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relates to the material it is best suited to.

Why Colour Band?

SutfonTools  ® Each colour gives clear assignment of materials,
different choice of tools and applications.

e |nternationally recognised

e All suitable standard tools are identified at a glance

® Rejects are reduced due to correct tool choice.
Selection Made Easy!

m Type UNI Universal use for a wide range of materials,

Use in stainless steels, high-strength steels
B Type VA up to 900 N/mm?2

Use in hard materials
n Type H up to 1400 N/mm?
B Type Al Use in wrought Al alloys, pure-copper

and thermoplastics.

Use in soft materials, free-cutting steels,
: TypeW s alloys.

Use in wrought Al alloys

Application Guide Colour Band Selection

Sutton Tools has made the tool selection for cutting different materials
easy by applying colour coded bands to the shanks of the tools which

o A simplified tool selection lends itself to rationalisation

preferred application: steels up to 1200 N/mm?
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2.0 Stainless Steels 4% R

' d TypeCu and coppers, 4 CuBl ‘TREA FAREEHRIES
m Type GG Use in grey cast iron GG, m 66 2 KD%%QE GG iﬁﬁl [EilippEr=y
brittle plastics, hard bronzes. el e ey SYSR TR
% Elong. Material eg.
Materials HB N/mm? SERE % Lzpekl
1.1 Mild steels, magnetic soft steel SRR MR RR N <200 >200 <400 10 RFe100
1.2 Free cutting, structural, unalloyed SHIN. GHEN <200 >350 <700 30 €10, C15, 5737, ST52
1.3 Plain carbon, low alloyed BN <300 >350 <850 20 €45, €92D, D95-S
1.4 Alloy steels harden. / tempered EEW <250 >500 <850 30
1.5 Alloy steels harden. / tempered EBEW-FARE K <350 >850 <1200 30 #1Mo8, 6CNMoA, KISECAMOTZ-1,
1.6 Hardened, heat treated, high tensile alloy FER . A <420 <1500 12 Soninve
1.7 High tensile 45-50 Rc & XX 45-50 Ree <550 <12
1.8 High Tensile 50-62 Rc & XX 50-62 Re <700 <12 HS2-10-1-8

3.0Castlrons %k

2.1 Free machining S1IH| <250 <850 25 X8CrNiS18-9
2.2 Austenitic BECR <250 <850 20 X5CrNi18-10
2.3 Ferritic + martensitic HEE + BRE <250 <850 20 X20Cr13

4.0 Titaniums ~ $$k

4.1 Pure Titanium

3.1 Lamellar graphite (Grey soft) B ER) <150 <500 10 6610, GG40
3.2 Lamellar graphite (Grey hard) RS (R <300 <1000 10 66640,
3.3 Nodular (spheroidal) graphite & malleable HRBHE . TRES <200 <700 10 aaGs0

<250

<850 20 Ti99.7,Ti99.8

4.2 Titanium alloys

>250

>850 20 TiCu2, TIAIBV4

7.0 Aluminiums %8

5.0 Nickels  $&
5.1 Nickel alloys HEE <250 <850 25
Ni38, Ni54, NiCr16FeTi
5.2 Nickel alloys HEE >250 >850 25
6.0 Coppers  $A
6.1 Pure Copper (electrolytic copper) 4R <120 <400 12 SF-Cu
6.2 Short chip Brass, Phosphor Bronze, gun metal EBERE. B, S5 <200 <700 12 G-CuSn12Ni
6.3 Long chip Brass, Bronze KEBHE. 5 <200 <700 12 6-CuPb20Sn

8.0Plastics %%}

8.1 Plastics, Thermoplastics, Polyethylene

B ABEEE. RZRK

7.1 Aluminium unalloyed ity <100 <350 15 AI99.5
7.2 Magnesium unalloyed paig=3 <150 <350 15 AI99.85Mg0.5
7.3 Al Alloyed Si< 1.5 % PBEE, BEE<15% <120 <500 15 AMg1.5
7.4 Al Alloyed 1.5 % < Si < 10% BEE, BEE>15%<10% <120 <400 10 AISi10Mg
7.5 Al Alloyed > 10% Si HEE, AEE>10% <400 N AISi17Cu4
7.6 Magnesium alloys H$8¢ <400 N MgAI3Zn

<340

ABS, PVC, Polycarbonate

<80 N - T=R- 528 (MBS

www.sutton.com.au



Elongation

ERE

T T T
1400 1600 1800

401

1200

355

1000

295

800

200

Tensile Strength N/mm?

R E

700

62

600
57

240
(99)

Hardness A= HB
Rockwell C (B)

TEE HB

51

47

(89)

)

W& HRe

Hardness f# ¥

W Cu VA GG H XH VH Ti

N UNI Al

1
1
H
H
H
H
H
H
M
H
H
1

www.sutton.com.au



we offer a
comprehensive

Service...

Customer Service

Stock requirements and needs can vary from customer to customer
and Sutton Tools has implemented varied ordering systems (EDI,
email, Phone & fax) to receive orders and seamlessly process them.
Sutton Tools customer service team deliver helpful service and
advice to businesses, end users and stores throughout Australia.
Their job is to help you solve any problems. The service team have a
strong reputation for providing support with experience and first-rate

product knowledge.

Sutton Tools has been successfully delivering quality cutting tools to customers throughout
Australia for over 90 years. Sutton Tools combines the latest logistic technology (freight
management systems) with personalised service to ensure that you get the products you order,
when you need them on time, every time.

Distribution and Logistics

- Our International Distribution Centre uses modern radio frequency
scanning technology coupled with the latest carousel and stock
replenishment systems which allows accurate stock control and

" efficient warehouse operation. We have over 17,000 SKU’ s and our
stock availability consistently averages in the high 90%’ s. From a
customer perspective, this provides confidence in breadth and depth
of stock cover and reliable delivery service.

Special Tools & Tool Reservicing

For over 90 years Sutton Tools has been designing and
manufacturing precision cutting tools in Australia and exporting

H to the world. Sutton Tools is a leading global provider of specialist
cutting solutions, in drilling tools, threading tools, reamers and
milling cutters, we offer a one stop shop tool refurbishment including
re-grinds & re-coating for special tools that can be supplied to suit
your special requirements.

Specialist tools distributed to industries such as Automotive,
Aerospace, Marine, Transport, Construction, Surgical equipment,
Manufacturing, Toolmaking, and Agriculture to name a few.

Quality Management Systems

Sutton Tools company complies with and is currently certified to

/ ISO Global 9001:2008, under the Quality Management Systems.
Qualit This demonstrates Sutton Tools’  commitment to providing a service

SO .
cevemen based on quality.
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Sutton Tools Expert Tool Selector
www.suttontools.com.au/ETS/ExpertToolSelector

Sutton Tools Web assisted Expert Tool Selector, allows for finding
the right tool for your specific machining task so easy. The Expert
Tool Selector will recommend the right tool for the right application
and everything from suitable coolant choices through to cutting
calculations. Our Expert Tool Selector provides easy step-by-step
detailed information that includes:

- Graph Selector: Hardness of Materials

- Material Type

- Material Classification

- Material Groups

- Tool Selector

- Recommend Tools

- Shows Stock Availability

Sales advice and service
Sutton Tools Sales consultants are fully experienced to assist with:
- Technical advice

§ - Products

- Core stock ranges
- Merchandising concepts, product ranges & installation
- Sales and Marketing - Point of sale and promotional material

Technical Advice

Sutton Tools have specialised staff that are highly trained.
- Assist to select the right tool.

