AGTION

Sistema di foratura ad alte prestazioni con cuspidi intercambiabili

@ @ @ @ @ PRNK|
Plane surface Pipes Hole expansion

Slant surface Concave su rface Convex sur face Half hole

Acquista 3 cuspidi e ottieni il corpo punta allo sconto speciale del 60%

Cuspidi: DEX
Corpi punta: NT-DEX (da @ 10 mm a @ 26 mm)
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DRILLING Family overview - bex [uenmq nidlkoTooLs

TOOLSEEQUIPMENT

nEx nn“.ls High productivity indexable drilling system with exchangeable heads

APPLICATION

| @ 9 €

Plane surface |Concave surface| Convex surface | Stacked plates

1SO APPLICATION FIELDS
EMA

ADVANTAGES AND CHARACTERISTICS

- High reliable quick change indexable drilling system

- Solid drill head with 3D geometry, adapted for high feed rate
and provides high efficiency in machining

- Attracting cost efficiency per hole, good replacement for regrind solid carbide drills

® Drilling bodies

- Weldon shank with internal coolant
Keep under 0.02mm

MAX 0,02 mm
- 3xD and 5xD available from D10 to D26 Center of arbor deviation the maximum deviation
K must be under 0.02mm. between drill and
- Special length (1.5D, 8D and 12D) and 0 workpiece.

stepped body available upon request

Milling machine

® |nserts

- Available D10-26, can make special diameters
or stepped type

- Cemented carbide grades with PVD coatings

- Geometries: GP, SC, TE, FT (flat)

GP @Y SCEM

2}
=
3
=
=
a
|
w

DRILLING HEADS INSTALLATON

FTEIA

Put insert into drill holder.

&

Set wrench into slots on insert flanks.
Slowly turn the wrench clockwise until stop.

E24



DRILLING Holders - oex [uemnE] nidlkoTooLs

TOOLSEEQUIPMENT
3xD //-‘
DEX drill - — ’
 3xD indexable drill body for DEX drill head DCi (:) J DCON /
. Al,l with coollant through N ‘ /
* Different drill heads can fits into the same LB
body, please check MIID column LF -
 Special diameters or stepped type available OAL
upon requests
Designation Stock DC DCON OAL LF LB MIID
NT-DEX-3D D10-S16F [} 10 16 95 47 38 DEX1000
NT-DEX-3D D11-S16F [} 11 16 98 50 39 DEX1100
NT-DEX-3D D12-S16F [} 12 16 104 56 44 DEX1200
NT-DEX-3D D13-S16F [} 13 16 108 60 47 DEX1300
NT-DEX-3D D14-S16F [} 14 16 112 64 50 DEX1400
NT-DEX-3D D15-S20F [ ] 15 20 118 68 53 DEX1500
NT-DEX-3D D16-S20F [} 16 20 122 72 56 DEX1600
NT-DEX-3D D17-S20F [} 17 20 126 76 59 DEX1700
NT-DEX-3D D18-S25F [} 18 25 136 80 62 DEX1800
NT-DEX-3D D19-S25F [} 19 25 140 84 65 DEX1900
NT-DEX-3D D20-S25F [} 20 25 144 88 68 DEX2000
NT-DEX-3D D21-S25F [} 21 25 152 96 75 DEX2100
NT-DEX-3D D22-S25F [} 22 25 157 101 81 DEX2200
NT-DEX-3D D23-S32F [} 23 32 165 105 82 DEX2300
NT-DEX-3D D24-S32F [} 24 32 170 110 86 DEX2400
NT-DEX-3D D25/26-S32F [} 25 32 175 115 89 DEX25/2600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Head wrench
Spare parts
NT-DEX-3D (DC 10+11) NT-WR1011
NT-DEX-3D (DC 12+17) NT-WR1217 g
NT-DEX-3D (DC 18+20) NT-WR1820 %‘
NT-DEX-3D (DC 21+25) NT-WR2126 z
A\ e A\ R e,

30

0 12 16 20 2% 0 12 16 20 2
Drill diameter DC (mm) Drill diameter DC (mm)
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DRILLING Holders - oex [uemnE] nidlkoTooLs

TOOLSEEQUIPMENT
oxD //-‘
DEX drill - — ’
* 5xD indexable drill body for DEX drill head DCi (:) J DCON /
. Al,l with coollant through N ‘ /
* Different drill heads can fits into the same LB
body, please check MIID column LF >
 Special diameters or stepped type available OAL
upon requests
Designation Stock DC DCON OAL LF LB MIID
NT-DEX-5D D10-S16F [} 10 16 116 68 59 DEX1000
NT-DEX-5D D11-S16F [} 11 16 121 73 62 DEX1100
NT-DEX-5D D12-S16F [} 12 16 130 82 70 DEX1200
NT-DEX-5D D13-S16F [} 13 16 136 88 75 DEX1300
NT-DEX-5D D14-S16F [} 14 16 142 94 80 DEX1400
NT-DEX-5D D15-S20F [ ] 15 20 150 100 85 DEX1500
NT-DEX-5D D16-S20F [} 16 20 156 106 90 DEX1600
NT-DEX-5D D17-S20F [} 17 20 162 112 95 DEX1700
NT-DEX-5D D18-S25F [} 18 25 174 118 100 DEX1800
NT-DEX-5D D19-S25F [} 19 25 180 124 105 DEX1900
NT-DEX-5D D20-S25F [} 20 25 186 130 110 DEX2000
NT-DEX-5D D21-S25F [} 21 25 194 138 117 DEX2100
NT-DEX-5D D22-S25F [} 22 25 201 145 125 DEX2200
NT-DEX-5D D23-S32F [} 23 32 211 151 128 DEX2300
NT-DEX-5D D24-S32F [} 24 32 218 158 134 DEX2400
NT-DEX-5D D25/26-S32F [} 25 32 225 165 139 DEX25/2600
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Head wrench
Spare parts
NT-DEX-5D (DC 10+11) NT-WR1011
e NT-DEX-5D (DC 12+17) NT-WR1217
é NT-DEX-5D (DC 18+20) NT-WR1820
E NT-DEX-5D (DC 21+25) NT-WR2126
MINIMUN COOLANT COOLANT FLOW
PRESSURE (bar) A RATE (liter/min)

