020

120 - - 008 013 018

30-50 | 012 019 026 | 012 020 028 | 014 022 030

(“gfd;“;”ég‘} 4";9&;"/"';’{1’32"‘_93'505 H00C16) 200300 8D 010 015 020 010 016 022 | 011 017 023

120 : : 010 015 020

o 30-5D 012 018 024 | 012 019 026 014 021 028

g '('gghﬁ‘;”;"'z /)s(‘;eggé:‘,\:;\;’ ;"f}g;ﬁa Hadouoo)  S00+400 8O 010 014 018 010 015 020 | 011 016 021

B 120 . s 010 014 018

30-50 | 011 015 019 | 011 016 021 | 013 018 023

P7 '(:;Xrl”}izg';q Eaz%eg?qg/s/ﬁsl%sg) steel <200 80 009 014 015 009 013 017 | 011 015 019

120 : : 009 012 015

o 30-5D 009 014 019 | 009 015 021 011 016 021

E P8 (Perfcqpﬁgt‘"‘g};‘f_)rgermg%;‘;"{‘ff;;ei'PH} <450 0 007 011 015 | 007 012 017 | 009 043 017

= 120 - - 008 011 014

= 30-5D0 010 014 018 | 010 015 020 012 016  0.20

M1 é‘ff’l{ggg}?ﬂ'gsérﬁfsez & /IS0 > 200 80 008 011 014 008 012 016 | 010 013  0.16

120 = : 008 011 0.4

. 30-50 | 010 013 016 | 010 014 018 | 012 015 0.8

g M2 - M3 glisfﬂgfffgg‘?mfﬁ'g'ﬁ?;}2%'61 . 80 008 010 012 008 011 014 | 010 012 014

5 120 - - 008 010 012

o 30-50 | 014 022 030 | 014 024 034 | 016 026 036

Z;eyocgztzgfl’ge e 150+250 80D 011 018 025 011 019 027 | 012 020 028

120 : : 011 018 025

30-5D 012 018 024 | 012 020 028 013 021 029

g Zidg'?oéag}e'g’g S/E IS 5001 150350 8D 010 015 020 010 016 022 | 011 017 023

= 1240 - - 009 014 019
[=]

Complete workpiece materials p. M1.
(fn: mm/rev)

[}
—
-
=
=
a
'
w

F - ACCESSORIES
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DRILLING Parameters - feed rate - DEX

%DIAMOND & CUTTING TOOLS

DC 13.00 + 13.99

min | start | max

DC 14.00 + 14.99

min | start | max

DC 15.00 + 16.99

min | start | max

DC 17.00 + 19.99

min | start | max

DC 20.00 + 22.99

min | start | max

DC 23.00 + 26.00

min | start | max

0.12 0.20 0.28
0.10 0.16 0.22
0.08 0.14 0.20

0.16 0.23 0.30
0.12 0.18 0.24
0.1 0.16 0.21

0.16 0.25 0.34
0.12 0.20 0.28
0.11 0.17 0.23

0.16 0.29 0.42
0.12 0.23 0.34
0.11 0.20 0.29

0.20 0.32 0.44
0.16 0.26 0.36
0.14 0.22 0.30

0.20 0.34 0.48
0.16 0.27 0.38
0.14 0.24 0.34

0.14 0.23 0.32
0.1 0.18 0.25
0.10 0.16 0.22

0.18 0.26 0.34
0.14 0.20 0.26
0.13 0.18 0.23

0.18 0.29 0.40
0.14 0.23 0.32
0.13 0.20 0.27

0.18 0.33 0.48
0.14 0.26 0.38
0.13 0.23 0.33

0.24 0.37 0.50
0.20 0.30 0.40
0.17 0.26 0.35

0.24 0.40 0.56
0.20 0.32 0.44
0.17 0.28 0.39

0.14 0.22 0.30
0.1 0.17 0.23
0.10 0.15 0.20

0.18 0.25 0.32
0.14 0.20 0.26
0.13 0.17 0.21

0.18 0.28 0.38
0.14 0.22 0.30
0.13 0.20 0.27

0.18 0.32 0.46
0.14 0.25 0.36
0.13 0.23 0.33

0.24 0.36 0.48
0.20 0.29 0.38
0.17 0.25 0.33

0.24 0.38 0.52
0.20 0.31 0.42
0.17 0.27 0.37

0.13 0.19 0.25
011 0.16 0.21
0.09 0.13 0.17

0.17 0.22 0.27
0.14 0.18 0.22
0.12 0.15 0.18

0.17 0.24 0.31
0.14 0.19 0.24
0.12 0.17 0.22

017 0.27 0.37
0.14 0.22 0.30
0.12 0.19 0.26

0.22 0.31 0.40
0.18 0.25 0.32
0.15 0.21 0.27

0.22 0.32 0.42
0.18 0.26 0.34
0.15 0.22 0.29

0.1 0.17 0.23
0.09 0.14 0.19
0.08 0.12 0.16

0.15 0.20 0.25
0.1 0.16 0.21
0.09 0.13 0.17

0.15 0.22 0.29
0.12 0.17 0.22
0.10 0.15 0.20

0.15 0.25 0.35
0.12 0.20 0.28
0.10 0.17 0.24

0.19 0.28 0.37
0.15 0.22 0.29
0.13 0.19 0.25

0.19 0.29 0.39
0.15 0.23 0.31
0.13 0.20 0.27

0.12 0.17 0.22
0.10 0.14 0.18
0.08 0.12 0.16

0.16 0.20 0.24
0.12 0.16 0.20
0.1 0.14 017

0.16 0.22 0.28
0.12 0.17 0.22
0.1 0.15 0.19

0.16 0.25 0.34
0.12 0.19 0.26
011 0.17 0.23

0.20 0.28 0.36
0.16 0.22 0.28
0.14 0.20 0.26

0.20 0.29 0.38
0.16 0.23 0.30
0.14 0.21 0.28

0.12 0.16 0.20
0.10 0.13 0.16
0.08 0.11 0.14
0.16 0.28 0.40
0.12 0.22 0.32
0.11 0.19 0.27

0.16 0.19 0.22
0.12 0.15 0.18
0.1 0.13 0.15
0.22 0.32 0.42
0.18 0.26 0.34
0.15 0.22 0.29

0.16 0.20 0.24
0.12 0.16 0.20
0.1 0.14 0.17
0.22 0.35 0.48
0.18 0.28 0.38
0.15 0.25 0.35

0.16 0.23 0.30
0.12 0.18 0.24
0.1 0.16 0.21
0.22 0.40 0.58
0.18 0.32 0.46
0.15 0.27 0.39

0.20 0.26 0.32
0.16 0.21 0.26
0.14 0.18 0.22
0.28 0.45 0.62
0.22 0.36 0.50
0.20 0.32 0.44

0.20 0.27 0.34
0.16 0.22 0.28
0.14 0.19 0.24
0.28 0.48 0.68
0.22 0.38 0.54
0.20 0.34 0.48

0.13 0.22 0.31
0.11 0.18 0.25
0.09 0.15 0.21

0.18 0.26 0.34
0.14 0.20 0.26
0.13 0.18 0.23

0.18 0.28 0.38
0.14 0.22 0.30
0.13 0.20 0.27

0.18 0.32 0.46
0.14 0.25 0.36
0.13 0.23 0.33

0.22 0.36 0.50
0.18 0.27 0.40
0.15 0.25 0.35

0.22 0.38 0.54
0.18 0.30 0.42
0.15 0.26 0.37

Complete workpiece materials p. M1.
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