- Advise on the operating conditions of a tool.

. - Specialist in optimising your process.

- Experienced metrology specialist
- Selected machining experts



commitment
to research &

evelopment....

Today’ s metal working industry faces the relentless challenge of producing products faster, better
and cheaper than before. Such a challenge requires innovative technology to world standards. Sutton
Tools meets this challenge, through its commitment to research and development.

Research

Sutton Tools”  research includes travelling the world for the best
equipment available, attending engineering exhibitions on an
international level. We treat R&D seriously, an ongoing vigil to stay
abreast of better best technology advancements and continue investing
into R&D or research & development, that is Sutton Tools”  philosophy.

Testing

In order to assist in R&D, Sutton Tools has implemented a state of
the art Test Centre incorporating CNC machining centres for testing
and developing of our tools, to simulate precisely the way industry is
using the tools.

Development - Tools

One aspect of the manufacturing process we employ is the

conventional grinding and advanced super abrasive grinding. This
“Grinding Technology” has enabled Sutton Tools to be a leader

in this field and we can genuinely claim as having one of the best

grinding shops. Our CNC equipment is designed to operate at a high

level of grinding technology to ensure that our cutting tools are of the

highest accuracy and performance.

Development - Machinery

Sutton tools”  Engineering Department has state of the art
technology and design equipment which has been critical in our
continual new development of machinery.

Sutton Tools’  purpose-built machinery for manufacture is designed
for specific applications and to produce the best cutting tools.

Automation & Production

In order to control the escalating costs of manufacture, Sutton
Tools has heavily invested in automation to reduce labour costs.
Our robotic equipment is designed to increase our production and
. efficiency.

www.sutton.com.au



Contents

sed]

S9|0H pulig 104

$9|0H ybnoJy| Jo4

> %2 1]
R A & 4k 28
QELSK PETIERSA K TIERSKE 58

=Rk £8
SEERSK ARV ER Sk K TIER Sk 5§

SYUISIIUNOY 3
bunjods spa

EREEHT]
A0 TARAR I T

Buiybnoy 9 Buiysiul4
s|jiwpu3 apiqied

%7 =g
AR AR T =

1-.5.: IEI&.‘

FIfES £f
HARIE -

www.sutton.com.au



Index =L |

Sutton Tools

Catalogue | Page | Discount | Colour
Code No. Group Ring

Surface
Finish

Tool
Material

Description Point Type Standard

BERA®W | & | HiNd ‘aif | %A R TE#H | REXE | FE

Countersinks [KE:M]

Drills 3%
D151 | 11 EEEEEEY ’SELSTUZE%’;SL s 130° Form B sfpans | DIN1897
D153 | 11 [OEY o ,EE”ELS“;%;‘LE YAé fo/?/i\k M;é%fi 4 Facet s | DNge7
D155 11 ARV o ZEL&“Z_E;‘;SJN' 240 U 130° 4 Facet Form B ﬁmgﬁ DIN1897
D163 | 14 [EEAVEIENVESVI e LN 130° Form B s | D33
D165 | 14 EEGCENERVEIY ’EEELJO%BSEE);]J%& Y 130° Form A i | DIN33B
D168 14 PSRV o ,EELJ"D%?C;;%N?'L R0 U 130° 4 Facet Form B sser | DINS3B
D169 | 14 [EY o 0¥ J‘;??,;%F;;‘SLVAH%E\’( %Cf 4 Facet Form C s | D33
D171 | 17 R EL ZSLLOE%E;E;D'S;L 130° Form B ﬁﬂggﬁ DIN340
g || ] Az Pyt o st | OW87
D176 | 18 [SIEN 22;“%5"’%&9% 120° abhe | DINtBY7
D177 | 11 EEREYY EELST%EE o 130° Form A s | Dngo7
D194 A0S08 | N>H ZELEX;E“ EO%%EQ(YL;HXL_1 130° Form B sipier | DIN1S69-1
D195 s N>H I EER I 130° Form B S| DIN1869-2
D196 A0S08 | N> H ,EELEXE J;EYOS%ESZYL';HXL_S 130° Form B sifpaer | DIN1869-3
D323 0210 ,EELSX??XDSh%‘g &Tg 140° Form © g‘}féé“% DING537
D326 A0210 22;5";'38“%‘; %T%A 140° Form € ﬁl?gggg DING537
D329 A0210 22;“; DSh%‘k F&T_{A 0 140° Form G soies | DINGS37
D332 0210 22;5?)( Dsjhgg &T_ﬁ ”LK 140° Form C slimes | DINGSS7
D335 0210 ,EELSX;DSh%‘g ‘;T,E”LK 140° Form © g}ﬁé‘% DING537

Tool Surface

Material | Finish | Standard

Description

Catalogue | Page | Discount | Colour
Code No. Group Ring

Shank

BERA® | m | HiNA &aif | %88 Wiz IQMH RELE | E

Endmills $%7]
BO612 ) Eg;’]”'” 2;’5]2 F':“tg'f?’%gg"UNI DIN 1835-A e | DNa27
B0606 o E;d)’j“'” ?;?,;'ar Z:F%te i DIN 1835-A SBta | DINBadK
BO612 Egj“'” ?;?,;'ar g‘fe Eigw DIN 1835-A sfris | DIN8A4K
B0612 ,E;d)‘j”'” ;‘E’E 3 F'E”tje] R4§ 2’(‘)’ W DIN 1835-A i | DNaddL
wve | o Cmnmans B oy, [ | e
BO612 o E;"J’j“'f" ?;?,;'ar &Fgﬁ' Egg \\72\ DIN 1835-A sirie | DIN844K
B0406 ,E;d)’j”'” ?;?,gar SEF%’B' Eggv‘o’g DIN 1835-8 %B&E DIN844K
B0406 E;d)’j”'” ;‘51% 3 F'E”t% 533'3\;\% DIN 1835-B %Zfﬂ DINg44L
B0612 o E;d)'j“'” ?;?,;'ar &Fgﬁ' v DIN 18358 e | DINBadK
B0408 ) E;(’;j”'” ?;?,;'ar jng]'“teRggo i DIN 1835-B spas | DINB4K

www.sutton.com.au
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Sutton Tools

Catalogue | Page | Discount | Colour - Tool Surface
Code | No. | Group A Ring | Description Shank | aterial | Finish | Standard
Wiz FrigE

BRAE| 718  #NE | &aF | w3 IE## | RELE

E177 | 22 N 0 | R DIN 1835-B s | DiNadL
esss | 20 QLGNNI Gl g et DN 853544 Siciam | oML
GBIl PO | O gy ipmy nissw makn | OWSSIHA Sciam | oML
RN o o e o [ o
Esss | 20 ERRL 7). . e 7. R0 | DN s
E557 | 20 QAL E;d%"” ig;%'qeg‘fa”r&s%“ FR“fofg R30 DIN 6535-HA o -
eos | 10 R G Ak, =5 poo oI 6935 4 sicgn
Ecos | 19 LR G0 ML, Ha =7, R0 DN 6535-+4 T
E607 19 [N a7 a0 DIN 535-HA itk °