30

10 12 16 20 2 0 12 16 20 2
Drill diameter DC (mm) Drill diameter DC (mm)
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DRILLING Indexable inserts - pex
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TOOLSEEQUIPMENT
PuD: i s doposton | HF | HF
H e a d s PVD PVD
w W
: 2 5
DEX drill & &
* GP geomelry is for general purpose use, SC | SER NG, @y 1w oice (D) sutavie| () | O)
eometry is more featured for stainless, and i
$E geomyetry is more featured for cast iron, Genem‘”‘n;z?mggi tectoeo Qsutate @ | @
FT is for making flat-bottom holes o 1+ choice D uiabe
© Can fit with 3xD or 5xD 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
o Step drill (step on the drill head or with DC M
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD available upon requests LT 1% &%
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
E‘ GP 1000 [ DEX1000-GP 10 k6 | 140° | 178 | 442 [ ]
E ) DEX1010-GP 10.1 k6 | 140° | 18 44 @]
© DEX1020-GP 10.2 k6 | 140° | 182 | 438 [ ]
DEX1030-GP 10.3 k6 | 140° | 184 | 436 @ | A
DEX1040-GP 104 k6 | 140° | 186 434 @ | A
DEX1050-GP 105 k6 | 140° | 1.88 | 432 [ )
DEX1060-GP 10.6 k6 | 140° | 19 43 (@]
DEX1070-GP 10.7 k6 | 140° | 192 | 428 O
DEX1080-GP 10.8 k6 | 140° | 194 | 426 (@]
DEX1090-GP 10.9 k6 | 140° | 196 | 424 O
3 GP 1100 A DEX1100-GP 1 k6 | 140° | 198 | 462 @ | A
E - 3 DEX1110-GP 1.1 k6 | 140° 2 46 (@]
© DEX1120-GP 1.2 k6 | 140° | 202 | 458 (@]
DEX1130-GP 1.3 k6 | 140° | 204 | 45 @ | A
DEX1140-GP 14 k6 | 140° | 206 | 454 (@]
DEX1150-GP 115 k6 | 140° | 208 | 45 @ | A
DEX1160-GP 11.6 k6 | 140° | 21 45 (@]
DEX1170-GP 1.7 k6 | 140° | 212 | 448 O
DEX1180-GP 1.8 k6 | 140° | 214 | 446 (@]
DEX1190-GP 1.9 k6 | 140° | 216 | 444 (@]

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

GP - Chisel edge

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

GP - Outer corner

in general machining.

Small chamfer for very good edge protection

GP - Gash geometry

Gashing design allows good chip evacuation and
reduce thrust load.

E27
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DRILLING Indexable inserts - pex

uemne)

TOOLSEEQUIPMENT
PuD: i s doposton | HF | HF
H e a d s PVD PVD
w W
: 2 5
DEX drill & &
* GP geomelry is for general purpose use, SC | SER NG, @y 1w oice (D) sutavie| () | O)
eometry is more featured for stainless, and i
$E geomyetry is more featured for cast iron, Genem‘”‘n;z?mggi tectoeo Qsutate @ | @
FT is for making flat-bottom holes o 1+ choice D uiabe
© Can fit with 3xD or 5xD 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
o Step drill (step on the drill head or with DC M
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD available upon requests LT 1% &%
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
E‘ GP 1200 [A[A DEX1200-GP 12 k6 | 140° | 218 | 482 [ ]
E ) DEX1210-GP 121 k6 | 140° | 22 418 @ A
© DEX1220-GP 12.2 k6 | 140° | 222 | 478 @ | A
DEX1230-GP 12.3 k6 | 140° | 224 | 476 @ | A
DEX1240-GP 124 k6 | 140° | 226 474 @ | A
DEX1250-GP 125 k6 | 140° | 227 | 473 @ | A
DEX1260-GP 12.6 k6 | 140° | 229 | 41N [ ]
DEX1270-GP 127 k6 | 140° | 231 | 469 @ | A
DEX1280-GP 12.8 k6 | 140° | 233 | 467 @ | A
DEX1290-GP 129 k6 | 140° | 235 4645 @ | A
3 GP 1300 [A[A DEX1300-GP 13 k6 | 140° | 237 | 523 [ ]
E _ DEX1310-GP 181 k6 | 140°| 238 | 522 | @ | A
© DEX1320-GP 132 k6 | 140° | 24 5.2 [ ]
DEX1330-GP 133 k6 | 140° | 242 | 518 @ | A
DEX1340-GP 134 k6 | 140° | 244 | 516 @ | A
DEX1350-GP 135 k6 | 140° | 246 | 514 [ ]
DEX1360-GP 13.6 k6 | 140° | 247 | 513 @ | A
DEX1370-GP 13.7 k6 | 140° | 249 | 511 [ ]
DEX1380-GP 138 k6 | 140° | 251 | 509 [ ]
DEX1390-GP 139 k6 | 140° | 253 | 507 @ | A

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

GP - Chisel edge

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

GP - Outer corner

Small chamfer for very good edge protection
in general machining.

GP - Gash geometry

Gashing design allows good chip evacuation and
reduce thrust load.

E28
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TOOLSEEQUIPMENT
HF: Mi i bid
PVD: Physical v:;ﬁﬂ;aézgggwt;ug HF | HF
Heads il
w W
N N
DEX dril £ g2
f S5
* GP geomelry is for general purpose use, SC | SER NG, @y 1w oice (D) sutavie| () | O)
geometry is more featured for stainless, and | genral machining
L) 15 choi itabl
TE geometry is more featured for cast iron, ”‘ed'“f” out aoee Qv @ | @
FT is for making flat-bottom holes o 1+ choice D uiabe
o Can fit with 3xD or 5xD DEX drill bodies Dimensions \lso Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
 Diameters out of catalogue can be made 55 55
upon request 160 160
o Step drill (step on the drill head or with DC M
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD availabl 80 | £0
XD available upon requests PLT 140 140
I LF

Designation DC |DCtoll.k SIG | PL LF Stock
EI GP 1400 A DEX1400-GP 14 k6 | 140° | 255 | 555 [ J
E ) DEX1410-GP 1441 k6 | 140° | 257 | 553 [ ]
© DEX1420-GP 142 | k6 | 140° | 258 | 552 [}
DEX1430-GP 143 | k6 | 140° | 26 55 | @ | A
DEX1440-GP 144 | k6 | 140° | 262 | 548 [}
DEX1450-GP 145 | k6 | 140° | 264 | 546 [ J
DEX1460-GP 146 | k6 | 140° | 266 = 544 [ J
DEX1470-GP 147 | k6 | 140° | 268 542 @ A
DEX1480-GP 148 | k6 | 140° | 269 541 @ A
DEX1490-GP 149 | k6 | 140°| 271 | 539 @ A
E GP 1500 [ DEX1500-GP 15 k6 | 140° | 273 | 597 [ J
s | DEXtses-GP 1505 K6 | 140° o)
@ DEX1510-GP 15.1 k6 | 140° | 275 | 595 [ J
DEX1520-GP 152 | k6 | 140° | 277 | 593 [ ]
DEX1530-GP 153 | k6 | 140° | 278 | 592 [}
DEX1540-GP 154 | k6 | 140° | 28 59 | @ | A
DEX1550-GP 155 | k6 | 140° | 282 | 588 [ J
DEX1560-GP 166 |« k6 | 140° | 284 | 586 [ ]
DEX1570-GP 157 | k6 | 140° | 286 584 @ A
DEX1580-GP 168 | k6 | 140° | 288 | 582 [ ]
DEX1590-GP 159 | k6 | 140° | 289 581 @ A

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

GP - Chisel edge

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

GP - Outer corner

Small chamfer for very good edge protection
in general machining.

GP - Gash geometry

Gashing design allows good chip evacuation and
reduce thrust load.