Catalogue | Page | Discount | Colour =
Code ‘ No. Group Ring Description

BRAH| 015  #NAE | & | w§

Type Material Finish
igey | JLMER | THHH | fRELE

—— Geometry Tool Surface Standard

R

Taps £
1360 | 7 |[EEEEESTYCE A i eV P TS 07 R
1373 | 7 RREEESTCE Z‘%ESD';;;Q%E S%ngrohggo Metio 2A%)|  HSC | PMHSSEVS | pulUN. | ~DIN1835B
1377 | 7 RRAEESTCE Zﬁpggge%%mﬂ?;” Meric A%)  HSC | PMHSSEV3 | g iCh. | ~DIN1S35B
1381 | 7 [EUCERIC R A Vetic /A% HSC | PMPHSSEVB| . | -DIN18358
Tags 5 [EIA el Metic A% N HSSEV | s-3ie S
1 N 00602 AN Metic A% N HSSEVS | g Pl us
1503 | 4 [EOIG NN Meric A%l N HSSEVS | ol Js
s o R D mon VLB 0 HSSER | gl | 0
1510 | 6 [EEUEIG e 5 sm?ﬁ;ﬁ%ig,ggﬁap'ead Metic A% N s | IS
1511 | 6 P e e b Mo A% N sigim | IS
1512 | 6 [EDUGIG e 1‘?&?%;2’9;0%”'9“ Metrc %) N sonm | S
513 | 6 e Moo ) siam | IS
1514 6 [EOUGK Z%FOQE i?ﬁ%}g%‘gﬁp'm Metric 2271 N sk I8
1515 6 [N e e T e ) N . Js
1546 5 [EOIA AT, Metic A% W HSSEVS | M  US
a8 5 D o | Eomh Metric 2441 VA HSSEVS | & Js
T567 | 4 RN L. B, W Meric A%l W HSSEVS | gy | IS
1570 4 [ 0 | R RTUSN oy MeroABI  vADH HSSEVS | giphe S
T629 6 [ELGY M o s Merc AN PMCHSSEV3 | guiivey  JIS
T630 6 [N e e o et | N PussEV | IO s
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Taps Metric, Spiral Flute

- Blind holes
- Suitable for machine operations

Speed & Feeds - refer page 25
Sutton Tools

-HA
- EAT AR
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R-1&% WEEE EE
d, Pitch LimitStyle
WITH POINT 223k
0100 M1 x025 Pt 1 30 7
0110 [M1.1 x025 P11 32 8
0120 [M1.2 x025 P11 32 8
0140 [M14 x03 P11 34 9
0160 [M1.6 x035 P11 36 10
1170 |M1.7 x035 P11 36 11
0180 [(M1.8 x035 P11 36 11
0200 M2 x04 P2 1 40 12
0220 M22 x045 P2 1 42 13
0230 [M23 x04 P2 1 42 13
0250 M25 x045 P2 1 44 14
0260 [(M26 x045 P2 1 44 14
0300 M3 x05 P2 2 46 11
0350 [(M35 x06 P12 48 13
0400 M4 x07 P2 2 5 13
0500 M5 x08 P2 2 60 16
0600 M6 x10 P2 2 62 19
WITHOUT POINT B3k
0200 M2 x04 P2 4 40 12
0250 M25 x045 P2 4 44 14
0300 M3 x05 P2 5 46 11
0350 [(M35 x06 P15 48 13
0400 M4 x07 P2 5 5 13
0500 M5 x08 P2 5 60 16
0600 M6 x10 P2 5 62 19
0700 M7 x10 P2 3 65 22
0800 M8 x125 P2 3 70 22
1006 |MF10 x125 P2 3 75 24
1000 M10 x15 P2 3 75 24
1200 M12 x1.75 P2 3 8 29

Recommended Tapping Drill

HEFRIEFLESRSK

4

- Refer to our complete Industrial Catalogue online for entire range HF&RAKINELLRIREEREF

- RELAIR 2.5 xd (R40). 3 x d (R45)
TERERREE-ESHE 25 T

- HEHIM BOFURISR FE R 1,000N/mm?

23
21
24
31

23
21
24
31

- General purpose use, materials up to approx. 1000 N/mm?

- Depths up to approx. 2.5 x d, (R40). 3 xd, (R45)

Product Name =@&H
Discount Group #f$A4H
Material ##}

Surface Finish RE4E
Colour Ring & Application &¥KR 5z

Geometry JL{a45#s
Lead IR

30 25 2 075
30 25 2 085
30 25 2 09
30 25 2 11
30 25 2 125
30 25 2 135
30 25 2 145
30 25 2 160
30 25 2 175
30 25 2 19
30 25 2 205
30 25 2 215
40 32 3 25
40 32 3 29
50 40 3 3.3
55 45 3 4.2
6.0 45 3 5.0
30 25 2 160
30 25 2 205
40 32 3 25
40 32 3 29
50 40 3 33
55 45 3 4.2
6.0 45 3 5.0
62 50 3 6.0
62 50 3 6.8
70 55 3 8.5
70 55 3 8.8
85 65 3 102

|

R4O N R45 VADH
HSSE V3 HSSE V3 HSSE V3 HSSE V3
Brt 418 Blu E{L4LE Ni FLLE Blu ELE
N N W
R40 R40 R45 R45
25xP 25xP 25xP 25xP
| 1503 | 71504 | 1567 | 71570 |
T503 0100
T503 0110
T503 0120
T503 0140
T503 0160
T503 0170
T503 0180
T503 0200 T504 0200 T570 0200
T503 0220 T504 0220
T503 0230 T504 0230
T503 0250 T504 0250 T570 0250
T503 0260 T504 0260
T503 0300 T504 0300 T567 0300 T570 0300
T503 0350 T504 0350
T503 0400 T504 0400 T570 0400
T503 0500 T504 0500 T567 0500 T570 0500
T503 0600 T504 0600 T567 0600 T570 0600
| T606 | T607 | T610 |  T611 |
T606 0200 T607 0200 T610 0200
T606 0250 T607 0250 T610 0250
T606 0300 T607 0300 T610 0300
T606 0350 T607 0350
T606 0400 T607 0400 T610 0400
T606 0500 T607 0500 T610 0500
T606 0600 T607 0600 T610 0600
T606 0700 T607 0700
T606 0800 T607 0800 T610 0800 T611 0800
T606 1006 T607 1006
T606 1000 T607 1000 T610 1000 T611 1000
T606 1200 T607 1200 1610 1200 T611 1200
D151 D151 D177 D153
www.sutton.com.au
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Taps Metric, Gun,

Sutton Tools

piral Point)

- General purpose use, materials up to approx. 1000 N/mm?

- Through holes

- Ideally suited for machine applications.
- Depths up to approx. 3 x d,
Speed & Feeds - refer page 25

- BEHIA BOFURISR FZ RTIA 1,000N/mm?

St
- BATHM L
REEAA 3xd,

TEFRE R AR E — 1SS 25 I

9

f

=

R<t&%

0100
0110
0120
0140
0160
0170
0180
0200
0220
0230
0250
0260
0300
0350
0400
0500
0600
0700
0800
1006
1000
1200
1400
1600
1800
2000
2200
2400

Catalogue Code BHR{KH

Discount Group #f$A4H
Material #1#}

Surface Finish RE4LE

Colour Ring & Application & ¥RK kil

MEEE RE
d, Pitch LimitStyle I, I, |,
M1 x025 P11 30 7 -
M11 x025 P11 32 8 -
M12 x025 P11 32 8
M14 x03 P11 34 9 =
M16 x035 P11 36 10
M1.7 x0.35 P1 1 36 M -
M18 x035 P11 3 11
M2 x04 P2 1 40 12 -
M22 x045 P2 1 42 13
M23 x04 P2 1 42 13 -
M25 x045 P2 1 44 14
M26 x045 P2 1 44 14 -
M3 x05 P2 2 46 11 19
M35 x06 P2 2 48 13 23
M4 x07 P2 2 52 13 21
M5 x08 P2 2 60 16 24
M6 x1.0 P2 2 62 19 31
M7 x10 P2 3 65 22 -
M8 x125 P38 3 70 22
MF10 x125 P38 3 75 24 -
M10 x15 P3 3 75 24
M12 x1.75 P4 3 82 29 -
M14 x20 P4 3 8 30
M16 x20 P4 3 95 32 -
M18 x25 P4 3 100 37
M20 x25 P4 3 105 37 -
M22 x25 P4 3 115 38
M24 x30 P4 3 120 45 -

HEFRIEFLESRSK

www.sutton.com.au

Geometry JL{A45#s

6.8
8.8
8.5
10.2
12.0
14.0
15.5
17.5
19.5
21.0

105 8.0
12.5
14.0
15.0
17.0
19.0

Lead K%

d, sq z dil@
30 25 2 0.75
30 25 2 0.85
30 25 2 0.95
30 25 2 1.1
30 25 2 1.25
30 25 2 1.35
30 25 2 1.45
30 25 2 1.60
30 25 2 1.75
30 25 2 1.9
30 25 2 2.05
30 25 2 215
40 32 3 25
40 32 3 29
50 40 3 33
55 45 3 4.2
60 45 3 5.0
6.2 50 3 6.0

3

3

3

&

3

4

4

4

4

4

Recommended Tapping Drill

BHERBENELERIITETRER Refer to our complete Industrial Catalogue online for entire range -

3 {
T499 T500 T546 T548
D0602 D0602 D0602 D0602

HSSE V3 HSSE V3 HSSE V3
Brt T4IE Blu E{LLLE Ni FLLE
N N w

High Rake A BT #
5xP 5xP 5xP
ltem # (£55) ltem # (55)

T499 0100

T499 0110

T499 0120

T499 0140

T499 0160

T499 0170

T499 0180

T499 0200 T500 0200 T546 0200
T499 0220 T500 0220

T499 0230 T500 0230

T499 0250 T500 0250 T546 0250
T499 0260 T500 0260

T499 0300 T500 0300 T546 0300
T499 0350 T500 0350

T499 0400 T500 0400 T546 0400
T499 0500 T500 0500 T546 0500
T499 0600 T500 0600 T546 0600
T499 0700 T500 0700

T499 0800 T500 0800 T546 0800
T499 1006 T500 1006

T499 1000 T500 1000 T546 1000
T499 1200 T500 1200

T499 1400 T500 1400

T499 1600 T500 1600

T499 1800 T500 1800

T499 2000 T500 2000

T499 2200 T500 2200

T499 2400 T500 2400

D151 D151 D177

HSSE V3
Blu SLLE
VA
Special Relief 4574 /5
4xP

ltem # (855)

T548 0200

T548 0250

T548 0300
T548 0350
T548 0400
T548 0500
T548 0600

T548 0800

T548 1000
T548 1200
T548 1400
T548 1600
T548 1800
T548 2000

D153

5
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Taps Metric, Forming, Single Coolant Groove

- Depths up to approx. 3 x d,
- For cold forming of threads in materials with good flow characteristics
Ni - For non-ferrous materials. Blue - For ferrous materials
TiN - For materials up to 1000 N/mm?. TiCN - For difficult materials
Speed & Feeds - refer page 26

Sutton Tools
- IR TIRERNA 3.5xd
- AFER MR I AIM K
Ni (RACLIE) - E S B A Blu (RILALER) - 9
TN (FALHE) - B1%aEZ A
TICN (B LK) - MEAN AT RLA
FEFRE I IR E —ES S 26 TN
d2

Catalogue Code BHF{KH

Material ##} HSS Co.8 HSS Co.8 HSS Co.8 PM-HSSE V3
Surface Finish REE Ni S Blu E{LLLE TiN ZLst TiCN &5 %
Colour Ring & Application B¥ K | General Production | General Production | Medium Production | High Production
B R LA —Hg —lTE PEER B
Geometry JL{a[45#39 | 1 Coolant Groove M3+ | 1 Coolant Groove M3+ | 1 Coolant Groove M3+ | 1 Coolant Groove M3+
z e jtem# (158) | Hem# (£5%) | lem# (55S) | lem# (155)
P LEAD P (iB7,F) | 1510 | T512 | 1514 | 1629
0100 M1 x025 GH4 1 30 7 30 25 4 0.90-092 T510 0100 T512 0100 T514 0100 1629 0100
0110 | M11 x025 GH4 1 32 8 3 3 4 100-1.02 7510 0110 T512 0110 T514 0110
0120 ' M1.2 x025 GH4 1 32 8 30 25 4 110-1.12 T510 0120 T512 0120 1514 0120 7629 0120
0140 (| M14 x030 GH4 1 34 9 30 25 4 127-129 7510 0140 1512 0140 T514 0140 T629 0140
0145 | M14 x030 GH5 1 34 9 30 25 4 1.28-1.31 T514 0145
0160 | M16 x035 GH4 1 36 10 30 25 4 1.44-147 T510 0160 T512 0160 T514 0160 T629 0160
0170 | M1.7 x035 GH4 1 36 11 30 25 4 154-157 1510 0170 T512 0170 1514 0170 T629 0170
0175 | M1.7 x035 GH5 1 36 11 30 25 4 155-158 T514 0175
0180 | M1.8 x035 GH4 1 36 11 30 25 4 1.64-167 T510 0180 T512 0180 T514 0180 T629 0180
0200 | M2 x040 GH4 1 40 12 30 25 4 181-184 T510 0200 T512 0200 T514 0200 T629 0200
0205 | M2 x040 GH5 1 40 12 30 25 4 1.82-186 T514 0205
0220 | M22 x045 GH4 1 42 13 30 25 4 198-202 T510 0220 T512 0220 T514 0220 T629 0220
0230 | M23 x040 GH4 1 42 13 30 25 4 211-214 T510 0230 T512 0230 T514 0230 T629 0230
0250 | M25 x045 GH4 1 44 14 30 25 4 228-232 T510 0250 T512 0250 T514 0250 1629 0250
0255 | M25 x045 GH5 1 44 14 30 25 4 229-233 T510 0255 T512 0255 T514 0255
0260 | M26 x045 GH4 1 44 14 30 25 4 238-242 T510 0260 T512 0260 T514 0260 1629 0260
0300 | M3 x050 GH5 2 46 9 19 40 32 4 276-280 T510 0300 T512 0300 T514 0300 T629 0300
0306 M3 x050 GH6 2 46 9 19 40 32 4 278-2.82 T510 0306 T512 0306 T514 0306
0307 | M3 x050 GH7 2 46 9 19 40 32 4 279-2.83 T514 0307
0350 | M35 x060 GH5 2 48 9 23 40 32 4 320-325 T510 0350 T512 0350 T514 0350 T629 0350
0400 M4 x070 GH6 2 52 10 21 50 40 4 3.65-3.71 T510 0400 T512 0400 T514 0400 T629 0400
0500 | M5 x080 GH6 2 60 11 24 55 45 4 459-4.66 T510 0500 T512 0500 T514 0500 T629 0500
0600 | M6 x1.00 GH7 2 62 12 31 60 45 4 549-557 T510 0600 T512 0600 T514 0600 T629 0600
0700 | M7 x1.00 GH7 3 65 18 62 50 4 6.49-657 T510 0700 T512 0700 T514 0700
0800 M8 x125 GH7 3 70 18 62 50 6 7.34-7.44 T510 0800 T512 0800 T514 0800 T629 0800
1000 | M10 x150 GH7 3 75 19 70 55 6 9.18-9.31 T510 1000 T512 1000 T514 1000 T629 1000
B LEAD B (BELA)
0100 M1 x025 GH4 1 30 7 30 25 4 090-092 T511 0100 T513 0100 T5150100 T630 0100
0110 | M11 x025 GH4 1 32 8 3 3 4 1.00-1.02 T511 0110 15130110 15150110
0120 | M1.2 x025 GH4 1 32 8 30 25 4 1.10-1.12 T511 0120 T513 0120 75150120 T630 0120
0140 | M14 x030 GH5 1 34 9 30 25 4 1.27-129 T511 0140 T513 0140 T515 0140 T630 0140
0160 | M1.6 x035 GH4 1 36 10 30 25 4 144-147 T511 0160 T513 0160 T515 0160 1630 0160
0170 | M1.7 x035 GH5 1 36 11 30 25 4 154-157 T511 0170 T513 0170 75150170 T630 0170
0180 | M18 x035 GH4 1 36 11 30 25 4 164-167 T511 0180 T513 0180 T515 0180 T630 0180
0200 | M2 x040 GH4 1 40 12 30 25 4 181-184 T511 0200 T513 0200 T515 0200 T630 0200
0220 | M22 x045 GH4 1 42 13 30 25 4 1.98-202 T511 0220 T513 0220 T515 0220 T630 0220
0230 | M23 x040 GH4 1 42 13 30 25 4 211-214 T511 0230 T513 0230 T515 0230 T630 0230
0250 | M25 x045 GH4 1 44 14 30 25 4 228-232 T511 0250 T513 0250 T515 0250 T630 0250
0260 | M26 x045 GH4 1 44 14 - 30 25 4 238-242 T511 0260 T513 0260 T515 0260 T630 0260
0300 | M3 x050 GH5 2 46 9 19 40 32 4 276-2.80 T511 0300 T513 0300 T515 0300 T630 0300
0350 | M35 x060 GH5 2 48 9 23 40 32 4 320-3.25 T511 0350 T513 0350 T515 0350 T630 0350
0400 | M4 x070 GH6 2 52 10 21 50 40 4 365-3.71 T511 0400 T513 0400 T515 0400 T630 0400
0500 M5 x080 GH6 2 60 11 24 55 45 4 4.59-4.66 T511 0500 T513 0500 T515 0500 T630 0500
0600 M6 x100 GH7 2 62 12 31 60 45 4 549-557 T511 0600 T513 0600 T515 0600 T630 0600
0700 | M7 x1.00 GH7 3 65 18 62 50 4 6.49-657 T511 0700 T513 0700 T515 0700
0800 | M8 x125 GH7 3 70 18 62 50 6 7.34-7.44 T511 0800 T513 0800 T515 0800 T630 0800
1000 | M10 x150 GH7 3 75 19 70 55 6 9.18-9.31 T511 1000 T513 1000 T515 1000 T630 1000