E29
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DRILLING Indexable inserts - pex

nidlkoroo.s

uemne)

TOOLSEEQUIPMENT
PuD: i s doposton | HF | HF
H e a d s PVD PVD
w W
: 2 5
DEX drill & &
* GP geomelry is for general purpose use, SC | SER NG, @y 1w oice (D) sutavie| () | O)
eometry is more featured for stainless, and i
$E geomyetry is more featured for cast iron, Genem‘”‘n;z?mggi tectoeo Qsutate @ | @
FT is for making flat-bottom holes o 1+ choice D uiabe
© Can fit with 3xD or 5xD 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
o Step drill (step on the drill head or with DC M
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD available upon requests LT 1% &%
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
E‘ GP 1600 [ DEX1600-GP 16 k6 | 140° | 291 | 589 [ ]
E ) DEX1610-GP 16.1 k6 | 140° | 293 | 587 [ ]
© DEX1620-GP 16.2 k6 | 140° | 295 | 585 @ | A
DEX1630-GP 16.3 k6 | 140° | 297 | 583 @ | A
DEX1640-GP 16.4 k6 | 140° | 298 | 582 [ ]
DEX1650-GP 16.5 k6 | 140° 3 5.8 [ ]
DEX1660-GP 16.6 k6 | 140° | 302 578 @ | A
DEX1670-GP 16.7 k6 | 140° | 304 | 576 @ | A
DEX1680-GP 16.8 k6 | 140° | 306 574 @ | A
DEX1690-GP 169 k6 | 140°| 308 | 572 | @ | A
3 GP 1700 [A[A DEX1700-GP 17 k6 | 140° | 3.09 | 681 [ ]
E - 3 DEX1710-GP 171 k6 | 140° | 311 | 679 [ ]
© DEX1720-GP 17.2 k6 | 140° | 313 | 677 [ ]
DEX1730-GP 17.3 k6 | 140°| 315 | 677 @ | A
DEX1740-GP 174 k6 | 140° | 317 | 675 @ | A
DEX1750-GP 175 | k6 | 140° | 318 | 6.72 [ )
DEX1760-GP 17.6 k6 | 140° | 32 6.7 [ ]
DEX1770-GP 177 | k6 | 140°| 322 | 668 | @ | A
DEX1780-GP 17.8 k6 | 140° | 324 | 6.66 [ ]
DEX1790-GP 179 k6 | 140°| 326 | 664 | @ | A

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

GP - Chisel edge

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

GP - Outer corner

Small chamfer for very good edge protection
in general machining.

GP - Gash geometry

Gashing design allows good chip evacuation and
reduce thrust load.
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TOOLSEEQUIPMENT
PuD: i s doposton | HF | HF
H e a d s PVD PVD
w W
: 2 5
DEX drill & &
* GP geomelry is for general purpose use, SC | SER NG, @y 1w oice (D) sutavie| () | O)
eometry is more featured for stainless, and i
$E geomyetry is more featured for cast iron, Genem‘”‘n;z?mggi tectoeo Qsutate @ | @
FT is for making flat-bottom holes o 1+ choice D uiabe
© Can fit with 3xD or 5xD 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
o Step drill (step on the drill head or with DC M
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD available upon requests LT 1% &%
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
E‘ GP 1800 [A[A DEX1800-GP 18 k6 | 140° | 328 | 7.22 [ ]
E ) DEX1810-GP 18.1 k6 | 140° | 329 | 721 @ | A
© DEX1820-GP 18.2 k6 | 140° ) 331 | 719 @ | A
DEX1830-GP 18.3 k6 | 140° | 333 | 717 @ | A
DEX1840-GP 184 k6 | 140° ) 335 | 715 @ | A
DEX1850-GP 185 k6 | 140°| 337 | 7.13 [ )
DEX1860-GP 18.6 k6 | 140° | 338 | 7.12 [ ]
DEX1870-GP 18.7 k6 | 140° | 34 71 @ A
DEX1880-GP 18.8 k6 | 140° | 342 | 708 @ | A
DEX1890-GP 189 k6 | 140° | 344 | 7.06 [ ]
3 GP 1900 [A[A DEX1900-GP 19 k6 | 140° | 346 | 754 [ ]
E - 3 DEX1910-GP 19.1 k6 | 140° | 348 | 75 @ | A
© DEX1920-GP 19.2 k6 | 140° | 349 | 751 @ | A
DEX1930-GP 19.3 k6 | 140° | 351 | 749 @ | A
DEX1940-GP 194 k6 | 140° | 353 | 747 @ | A
DEX1950-GP 19.5 k6 | 140° | 355 | 745 @ @ A
DEX1960-GP 19.6 k6 | 140° | 357 | 743 @ | A
DEX1970-GP 197 k6 | 140°| 359 | 741 | @ | A
DEX1980-GP 19.8 k6 | 140° | 36 74 [ ]
DEX1990-GP 199 k6 | 140°| 362 | 738 | @ | A

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

GP - Chisel edge

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

GP - Outer corner

Small chamfer for very good edge protection
in general machining.

GP - Gash geometry

Gashing design allows good chip evacuation and
reduce thrust load.
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DRILLING Indexable inserts - pex

uemne)

TOOLSEEQUIPMENT
HF: Mi i bid
PVD: Physical v[:;;‘;ﬂ(ralljr;:gs(\t;ug HF | HF
Heads gl
w W
N N
DEX drill 22
rl LI
* GP geomelry is for general purpose use, SC | SER NG, @y 1w oice (D) sutavie| () | O)
geometry is more featured for stainless, and | general machining, o )
TE geometry is more featured for cast iron, medum et tectoeo Qsutate @ | @
FT is for making flat-bottom holes o 1+ choice D uiabe
© Can fit with 3xD or 5xD 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
o Step drill (step on the drill head or with DC M
chamfer insert on the drill body) or 1.5/ 8/ SIG 60 60
12xD available upon requests LT 140 140
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
E GP 2000 [A[4 DEX2000-GP 20 k6 | 140° | 364 | 796 @ | A
E PPy DEX2010-GP 20.1 k6 | 140° | 366 | 7.94 [ ]
@ DEX2020-GP 202 k6 | 140° | 368 | 792 @ | A
DEX2030-GP 203 | kb6 | 140° 369 | 791 | @ | A
DEX2040-GP 204 k6 | 140° | 371 | 789 @ | A
DEX2050-GP 20.5 k6 | 140° | 373 | 787 [ ]
DEX2060-GP 20.6 k6 | 140° | 375 | 7.85 [ ]
DEX2070-GP 20.7 k6 | 140° | 377 | 783 @ | A
DEX2080-GP 208 k6 | 140° | 379 | 781 @ | A
DEX2090-GP 209 k6 | 140° | 38 78 [}
E GP 2100 [A[4
= N DEX2100-GP 21 k6 | 140° | 382 | 828 [ ]
w —~
(L}
DEX2150-GP 215 k6 | 140° | 391 | 819 °
5 GP 2200 [A[4
= N DEX2200-GP 22 k6 | 140° 4 8.7 [ ]
= y
S
DEX2250-GP 25 6 140° 409 | 861 °
5 GP 2300 [A[A
= 3 DEX2300-GP 23 k6 | 140° | 418 | 912 @ | A
g ~
DEX2350-GP 235 k6 | 140° | 4.28 | 9.02 [ ]

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

GP - Chisel edge

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

GP - Outer corner

Small chamfer for very good edge protection
in general machining.