- Refer to our complete Industrial Catalogue online for entire range H&RKINELERITETREF
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Taps Metric, Synchro ﬂ

- For high speed and precision tapping
- For rigid tapping in CNC machines with synchronised feed
Speed & Feeds - refer page 26

Sutton Tools
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Catalogue Code EF{tH 1377 1373 T369 T381
Material ###} | PM-HSSE V3 PM-HSSE V3 PM-HSSE V3 PM-HSSE V3
Surface Finish REXE | TiCN BELEH TiCN &2 54 CrN Zits& TiN &Lt
Geometry JLIATZ54S Gun R50 R45 Al Forming
Chamfer I FormB/4.5xP FormC/2.5xP FormC/25xP FormC/2.5xP
Shank Form (~DIN 1835) {{&5Y B B B B

Rj&& o] Limit & Nut Tolerance BERIEBSIHFAE 6HX BHX BHX 6HX
0200 M2 x0.4 70 4 13 60 49 80 2 16 T377 0200 T373 0200 T369 0200 T381 0200
0250 | M25 x045 70 45 14 6.0 49 80 2 21 T377 0250 T373 0250 T369 0250 T381 0250
0300 M3 x050 70 5 18 6.0 49 80 2 25 T377 0300 T373 0300 T369 0300 T381 0300
0400 M4 x070 70 7 21 60 4.9 80 2 33 T377 0400 T373 0400 T369 0400 T381 0400
0500 M5 x080 70 8 21 60 4.9 80 2 42 T377 0500 T373 0500 T369 0500 T381 0500
0600 M6 x100 80 10 28 6.0 4.9 80 2 50 T377 0600 T373 0600 T369 0600 T381 0600
0800 M8 x125 90 13 30 80 6.2 90 2 68 T377 0800 T373 0800 T369 0800 T381 0800
1000 M10 x150 100 15 39 100 80 11.0 2 85 T377 1000 T373 1000 T369 1000 T381 1000
1200 Mi12 x175 110 18 45 120 90 120 2 103 T377 1200 T373 1200 T369 1200 T381 1200
1400 M14 x200 110 20 44 140 11.0 140 2 120 T377 1400 T373 1400 T369 1400 T381 1400
1600 M16 x200 110 20 44 160 120 150 2 140 T377 1600 T373 1600 T369 1600 T381 1600
1800 M18 x250 125 25 - 160 120 150 2 155 T377 1800 T373 1800 T369 1800 T381 1800
2000 M20 x250 140 25 - 160 120 150 2 175 T377 2000 T373 2000 T369 2000 T381 2000

7
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BSTE A S - 43k, 3xd,
Drills Carbide - Stub, 3 x d.

- Suitable for materials up to 1400N/mm?
- Strong core with and without internal coolant supply -
- Micro geometry & surface conditioning for optimal chip control
- AICrN for maximum tool life

Suffon Tools Speed & Feeds - refer page 23
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T

DIN
6537 6535 HA

Catalogue Code EHF{tHD
Discount Group #7#14A
Material ##}

- I TAEFER]E 1400N/mm?

- B AR TNRmLE, EARETBES
- fEAENIRS, RRREERTIANE RS
158 23 T

TRFE IR T

BRIMEGE, 2NN

EIEE—ES

Catalogue Code BF{H
Discount Group #T#14A
Material #7#}

Surface Finish RE&IE | AlCrN ZH$55% | AlCrN FHE55% Surface Finish REIZIE | AlCrN F{E555% | AlCeN FHE555%
Colour Ring & Application BERE A | Up to 1400N/mm? | Up to 1400N/mm? Colour Ring & Application &¥FEEZF | Up to 1400N/mm? | Up to 1400N/mm?

Geometry JL{MZ549 R30 R30 - K Geometry JL{4549 R30 R30 - IK

Point Type $hse3E51 140° Form C 140° Form C Point Type #hiseZERl 140° Form C 140° Form C
Rts# Shank Form #§{Z% HA (h6) HA (h6) Rs% Shank Form #{Z3 HA (h6) HA (h6)
b6 s 85 s 1) Q6L e 15 e (15
0300 6 D323 0300 D329 0300 0870 D323 0870 D329 0870
0310 3.1 62 20 6 D323 0310 D329 0310 0880 8.8 89 47 10 D323 0880 D329 0880
0320 3.2 62 20 6 D323 0320 D329 0320 0900, 9.0 89 47 10 D323 0900 D329 0900
0330, 33 62 20 6 D323 0330 D329 0330 0910 9.1 89 47 10 D323 0910 D329 0910
0340, 34 62 20 6 D323 0340 D329 0340 0920 9.2 89 47 10 D323 0920 D329 0920
0350 35 62 20 6 D323 0350 D329 0350 0930 9.3 89 47 10 D323 0930 D329 0930
0360 36 62 20 6 D323 0360 D329 0360 0950 95 89 47 10 D323 0950 D329 0950
0370, 37 62 20 6 D323 0370 D329 0370 0980, 98 89 47 10 D323 0980 D329 0980
0380 38 66 24 6 D323 0380 D329 0380 0990, 99 89 47 10 D323 0990 D329 0990
0390 39 66 24 6 D323 0390 D329 0390 1000, 10.0 89 47 10 D323 1000 D329 1000
0400 4.0 66 24 6 D323 0400 D329 0400 1020| 10.2 102 55 12 D323 1020 D329 1020
0410 41 66 24 6 D323 0410 D329 0410 1030, 103 102 55 12 D323 1030 D329 1030
0420 4.2 66 24 6 D323 0420 D329 0420 1050| 105 102 55 12 D323 1050 D329 1050
0430 43 66 24 6 D323 0430 D329 0430 1070, 107 102 55 12 D323 1070 D329 1070
0440 4.4 66 24 6 D323 0440 D329 0440 1100| 11.0 102 55 12 D323 1100 D329 1100
0450 45 66 24 6 D323 0450 D329 0450 1110| 111 102 55 12 D323 1110 D329 1110
0460, 46 66 24 6 D323 0460 D329 0460 1120) 11.2 102 55 12 D323 1120 D329 1120
0470 47 66 24 6 D323 0470 D329 0470 1150, 115 102 55 12 D323 1150 D329 1150
0480 4.8 66 28 6 D323 0480 D329 0480 1170) 11.7 102 55 12 D323 1170 D329 1170
0490 49 66 28 6 D323 0490 D329 0490 1190, 11.9 102 55 12 D323 1190 D329 1190
0500, 5.0 66 28 6 D323 0500 D329 0500 1200 12.0 102 55 12 D323 1200 D329 1200
0510 5.1 66 28 6 D323 0510 D329 0510 1250, 125 107 60 14 D323 1250 D329 1250
0520| 5.2 66 28 6 D323 0520 D329 0520 1280, 1238 107 60 14 D323 1280 D329 1280
0530 53 66 28 6 D323 0530 D329 0530 1300, 13.0 107 60 14 D323 1300 D329 1300
0540 54 66 28 6 D323 0540 D329 0540 1350| 135 107 60 14 D323 1350 D329 1350
0550 55 66 28 6 D323 0550 D329 0550 1380, 1338 107 60 14 D323 1380 D329 1380
0560| 5.6 66 28 6 D323 0560 D329 0560 1400, 140 107 60 14 D323 1400 D329 1400
0570 5.7 66 28 6 D323 0570 D329 0570 1450, 145 107 65 16 D323 1450 D329 1450
0580 5.8 66 28 6 D323 0580 D329 0580 1480 148 115 65 16 D323 1480 D329 1480
0590 59 66 28 6 D323 0590 D329 0590 1500, 15.0 115 65 16 D323 1500 D329 1500
0600| 6.0 66 28 6 D323 0600 D329 0600 1550, 155 15 65 16 D323 1550 D329 1550
0630| 6.3 79 34 8 D323 0630 D329 0630 1580| 15.8 115 65 16 D323 1580 D329 1580
0650 6.5 79 34 8 D323 0650 D329 0650 1600| 16.0 115 65 16 D323 1600 D329 1600
0670 6.7 79 34 8 D323 0670 D329 0670 1650, 165 123 73 18 D323 1650 D329 1650
0680 6.8 79 34 8 D323 0680 D329 0680 1700, 17.0 123 73 18 D323 1700 D329 1700
0700 7.0 79 34 8 D323 0700 D329 0700 1750| 175 123 73 18 D323 1750 D329 1750
0710 741 79 41 8 D323 0710 D329 0710 1800| 18.0 123 73 18 D323 1800 D329 1800
0740, 74 79 4 8 D323 0740 D329 0740 1850, 185 131 79 20 D323 1850 D329 1850
0750 75 79 4 8 D323 0750 D329 0750 1900, 19.0 131 79 20 D323 1900 D329 1900
0780 7.8 79 41 8 D323 0780 D329 0780 1950, 195 131 79 20 D323 1950 D329 1950
0790, 7.9 79 41 8 D323 0790 D329 0790 2000, 20.0 131 79 20 D323 2000 D329 2000
0800 8.0 79 | 8 D323 0800 D329 0800
0830 83 89 47 10 D323 0830 D329 0830
0850 85 89 47 10 D323 0850 D329 0850

8 *HB 71 HE BEKAT LY
- Refer to our complete Industrial Catalogue online for entire range HERBENELERIITETRER

*HB & HE Shank styles available
www.sutton.com.au



WEFEA S - AT, 510

Sutton Tools
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- Suitable for materials up to 1400N/mm?
- Strong core with and without internal coolant supply

- Micro geometry & surface conditioning for optimal chip control
- AICrN for maximum tool life
Speed & Feeds - refer page 23

DIN
6537 6535 HA

Catalogue Code EHF{tH

Discount Group #T#14A

Material #1#}

Drills Carbide - Jobber, 5 x d,

- INITRE E AR
- BN,

1400N/mm?
DINEFIA A

- B LM FNRmALE, BARETBES
- AANERE, RAREEKTIENERE®
%8 23 T

EERERFAEE-ES

Catalogue Code ER{tHY

Discount Group #T#A4H

Material ##}

Surface Finish RE&IE | AlCrN FH#55% | AlCrN FHE#5% Surface Finish REZIE | AlCrN F{E555& | AlorN FiE53&
Colour Ring & Application BERE iz | Up to 1400N/mm? | Up to 1400N/mm? Colour Ring & Application ®&¥FEEZF | Up to 1400N/mm? | Up to 1400N/mm?