GP - Gash geometry

Gashing design allows good chip evacuation and
reduce thrust load.
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DRILLING Indexable inserts - pex [uemnE]

TOOLSEEQUIPMENT
HF: Mi i bid
PVD: Physical v:;ﬁﬂ;aézgggwt;ug HF | HF
Heads gl
w W
N N
DEX dril I
n £ s
* GP geomelry is for general purpose use, SC | SER NG, @y 1w oice (D) sutavie| () | O)
geometry is more featured for stainless, and | general machining, o )
TE geometry is more featured for cast iron, medum et @ e Qo @ @
FT is for making flat-bottom holes o 1+ choice D uiabe
© Can fit with 3xD or 5xD 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
o Step drill (step on the drill head or with DC M
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD availabl Ly
XD available upon requests AL 140 140
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
E‘ GP 2400 [[4
= Py DEX2400-GP 24 k6 | 140° | 436 | 954 @ | A
g —
DEX2450-GP 245 k6 | 140° | 4.46 | 9.44 [ ]
GP 2500 A4
% °° DEX2500-GP 25 k6 | 140° | 455 | 995 [ ]
= . -
(L}
DEX2550-GP 265 | k6 | 140° | 464 | 986 @ | A
DEX2600-GP 26 k6 | 140° | 473 | 9.86 [ ]

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

GP - Chisel edge

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

GP - Outer corner

Small chamfer for very good edge protection
in general machining.

GP - Gash geometry

Gashing design allows good chip evacuation and
reduce thrust load.

E33

E - DRILLING




<]
=
-
=
<
a
|
w

DRILLING Indexable inserts - pex
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uemne)

TOOLSEEQUIPMENT
! ﬂF: Micrograin carbjde HF
PVD: Physical vapour deposition
Heads .
]
: 2
DEX drill £
* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe
eometry is more featured for stainless, and i
$E geomyetry is more featured for cast iron, Genera‘mn:’z?mggi teotis e | @)
FT is for making flat-bottom holes rsaole mnﬂv';‘ggt B 1= choce §5sutavke | 73
© Can fit with 3xD or 5xD 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 DC M gg
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD available upon requests LT
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
1 SC 1000 [AM DEX1000-SC 10 k6 | 140° 178 | 442 @
§ DEX1010-SC 101 k6 | 140°| 18 | 44 | O
% 0 DEX1020-SC 102 kb | 140°| 182 438 @
DEX1030-SC 103 k6 | 140°| 184 436 @
DEX1040-SC 104 kb6 | 140°| 18 434 @
DEX1050-SC 105 k6 | 140°| 188 432 @
DEX1060-SC 106 | k6 | 140°| 19 | 43 | O
DEX1070-SC 107 @ k6 | 140°| 192 428 | O
DEX1080-SC 108 k6 | 140°| 194 426 O
DEX1090-SC 109 k6 | 140°| 196 424 | O
g:’, SC 110 [AM DEX1100-SC 1 k6 | 140° 198 | 462 @
2 DEX1110-SC 11 k6 | 140° | 2 46 | O
% 0 DEX1120-SC 12 kb6 | 140°| 202 458 | O
DEX1130-SC 13 k6 | 140°| 204 45 @
DEX1140-SC 14 kb6 | 140°| 206 454 | O
DEX1150-SC 15 k6 | 140°| 208 45 @
DEX1160-SC 16 kb | 140° | 21 45 | O
DEX1170-SC 17 k6 | 140°| 212 448 | O
DEX1180-SC 18 kb | 140°| 214 446 | O
DEX1190-SC 19 k6 | 140°| 216 444 | O

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SC - Chisel edge

Small size chisel allows perfect balancing between
centering performance and torque level.

SC - Outer corner

Sharp edge for better cutting action and no burr
formation on sticky materials.

SC - Gash geometry

Flutes and gash design ensure fast chip evacuation
and low cutting force on diffi cult to cut materials.
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DRILLING Indexable inserts - pex

uemne)
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TOOLSEEQUIPMENT
! ﬂF: Micrograin carbjde HF
PVD: Physical vapour deposition
Heads "
]
: 2
DEX dril £
* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe
eometry is more featured for stainless, and i
$E geomyetry is more featured for cast iron, Genera‘mn;?’?mggi 1 choco sitade | @
FT is for making flat-bottom holes o 1 choice £ Dutabe| £
© Can fit with 3xD or 5xD 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 DC M gg
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD available upon requests LT
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
&1 SC 1200 [AM DEX1200-SC 12 k6 | 140° 218 | 482 @
§ DEX1210-SC 121 k6 | 140°| 22 48 @
§ 0 DEX1220-SC 122 | kb6 | 140°| 222 478 @
DEX1230-SC 123 k6 | 140°| 224 476 @
DEX1240-SC 124 | k6 | 140°| 226 474 | O
DEX1250-SC 125 k6 | 140°| 227 473 @
DEX1260-SC 126 @ kb6 | 140°| 229 471 | @
DEX1270-SC 127 | k6 | 140°| 231 469 O
DEX1280-SC 128 | k6 | 140°| 233 467 | O
DEX1290-SC 129 | k6 | 140° | 235 4645 O
1 SC 1300 [AM DEX1300-SC 13 k6 | 140° 237 | 523 @
§ DEX1310-SC 131 k6 | 140°| 238 522 @
% 0 DEX1320-SC 132 k6 | 140°| 24 | 52 | O
DEX1330-SC 133 | k6 | 140°| 242 518 | O
DEX1340-SC 134 | k6 | 140°| 244 | 516 | O
DEX1350-SC 135 k6 | 140°| 246 514 @
DEX1360-SC 136 k6 | 140°| 247 513 | O
DEX1370-SC 137 | k6 | 140°| 249 511 | O
DEX1380-SC 138 k6 | 140°| 251 | 509 | O
DEX1390-SC 139 k6 | 140°| 253 507 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SC - Chisel edge

Small size chisel allows perfect balancing between
centering performance and torque level.

SC - Outer corner

Sharp edge for better cutting action and no burr
formation on sticky materials.

SC - Gash geometry

Flutes and gash design ensure fast chip evacuation
and low cutting force on diffi cult to cut materials.
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DRILLING Indexable inserts - pex

nidlkoroo.s

uemne)

TOOLSEEQUIPMENT
! ﬂF: Micrograin carbjde HF
PVD: Physical vapour deposition
Heads .
]
: 2
DEX drill £
* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe
eometry is more featured for stainless, and i
$E geomyetry is more featured for cast iron, Genera‘mn;?’?mggi teotis e | @)
FT is for making flat-bottom holes rsaole mnﬂv';‘ggt B 1= choce §5sutavke | 73
© Can fit with 3xD or 5xD 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 DC M gg
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD available upon requests LT
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
& SC 1400 [AM DEX1400-SC 14 k6 | 140° 255 | 555 @
§ DEX1410-SC 141 | k6 | 140°| 257 553 @
§ 0 DEX1420-SC 142 | k6 | 140°| 258 552 @
DEX1430-SC 143 | k6 | 140°| 26 @ 55 | O
DEX1440-SC 144 | k6 | 140°| 262 548 | O
DEX1450-SC 145 k6 | 140°| 264 546 @
DEX1460-SC 146 @ k6 | 140° | 266 544 @
DEX1470-SC 147 | k6 | 140° | 268 542 O
DEX1480-SC 148 kb6 | 140°| 269 541 @
DEX1490-SC 149 | k6 | 140°| 271 | 539 | O
& SC 1500 [AM DEX1500-SC 15 k6 | 140° 273 | 597 @
§ DEX1510-SC 161 | k6 | 140°| 275 59 @
% 0 DEX1520-SC 152 k6 | 140°| 277 593 @
DEX1530-SC 1563 k6 | 140°| 278 592 @
DEX1540-SC 154 | k6 | 140°| 28 | 59 | O
DEX1550-SC 165 k6 | 140°| 282 58 @
DEX1560-SC 156 = k6 | 140°| 284 58 O
DEX1570-SC 167 | k6 | 140°| 286 584 | O
DEX1580-SC 158 k6 | 140°| 288 58 | O
DEX1590-SC 1569 k6 | 140°| 289 581 | O

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SC - Chisel edge

Small size chisel allows perfect balancing between
centering performance and torque level.