Geometry JL{TZ549 R30 R30 - K Geometry JL{TTZ548 R30 R30 - K

Point Type #5225 140° Form C 140° Form C Point Type $hgeZEH] 140° Form C 140° Form C
Rits% Shank Form &2 HA (h6) HA (h6) Ritg# Shank Form #G2%& HA (n6) HA (h6)
b0t 9 s ) Ml 0L s 9 s (9]
0300 6 D326 0300 D332 0300 0870 D326 0870 D332 0870
0310 3.1 66 28 6 D326 0310 D332 0310 0880 8.8 103 61 10 D326 0880 D332 0880
0320 3.2 66 28 6 D326 0320 D332 0320 0900 9.0 103 61 10 D326 0900 D332 0900
0330 33 66 28 6 D326 0330 D332 0330 0910| 9.1 103 61 10 D326 0910 D332 0910
0340, 34 66 28 6 D326 0340 D332 0340 0920| 9.2 103 61 10 D326 0920 D332 0920
0350 35 66 28 6 D326 0350 D332 0350 0930 9.3 103 61 10 D326 0930 D332 0930
0360 3.6 66 28 6 D326 0360 D332 0360 0950 95 103 61 10 D326 0950 D332 0950
0370, 3.7 66 28 6 D326 0370 D332 0370 0980, 938 103 61 10 D326 0980 D332 0980
0380, 38 74 36 6 D326 0380 D332 0380 0990 9.9 103 61 10 D326 0990 D332 0990
0390 39 74 36 6 D326 0390 D332 0390 1000 10.0 103 61 10 D326 1000 D332 1000
0400 4.0 74 36 6 D326 0400 D332 0400 1020 10.2 118 71 12 D326 1020 D332 1020
0410 441 74 36 6 D326 0410 D332 0410 1030| 10.3 18 71 12 D326 1030 D332 1030
0420, 42 74 36 6 D326 0420 D332 0420 1050, 105 18 71 12 D326 1050 D332 1050
0430 43 74 36 6 D326 0430 D332 0430 1070 10.7 18 71 12 D326 1070 D332 1070
0440 4.4 74 36 6 D326 0440 D332 0440 1100 11.0 118 7 12 D326 1100 D332 1100
0450 45 74 36 6 D326 0450 D332 0450 1110| 1141 18 71 12 D326 1110 D332 1110
0460, 46 74 36 6 D326 0460 D332 0460 1120 11.2 18 7 12 D326 1120 D332 1120
0470 47 74 36 6 D326 0470 D332 0470 1150 115 18 71 12 D326 1150 D332 1150
0480 4.8 82 44 6 D326 0480 D332 0480 1170 117 118 71 12 D326 1170 D332 1170
0490 49 82 44 6 D326 0490 D332 0490 1190 119 18 71 12 D326 1190 D332 1190
0500, 5.0 82 44 6 D326 0500 D332 0500 1200| 12.0 18 71 12 D326 1200 D332 1200
0510 5.1 82 44 6 D326 0510 D332 0510 1250 125 124 77 14 D326 1250 D332 1250
0520| 5.2 82 44 6 D326 0520 D332 0520 1280 128 124 77 14 D326 1280 D332 1280
0530 53 82 44 6 D326 0530 D332 0530 1300 13.0 124 77 14 D326 1300 D332 1300
0540, 54 82 44 6 D326 0540 D332 0540 1350| 135 124 77 14 D326 1350 D332 1350
0550 55 82 44 6 D326 0550 D332 0550 1380, 1338 124 77 14 D326 1380 D332 1380
0560 5.6 82 44 6 D326 0560 D332 0560 1400 140 124 77 14 D326 1400 D332 1400
0570 5.7 82 44 6 D326 0570 D332 0570 1450 145 133 83 16 D326 1450 D332 1450
0580, 5.8 82 44 6 D326 0580 D332 0580 1480| 148 133 83 16 D326 1480 D332 1480
0590 59 82 44 6 D326 0590 D332 0590 1500 15.0 133 83 16 D326 1500 D332 1500
0600 6.0 82 44 6 D326 0600 D332 0600 1550 155 133 83 16 D326 1550 D332 1550
0630| 6.3 91 53 8 D326 0630 D332 0630 1580, 15.8 133 83 16 D326 1580 D332 1580
0650, 65 91 53 8 D326 0650 D332 0650 1600| 16.0 133 83 16 D326 1600 D332 1600
0670| 6.7 91 53 8 D326 0670 D332 0670 1650 165 143 93 18 D326 1650 D332 1650
0680 6.8 91 53 8 D326 0680 D332 0680 1700 17.0 143 93 18 D326 1700 D332 1700
0700 7.0 91 53 8 D326 0700 D332 0700 1750 175 143 93 18 D326 1750 D332 1750
0710| 741 91 53 8 D326 0710 D332 0710 1800| 18.0 143 93 18 D326 1800 D332 1800
0740 74 91 53 8 D326 0740 D332 0740 1850 185 153 101 20 D326 1850 D332 1850
0750, 75 91 53 8 D326 0750 D332 0750 1900 19.0 153 101 20 D326 1900 D332 1900
0780 7.8 91 53 8 D326 0780 D332 0780 1950 195 153 101 20 D326 1950 D332 1950
0790, 7.9 91 53 8 D326 0790 D332 0790 2000| 20.0 153 101 20 D326 2000 D332 2000
0800 8.0 91 53 8 D326 0800 D332 0800
0830 83 103 61 10 D326 0830 D332 0830
0850 85 103 61 10 D326 0850 D332 0850
*HB & HE Shank styles available ~ * HB #l HE 2R ATt 9

www.sutton.com.au BERARNELELRITE~TREF Refer to our complete Industrial Catalogue online for entire range -



BEFEA S - KL, 8X 0,

Drills Carbide - Long, 8 x d,

- Suitable for materials up to 1400N/mm?

- AICrN for maximum tool life
Suffon Tools Speed & Feeds - refer page 23

! t

S RESSSSS:
T | | I, T

ul

DIN o
6537 6535-HA

Catalogue Code BF {5

Discount Group #T#A40

Material ##}

Surface Finish RE&E

Colour Ring & Application B¥fK ki
Geometry JL{ATZ543

Point Type $haeZER]

Shank Form #G{28!

0500 5.0 95 50
0510 5.1 95 50
0520 5.2 95 50
0530 5.3 95 50
0540 5.4 95 50
0550 5.5 95 50
0560 5.6 95 50
0570 5.7 95 50
0580 5.8 95 50
0590 5.9 95 50
0600 6.0 95 50
0610 6.1 114 66
0620 6.2 114 66
0630 6.3 114 66
0640 6.4 114 66
0650 6.5 114 66
0660 6.6 114 66
0670 6.7 114 66
0680 6.8 114 66
0690 6.9 14 76
0700 7.0 14 76
0710 71 14 76
0720 7.2 14 76
0730 7.3 14 76
0740 7.4 114 76
0750 75 114 76
0760 7.6 14 76
0770 7.7 14 76
0780 7.8 14 76
0790 79 114 76
0800 8.0 114 76
0810 8.1 142 87 10
0820 8.2 142 87 10
0830 8.3 142 87 10
0840 8.4 142 87 10
0850 85 142 87 10
0860 8.6 142 87 10
0870 8.7 142 87 10
0880 8.8 142 87 10
0890 8.9 142 87 10
0900 9.0 142 87 10
0910 9.1 142 95 10
0920 9.2 142 95 10
0930 9.3 142 95 10

O 0O O O O O 0 © W 0 0 0 O W W © 0 0 o O O O O O O O O O O O

10 * HB & HE Shank styles available * HB 1 HE WA A LN

- Refer to our complete Industrial Catalogue online for entire range HSRAHKNELLRIITETRER

- Strong core with and without internal coolant supply
- Micro geometry & surface conditioning for optimal chip control

D335
A0210

AlcrN S ERE

Up to 1400N/mm?