SC - Outer corner

Sharp edge for better cutting action and no burr
formation on sticky materials.

SC - Gash geometry

Flutes and gash design ensure fast chip evacuation
and low cutting force on diffi cult to cut materials.
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DRILLING Indexable inserts - pex

uemne)

nidlkoroo.s

TOOLSEEQUIPMENT
! ﬂF: Micrograin carbjde HF
PVD: Physical vapour deposition
Heads .
]
: 2
DEX drill £
* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe
eometry is more featured for stainless, and i
$E geomyetry is more featured for cast iron, Genera‘mn;?’?mggi teotis e | @)
FT is for making flat-bottom holes rsaole mnﬂv';‘ggt B 1= choce §5sutavke | 73
© Can fit with 3xD or 5xD 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 DC M gg
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD available upon requests LT
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
1 SC 1600 [AM DEX1600-SC 16 k6 | 140° 291 | 589 @
§ DEX1610-SC 161 | k6 | 140°| 293 587 | O
% 0 DEX1620-SC 162 kb6 | 140°| 295 58 @
DEX1630-SC 163 @ k6 | 140°| 297 583 @
DEX1640-SC 164 @ k6 | 140°| 298 58 | O
DEX1650-SC 165 k6 | 140° | 3 58 | @
DEX1660-SC 166 @ k6 | 140°| 302 578 @
DEX1670-SC 167 k6 | 140°| 304 576 O
DEX1680-SC 168 @ k6 | 140°| 306 574 | O
DEX1690-SC 169 = k6 | 140°| 308 572 | O
g:’, SC 1700 [AM DEX1700-SC 17 k6 | 140° 309 681 @
2 DEX1710-SC 171 | k6 | 140° 311 679 @
% 0 DEX1720-SC 172 k6 | 140°| 313 | 677 | O
DEX1730-SC 173 | k6 | 140°| 315 | 675 | O
DEX1740-SC 174 k6 | 140°| 317 | 673 | O
DEX1750-SC 175 k6 | 140°| 318 672 @
DEX1760-SC 176 k6 | 140°| 32 | 67 | O
DEX1770-SC 177 | k6 | 140°| 322 668 @
DEX1780-SC 178 | kb6 | 140°| 324 666 @
DEX1790-SC 179 | k6 | 140°| 326 664 O

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SC - Chisel edge

Small size chisel allows perfect balancing between
centering performance and torque level.

SC - Outer corner

Sharp edge for better cutting action and no burr
formation on sticky materials.

SC - Gash geometry

Flutes and gash design ensure fast chip evacuation
and low cutting force on diffi cult to cut materials.
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DRILLING Indexable inserts - pex

nidlkoroo.s

uemne)

TOOLSEEQUIPMENT
! ﬂF: Micrograin carbjde HF
PVD: Physical vapour deposition
Heads "
]
: 2
DEX dril £
* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe
eometry is more featured for stainless, and i
$E geomyetry is more featured for cast iron, Genera‘mn;?’?mggi 1 choco sitade | @
FT is for making flat-bottom holes o 1 choice £ Dutabe| £
© Can fit with 3xD or 5xD 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 DC M gg
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD available upon requests LT
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
1 SC 1800 [AM DEX1800-SC 18 k6 | 140° 328 | 722 | @
§ DEX1810-SC 181 k6 | 140°| 329 721 @
§ 0 DEX1820-SC 182 k6 | 140°| 331 | 719 | O
DEX1830-SC 183 k6 | 140°| 333 717 @
DEX1840-SC 184 | kb6 | 140°| 335 715 | O
DEX1850-SC 185 k6 | 140°| 337 713 @
DEX1860-SC 186 @ k6 | 140°| 338 712 | O
DEX1870-SC 187 k6 | 140°| 34 71 | O
DEX1880-SC 188 k6 | 140°| 342 708 | O
DEX1890-SC 189 k6 | 140°| 344 706 O
1 SC 1900 [AM DEX1900-SC 19 k6 | 140° 346 754 @
§ DEX1910-SC 191 | k6 | 140°| 348 752 | O
% 0 DEX1920-SC 192 k6 | 140°| 349 751 @
DEX1930-SC 193 k6 | 140°| 351 749 @
DEX1940-SC 194 | k6 | 140°| 353 | 747 | O
DEX1950-SC 195 k6 | 140°| 355 745 @
DEX1960-SC 196 = k6 | 140°| 357 | 743 | O
DEX1970-SC 197 | k6 | 140°| 359 741 @
DEX1980-SC 198 k6 | 140°| 36 74 | O
DEX1990-SC 199 k6 | 140°| 362 738 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SC - Chisel edge

Small size chisel allows perfect balancing between
centering performance and torque level.

SC - Outer corner

Sharp edge for better cutting action and no burr
formation on sticky materials.

SC - Gash geometry

Flutes and gash design ensure fast chip evacuation
and low cutting force on diffi cult to cut materials.
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DRILLING Indexable inserts - pex

uemne)

nidlkoroo.s

TOOLSEEQUIPMENT
HF: Micrograin carbide HF
PVD: Physical vapour deposition
Heads .
o
o
DEX dril g
fi £
* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe
geometry is more featured for stainless, and | general machining, . )
TE geometry is more featured for cast iron, medum et teotis e | @)
FT is for making flat-bottom holes o 1 choice £ Dutabe| £
o Can fit with 3xD or 5xD DEX drill bodies Dimensions \lso Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
 Diameters out of catalogue can be made 55
upon request 160
o Step drill (step on the drill head or with DC M gg
chamfer insert on the drill body) or 1.5/ 8/ SIG
12xD available upon requests LT
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
1 SC 2000 [AM DEX2000-SC 20 k6 | 140° | 364 | 796 @
[+~
2 DEX2010-SC 20.1 k6 | 140° | 366 | 794 O
-
% DEX2020-SC 202 k6 | 140° | 368 | 792 | O
DEX2030-SC 203 | k6 | 140° 369 | 791 O
DEX2040-SC 204 k6 | 140° | 371 | 789 | O
DEX2050-SC 205 | k6 | 140° 373 | 787 @
DEX2060-SC 20.6 k6 | 140° | 375 | 785 | O
DEX2070-SC 20.7 k6 | 140° | 377 | 783 O
DEX2080-SC 208 k6 | 140°| 379 | 781 | O
DEX2090-SC 209 k6 | 140° | 38 78 | O
g:% SC 2100 [AM
2 DEX2100-SC 21 k6 | 140° | 382 | 828 @
; -
S
DEX2150-SC 215 k6 | 140° | 391 | 819 @
&1 SC 22 M
g <0 DEX2200-5C 2 6 W 4 87| e
= -
o
= DEX2230-SC 223 k6 | 140° (@]
DEX2250-SC 225 k6 | 140° | 409 | 861 @
§ SC 2300 [AM
= DEX2300-SC 23 k6 | 140° ) 418 | 912 @
; -
o
-
DEX2350-SC 235 | k6 | 140° ) 428 | 902 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SC - Chisel edge

Small size chisel allows perfect balancing between
centering performance and torque level.

SC - Outer corner

Sharp edge for better cutting action and no burr
formation on sticky materials.

SC - Gash geometry

Flutes and gash design ensure fast chip evacuation
and low cutting force on diffi cult to cut materials.
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DRILLING Indexable inserts - pex

uemne)

TOOLSEEQUIPMENT

nidlkoroo.s

Heads

DEX drill

HF: Micrograin carbide HF
PVD: Physical vapour deposition

e 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 or 5xD 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/ 8/
12xD available upon requests

PVD
[
(3]
(-]
wH
B
-
S @ rmie Qs
e @1 Ouine| @
Unstablemhag‘jl;‘ggé “W%hoice Q:Esuitab\e @
Dimensions 10 Ve(m/min) - suggested cutting speed range (bold: 1+ choice)
55
160
o6 30
—_— M
SIG

PL Y

Designation DC |DCtoll.k SIG | PL LF Stock

§ SC 2400 [AM
2 DEX2400-SC 24 k6 | 140° | 436 954 @
=
S

DEX2450-SC 245 | k6 | 140° | 446 | 944 @
&/ 8C 25 M
§ ah DEX2500-SC 25 k6 | 140° 455 | 995 @
[V
g
= DEX2550-SC 255 k6 | 140° | 464 986 @

DEX2600-SC 26 k6 | 140° | 473 | 98 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SC - Chisel edge

Small size chisel allows perfect balancing between
centering performance and torque level.

SC - Outer corner

Sharp edge for better cutting action and no burr
formation on sticky materials.

SC - Gash geometry

Flutes and gash design ensure fast chip evacuation
and low cutting force on diffi cult to cut materials.
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DRILLING Indexable inserts - pex [lIBmIIE] nidkoTooLs

TOOLSEEQUIPMENT
HF: Micrograin carbide HF
PVD: Physical vapour deposition
Heads "
w
o
DEX drill £
fi s
* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe
geometry is more featured for stainless, and | general machining, o )
TE geometry is more featured for cast iron, medum et @ e Osutaoe @
FT is for making flat-bottom holes e oot 3 1< ooice § B sutabie| §73
© Can fit with 3xD or 5xD DEX drill bodies Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
 Diameters out of catalogue can be made
upon request
o Step drill (step on the drill head or with DC M
chamfer insert on the drill body) or 1.5/ 8/ SIG 7
12xD available upon requests LT 160
ILF
Designation DC |DCtoll.k SIG | PL LF Stock
8 TE100[d DEX1000-TE 10| k6 | 140°| 178 | 442 @
[
S y
= ) DEX1020-TE 10.2 k6 | 140° | 182 438 @
w
o
DEX1030-TE 10.3 k6 | 140° | 184 | 436 @
DEX1050-TE 10.5 k6 | 140° | 183 | 432 @
@ TE 1100 [4
I a DEX1100-TE 1 k6 | 140° | 198 462 @
w
[
DEX1150-TE 115 k6 | 140° | 208 452 @
c"o_% TE 1200 [4
I s DEX1200-TE 12 k6 | 140° | 218 | 48 @
w
o~
DEX1250-TE 125 k6 | 140° | 227 | 473 @
S
=
@ TE 1300 [ %‘
I a DEX1300-TE 13 k6 | 140° | 237 | 523 @ =
E »
w
o~
DEX1350-TE 135 k6 | 140° | 246 514 @
@ TE 1400 [
S | DEX1400-TE 14 k6 | 140° | 255 | 555 | @
w
o~
DEX1450-TE 145 k6 | 140° | 264 | 546 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

TE - Chisel edge TE - Outer corner TE - Gash geometry

Big size chisel allows high feedrate machining and Big negative chamfer for higher performance on Gashing design allows good chip evacuation and
best centering features. cast iron machining. reduce thrust load.
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DRILLING Indexable inserts - pex [lIBmIIE] nidkoTooLs

TOOLSEEQUIPMENT
HF: Micrograin carbide
PVD: Physical vapour deposition HF
Heads .
w
o
DEX dril £
ri s
* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe
geometry is more featured for stainless, and | genral machining
g, 15 choi jtabl
TE geometry is more featured for cast iron, med'“f" i @ Ouiane| @
FT is for making flat-bottom holes e oot 3 1< ooice § B sutabie| §73
o Can fit with 3xD or 5xD DEX drill bodies Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
 Diameters out of catalogue can be made
upon request
o Step drill (step on the drill head or with DC M
chamfer insert on the drill body) or 1.5/ 8/ SIG 7
12xD available upon requests LT 160
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
S TE15
5::5 [ DEX1500-TE 15 k6 | 140° | 273 | 597 @
S y
E »
& DEX1550-TE 155 k6 | 140° 282 588 @
DEX1580-TE 168 | k6 | 140° | 288 | 58 O
LE) TE 1600 [4
= DEX1600-TE 16 k6 | 140° | 291 | 58 @
=
w
o
DEX1650-TE 165 | k6 | 140°| 3 58 | @
LE) TE 1700 [d
= DEX1700-TE 17 k6 | 140° | 309 @ 681 @
=
w
o~
DEX1750-TE 175 | k6 | 140°| 318 | 672 @
[£2)
=
=1 2 TE 1800 [
oc o
= = DEX1800-TE 18 k6 | 140°| 328 | 722 @
w =
]
o~
DEX1850-TE 185 | k6 | 140°| 337 | 713 @
LEJ TE 1900 [4
= DEX1900-TE 19 k6 | 140° | 346 754 @
=
w
o
DEX1950-TE 195 | k6 | 140° | 355 | 745 @
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
TE - Chisel edge TE - Outer corner TE - Gash geometry
Big size chisel allows high feedrate machining and Big negative chamfer for higher performance on Gashing design allows good chip evacuation and
best centering features. cast iron machining. reduce thrust load.
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DRILLING Indexable inserts - pex [lIBmIIE] nidkoTooLs

TOOLSEEQUIPMENT
HF: Micrograin carbide
PVD: Physical vapour deposition HF
Heads .
w
o
DEX dril £
fi s
* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe
geometry is more featured for stainless, and | genral machining
i ¢ 1% choi itabl
TE geometry is more featured for cast iron, med'“f"“‘ @ oo Qi @
FT is for making flat-bottom holes rstvle mhae?:\;;‘ggt B 1= choce §5sutavke | 73
o Can fit with 3xD or 5xD DEX drill bodies Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
 Diameters out of catalogue can be made
upon request
o Step drill (step on the drill head or with DC M
chamfer insert on the drill body) or 1.5/ 8/ SIG 7
12xD available upon requests LT 160
I LF
Designation DC |DCtoll.k SIG | PL LF Stock
3| TE 20
gué oL DEX2000-TE 20 k6 | 140° | 364 796 @
S Y
2 e
E »
&= ‘ DEX2050-TE 20.5 k6 | 140° ) 373 | 787 @
DEX2070-TE 20.7 k6 | 140° | 377 | 783 O
LE) TE 2100 [4
§ o DEX2100-TE 21 k6 | 140° 382 828 @
E I
&
DEX2150-TE 215 | k6 | 140°| 391 819 @
LE) TE 2200 [
§ o DEX2200-TE 22 k6 | 140° 4 87 | @
E &
&
DEX2250-TE 225 | k6 | 140°| 409 861 @
S
=
S TE 2300 =
o oc
£ | DEX2300-TE 28 K6 | 140° | 418 912 | @ S
[ e w
: ‘
w
o~
DEX2350-TE 235 k6 | 140°| 428 902 @
LEJ TE 2400 [
E, Y DEX2400-TE 24 k6 | 140° | 436 | 954 @
w
o
DEX2450-TE 245 k6 | 140° | 446 944 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

TE - Chisel edge TE - Outer corner TE - Gash geometry

Big size chisel allows high feedrate machining and Big negative chamfer for higher performance on Gashing design allows good chip evacuation and
best centering features. cast iron machining. reduce thrust load.
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DRILLING Indexable inserts - pex

uemne)

TOOLSEEQUIPMENT

nidlkoroo.s

Heads

DEX drill

HF: Micrograin carbide HF
PVD: Physical vapour deposition

JP7625

e 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 or 5xD 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/ 8/
12xD available upon requests

. T

Genera\mn;?j?mwggé ‘1" choice @suitable

o e

U mﬁg&;‘gg& “ 1 choice é:; suitable

Dimensions \lso Ve(m/min) - suggested cutting speed range (bold: 15 choice)
b M
SIG
70
PL Y 160
I LF

Designation DC |DCtoll.k SIG | PL LF Stock
2 TE 25
2] - DEX2500-TE %5 | K6 | 140°| 455 | 995 @
S g
2 -
& DEX2550-TE 255 | kb | 140° 464 98 @
DEX2600-TE 26 k6 | 140° | 473 | 986 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

TE - Chisel edge

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

TE - Outer corner

Big negative chamfer for higher performance on
cast iron machining.

TE - Gash geometry

Gashing design allows good chip evacuation and
reduce thrust load.
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DRILLING Indexable inserts - pex [llemlIE] nidkoTooLs

TOOLSEEQUIPMENT

HF: Micrograin carbide
PVD: Physical vapour deposition HF | HF

Heads PVD PVD
DEX drill

* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe

geometry is more featured for stainless, and | general machining, e () suabe
TE geometry is more featured for cast iron, el i

€@ O JP5625
€@ O JP5725

FT is for making flat-bottom holes o 1+ choice D uiabe
* Can fit with 3xD or 5xD DEX drill bodies Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1 choice)
* Diameters out of catalogue can be made 55 55

upon request 160 160
o Step drill (step on the drill head or with DC M

chamfer insert on the drill body) or 1.5/ 8/ SIG ‘

12xD available upon requests PL 'T - E‘% &%

LF

Designation DC |DCtoll.k SIG | PL LF Stock
2 FT 1000 24
E DEX1000-FT 10 k6 | 140° | 178 | 442 @)
3
[V
DEX1050-FT 105 | k6 | 140° | 188 | 432 @)
2 FT 1100 [
E DEX1100-FT 1 k6 | 140° | 1.98 | 462 @)
3
[V
DEX1150-FT 115 | k6 | 140° | 208 | 452 @)
& FT 1200 [
E DEX1200-FT 12 k6 | 140° | 218 | 482 @)
3
.
DEX1250-FT 125 | k6 | 140° | 227 | 473 @)
S
=
2 FT 1300 [ =1
oc
E DEX1300-FT 13 k6 | 140° | 237 | 523 (@) =
3 w
.
DEX1350-FT 135 | k6 | 140°| 246 514 @ A
2 FT 1400 [
E DEX1400-FT 14 k6 | 140° | 255 | 555 @)
3
.
DEX1450-FT 145 | k6 | 140° | 264 | 546 @)

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

A CUTTING CONDITIONS

Please reduce cutting speed and feed rate by 20%
when using flat type drilling heads.
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DRILLING Indexable inserts - pex [lIBmIIE] nidkoTooLs

TOOLSEEQUIPMENT

HF: Micrograin carbide
PVD: Physical vapour deposition HF | HF

Heads PVD PVD
DEX drill

* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe

geometry is more featured for stainless, and | general machining, e () suabe
TE geometry is more featured for cast iron, el i

€@ O JP5625
€@ O JP5725

FT is for making flat-bottom holes o 1+ choice D uiabe
* Can fit with 3xD or 5xD DEX drill bodies Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1 choice)
* Diameters out of catalogue can be made 55 55

upon request 160 160
o Step drill (step on the drill head or with DC M

chamfer insert on the drill body) or 1.5/ 8/ SIG ‘

12xD available upon requests PL 'T - E‘% &%

LF

Designation DC |DCtoll.k SIG | PL LF Stock
2 FT 1500 [I4
E DEX1500-FT 15 k6 | 140° | 273 | 597 @)
3
[V
DEX1550-FT 165 | k6 | 140° | 282 | 588 @)
&' FT 1600 A
E DEX1600-FT 16 k6 | 140° | 291 | 589 @)
3
[V
DEX1650-FT 165 | k6 | 140°| 3 5.8 @)
& FT 1700 [
E DEX1700-FT 17 k6 | 140° | 3.09 | 6.81 @)
3
.
DEX1750-FT 175 | k6 | 140° | 318 | 6.72 @)
S
=
=1 & FT 1800 [
oc
= E DEX1800-FT 18 k6 | 140°| 328 | 722 @ A
w 3
.
DEX1850-FT 185 | k6 | 140° | 337 | 713 @)
2 FT 1900 [
E DEX1900-FT 19 k6 | 140° | 346 | 754 @ A
=
DEX1950-FT 195 | k6 | 140° | 355 | 745 @)

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

A CUTTING CONDITIONS

Please reduce cutting speed and feed rate by 20%
when using flat type drilling heads.
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DRILLING Indexable inserts - pex [lIBmIIE] nidkoTooLs

TOOLSEEQUIPMENT

HF: Micrograin carbide
PVD: Physical vapour deposition HF | HF

Heads PVD PVD
DEX drill

* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe

geometry is more featured for stainless, and | general machining, e () suabe
TE geometry is more featured for cast iron, el i

€@ O JP5625
€@ O JP5725

FT is for making flat-bottom holes o 1+ choice D uiabe
* Can fit with 3xD or 5xD DEX drill bodies Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1 choice)
* Diameters out of catalogue can be made 55 55

upon request 160 160
o Step drill (step on the drill head or with DC M

chamfer insert on the drill body) or 1.5/ 8/ SIG ‘

12xD available upon requests PL 'T - E‘% &%

LF

Designation DC |DCtoll.k SIG | PL LF Stock
2 FT 2000 [
E DEX2000-FT 20 k6 | 140° | 364 | 796 @ A
2
DEX2050-FT 205 | k6 | 140° | 373 | 787 @)
& FT 2100 [
E DEX2100-FT 21 k6 | 140° | 382 | 828 @ A
2
DEX2150-FT 215 | k6 | 140° | 391 | 819 @)
& FT 2200 [
E DEX2200-FT 22 k6 | 140° | 4 87 | @ | A
3
.
DEX2250-FT 225 | k6 | 140° | 409 | 861 @)
S
=
& FT 2300 [ 3
oc
E DEX2300-FT 23 k6 | 140° | 418 | 9.12 ) =
3 w
.
DEX2350-FT 235 | k6 | 140° | 428 | 9.02 @)
& FT 2400 [
E DEX2400-FT 24 k6 | 140° | 436 | 954 @ A
=
DEX2450-FT 245 | k6 | 140° | 446 | 944 @)

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

A CUTTING CONDITIONS

Please reduce cutting speed and feed rate by 20%
when using flat type drilling heads.
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DRILLING Indexable inserts - pex

nidlkoroo.s

uemne)

TOOLSEEQUIPMENT
HF: Mi i bid
PVD: Physical v:;zi;aézsggwtlus HF | HF
Heads e
w
N &N
DEX dril g e
r s
* GP geomelry is for general purpose use, SC | SER NG, @y 1w oice (D) sutavie| () | O)
geometry is more featured for stainless, and | general machining, - )
TE geometry is more featured for cast iron, ”‘ec"“f” i @1 o Ot @ | @
FT is for making flat-bottom holes o 1+ choice D uiabe
© Can fit with 3xD or 5xD 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
o Step drill (step on the drill head or with DC M
chamfer insert on the drill body) or 1.5/ 8/ SIG ‘ 60 60
i A
12xD available upon requests PLLE o 140 140
[LF
Designation DC DCtoll. SIG = PL LF Stock
& FT 2500 [A4
E DEX2500-FT 25 k6 | 140° | 455 | 99 @ | A
= S/
2
DEX2550-FT 255 k6 | 140° | 4.64 | 9.86 O
DEX2600-FT 26 k6 | 140° | 473 | 986 @ | A

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

A CUTTING CONDITIONS

Please reduce cutting speed and feed rate by 20%
when using flat type drilling heads.
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DRILLING Parameters - cutting speed - pex [lIBmIIE] nidkoTo0.S

TOOLSEEQUIPMENT
‘ IS0 513 ‘ MATERIAL HARDNESS) | ~ JPS630 ~ JP5725
HB min | start | max | min | start | max
3xD - 5xD 80 120 160 80 120 160
Free cutting steel and low carbon
AR (0. 1 0715/9 smn 28/, 1.0508/c45) <20 | &0 65 10 1% 6 100 1%
12xD b 85 115 55) 85 115
3xD - 5xD - 60 90 120
Medium and high alloy steel . i
BRI (o, 17225742 Crhdo 4, 1.3505/100 Cr 6) 200300 80 50 s 100
12xD - 40 60 80
3xD - 5xD - 40 60 80
High tensile strength and tool steel . .
ERRCI (o, 1 2544/ 40 OrMov 5 1/0RVAR, Hardoxdoo®) | 200400 80 % R
12xD - 30 40 50
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) =241 ol e = &
12xD 40 55 70
3xD - 5xD 30 40 50
Precipitation hardening stainless steel
P8 (ex. 1.4548/X 5 CrNICUND 17 4/17-4-PH) S0 ol & & ®
12xD 25 30 35
3xD - 5xD 40 60 80
Austenitic stainless steel
M1 o1 4305 10 ovis 18 9/mISI303) >200 ) 80 % 50 65
12xD 30 40 50
3xD - 5xD 30 50 70
Austenitic and Duplex stainless steel
M2 - M3 (" 41015 cvivo 17 12 2/Si316) &0 % 40 %
12D 20 35 50
150 513 MATERIAL ST - ~ JPS725 ~ JP7625
HB min | start | max | min | start | max
3xD - 5xD 80 110 140 100 130 160
Grey cast iron .
(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 EI
w

Complete workpiece materials p. H1.
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DRILLING Parameters - feed rate - pex [llemlle nidkoTooLs

TOOLSZEQUIPMENT
‘ 1S0 513 ‘ MATERIAL HARDNESS| DF 10.00 = 10.99 Dp 11.00 = 11.99 Dc 12.00 = 12.99
\ HB min | start | max | min | stat | max | min | start | max

3xD - 5xD 0.10 0.16 0.22 0.10 0.17 0.24 0.12 0.19 0.26

Free cutting steel and low carbon
P1-P2 g

(ex. 1.0715/9 smn 28/avp, 1.0503/c45) <200 8xD 0.08 0.13 0.18 0.08 0.14 0.20 0.10 0.15 0.20

12xD = = 0.08 0.13 0.18

3xD - 5xD 0.12 0.19 0.26 0.12 0.20 0.28 0.14 0.22 0.30

P3-P4 Medium and high alloy steel

(ex. 1.7225/42 CiMo 4, 1.3505/100 Cr 6) 200 + 300 8xD 0.10 0.15 0.20 0.10 0.16 0.22 0.1 0.17 0.23

12xD = = 0.10 0.15 0.20

3xD - 5xD 0.12 0.18 0.24 0.12 0.19 0.26 0.14 0.21 0.28

High tensile strength and tool steel
P5- PG [dhlvypoi

(ex. 1.2344/X 40 CrMoV 5 1/0RVAR, Hardox400®) 300 + 400 8xD 0.10 0.14 0.18 0.10 0.15 0.20 0.1 0.16 0.21

12xD = = 0.10 0.14 0.18

3xD - 5xD 0.1 0.15 0.19 0.1 0.16 0.21 0.13 0.18 0.23
P7 Ferritic and martensitic stainless steel

o LA e e <200 | 8D 009 014 015 009 013 017 | 011 015 019
120 - - 009 012 015

30-50 009 014 019 | 009 015 021 | 011 016 021

P8 Zfﬂ%gﬂ%%‘?%?%%;La';‘;ejsms;ei'PH) <450 | 8D 007 oM 015 | 007 012 017 | 009 013 017
120 - - 008 011 014

30-50 010 014 018 | 010 015 020 | 012 016 020

M1 é‘fﬂggg}?ﬂ'?&ﬁgz & 9/AIS303) > 200 ) 008 011 014 008 012 016 | 010 013 0.6
120 - - 008 011 014

3xD - 5xD 0.10 0.13 0.16 0.10 0.14 0.18 0.12 0.15 0.18

Austenitic and Duplex stainless steel
M2 - M3 ¢

(ex. 1.4401/X 5 CrNiMo 17 12 2/AISI316) 8xD 0.08 0.10 0.12 0.08 0.11 0.14 0.10 0.12 0.14

12D ® ° 0.08 0.10 0.12

3xD - 5xD 0.14 0.22 0.30 0.14 0.24 0.34 0.16 0.26 0.36

Grey cast iron

(ex. 0.6025/GG 25/EN-GJL-250) 150 + 250 8xD 0.1 0.18 0.25 0.1 0.19 0.27 0.12 0.20 0.28

12xD = = 0.1 0.18 0.25

3xD - 5xD 0.12 0.18 0.24 0.12 0.20 0.28 0.13 0.21 0.29

Nodular cast iron

(ex. 0.7050/GGG 50/EN-GJS-500-7) 150 + 350 8xD 0.10 0.15 0.20 0.10 0.16 0.22 0.1 0.17 0.23

12xD = = 0.09 0.14 0.19

Complete workpiece materials p. H1.
(fn: mm/rev)
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DRILLING Parameters - feed rate - pex

aemme,

‘TOOLSEEQUIPMENT/

niNKoT00LS

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
0.11 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
013 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
017 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
0.1 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
012 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
0.1 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
0.1 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. H1.

(fn: mm/rev)
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