R30 - IK

140° Form C

HA (h6)

D335 0500
D335 0510
D335 0520
D335 0530
D335 0540
D335 0550
D335 0560
D335 0570
D335 0580
D335 0590
D335 0600
D335 0610
D335 0620
D335 0630
D335 0640
D335 0650
D335 0660
D335 0670
D335 0680
D335 0690
D335 0700
D335 0710
D335 0720
D335 0730
D335 0740
D335 0750
D335 0760
D335 0770
D335 0780
D335 0790
D335 0800
D335 0810
D335 0820
D335 0830
D335 0840
D335 0850
D335 0860
D335 0870
D335 0880
D335 0890
D335 0900
D335 0910
D335 0920
D335 0930

- JITREFER]E 1400N/mm?
- BNIERR, R4
- B TSR ELE, BEARABIEG
-{E AEMNER, BRARREEKTIENERAES
MERER AL EE-ESHE 23T

R-t$%

Ca

S|

talogue Code BR{H
Discount Group #T#14A

Material #1#}
urface Finish RE4LIE

Colour Ring & Application E¥KR kz

Geometry JL{4E49
Point Type $hseZER]
Shank Form #H{2%

D335
A0210

AlcrN L5
Up to 1400N/mm?
R30 - IK
140° Form C

HA (n6)

T R S YT

9.4 142 95 10

0940
0950
0960
0970
0980
0990
1000
1010
1020
1030
1040
1050
1060
1070
1080
1090
1100
1110
1120
1130
1140
1150
1160
1170
1180
1190
1200

9.5

9.6

9.7

9.8

9.9

10.0
10.1
10.2
10.3
104
10.5
10.6
10.7
10.8
10.9
11.0
11.1
11.2
1.3
114
11.5
11.6
1.7
11.8
11.9
12.0

142
142
142
142
142
142
162
162
162
162
162
162
162
162
162
162
162
162
162
162
162
162
162
162
162
162

95
95
95
95
95
95
106
106
106
106
106
106
106
106
106
106
114
114
114
114
114
114
114
114
114
114

10
10
10
10
10
10
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12

D335 0940
D335 0950
D335 0960
D335 0970
D335 0980
D335 0990
D335 1000
D335 1010
D335 1020
D335 1030
D335 1040
D335 1050
D335 1060
D335 1070
D335 1080
D335 1090
D335 1100
D3351110
D335 1120
D335 1130
D335 1140
D335 1150
D335 1160
D335 1170
D335 1180
D335 1190
D335 1200

www.sutton.com.au



BT 55k 3xd,

Drills Stub 3xd,

Speed & Feeds - refer page 24
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Catalogue Code HF{tH3 D177
Product Name =R&H DXS
Material ##} HSS Co HSS Co HSS Co
Surface Finish RETAE | TAIN SfL$S5k | TAIN MALsS8k TIAIN L4835k
Colour Ring & Application &¥RE [z F R35W > N R4ON->H R40 UNI R40 VA
Point Type $hseZER] 130° Form A 130° Form B 130° 4 Facet Form B 4 Facet
Ret&£ Shank Tolerance WRRIFLAE h9 h9 h7 h7
Couoht |6 d | tems (5% | tems (5% | teme (5% | tems (5%
0100 1.0 26 6 3 D177 0100 D151 0100 D155 0100 D153 0100
0110 1.1 28 7 3 D177 0110 D151 0110 D155 0110 D153 0110
0120 1.2 30 8 3 D177 0120 D151 0120 D155 0120 D153 0120
0130 1.3 30 8 3 D177 0130 D151 0130 D155 0130 D153 0130
0140 14 32 9 3 D177 0140 D151 0140 D155 0140 D153 0140
0150 15 32 9 3 D177 0150 D151 0150 D155 0150 D153 0150
0160 1.6 34 10 3 D177 0160 D151 0160 D155 0160 D153 0160
0170 1.7 34 10 3) D177 0170 D151 0170 D155 0170 D153 0170
0180 1.8 36 1 3 D177 0180 D151 0180 D155 0180 D153 0180
0190 19 36 1 3 D177 0190 D151 0190 D155 0190 D153 0190
0200 2.0 38 12 3 D177 0200 D151 0200 D155 0200 D153 0200
0210 21 38 12 3 D177 0210 D151 0210 D155 0210 D153 0210
0220 2.2 40 13 3 D177 0220 D151 0220 D155 0220 D153 0220
0230 2.3 40 13 3 D177 0230 D151 0230 D155 0230 D153 0230
0240 2.4 43 14 3 D177 0240 D151 0240 D155 0240 D153 0240
0250 25 43 14 3 D177 0250 D151 0250 D155 0250 D153 0250
0260 2.6 43 14 3 D177 0260 D151 0260 D155 0260 D153 0260
0270 2.7 46 16 3 D177 0270 D151 0270 D155 0270 D153 0270
0280 2.8 46 16 3 D177 0280 D151 0280 D155 0280 D153 0280
0290 29 46 16 3 D177 0290 D151 0290 D155 0290 D153 0290
0300 3.0 46 16 3 D177 0300 D151 0300 D155 0300 D153 0300
0310 3.1 49 18 4 D177 0310 D151 0310 D155 0310 D153 0310
0320 3.2 49 18 4 D177 0320 D151 0320 D155 0320 D153 0320
0330 3.3 49 18 4 D177 0330 D151 0330 D155 0330 D153 0330
0340 34 52 20 4 D177 0340 D151 0340 D155 0340 D153 0340
0350 35 52 20 4 D177 0350 D151 0350 D155 0350 D153 0350
0360 3.6 52 20 4 D177 0360 D151 0360 D155 0360 D153 0360
0370 3.7 52 20 4 D177 0370 D151 0370 D155 0370 D153 0370
0380 3.8 55 22 4 D177 0380 D151 0380 D155 0380 D153 0380
0390 39 55 22 4 D177 0390 D151 0390 D155 0390 D153 0390
0400 4.0 55 22 4 D177 0400 D151 0400 D155 0400 D153 0400
0410 41 55 22 6 D177 0410 D151 0410 D155 0410 D153 0410
0420 4.2 55 22 6 D177 0420 D151 0420 D155 0420 D153 0420
0430 4.3 58 24 6 D177 0430 D151 0430 D155 0430 D153 0430
0440 4.4 58 24 6 D177 0440 D151 0440 D155 0440 D153 0440
0450 45 58 24 6 D177 0450 D151 0450 D155 0450 D153 0450
0460 4.6 58 24 6 D177 0460 D151 0460 D155 0460 D153 0460
0470 4.7 58 24 6 D177 0470 D151 0470 D155 0470 D153 0470
0480 4.8 62 26 6 D177 0480 D151 0480 D155 0480 D153 0480
0490 49 62 26 6 D177 0490 D151 0490 D155 0490 D153 0490
0500 5.0 62 26 6 D177 0500 D151 0500 D155 0500 D153 0500
0510 5.1 62 26 6 D177 0510 D151 0510 D155 0510 D153 0510
0520 5.2 62 26 6 D177 0520 D151 0520 D155 0520 D153 0520
0530 5.3 62 26 6 D177 0530 D151 0530 D155 0530 D153 0530
0540 5.4 66 28 6 D177 0540 D151 0540 D155 0540 D153 0540
0550 5.5 66 28 6 D177 0550 D151 0550 D155 0550 D153 0550
d, ref - D155 & D153 11
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Sutton Tools

Catalogue Code EF{tHD
Product Name =@&H
Discount Group #f$A4H

D177
DXS
A1006

Black Magic

Material #1#} HSS Co HSS Co HSS Co
Surface Finish RETAE | TAIN SfL$S5k | TAIN MALsEst TIAIN L85k
Colour Ring & Application &¥RE iz R35W > N R4ON->H R40 UNI R40 VA
Point Type $hseZER] 130° Form A 130° Form B 130° 4 Facet Form B 4 Facet
Rt&k Shank Tolerance WRFIFLE h9 h9 h7 h7
Couoht | d o Lh | tems (5% | tems (5% | tems (5% | tems (5%
0560 5.6 66 28 6 D177 0560 D151 0560 D155 0560 D153 0560
0570 5.7 66 28 6 D177 0570 D151 0570 D155 0570 D153 0570
0580 5.8 66 28 6 D177 0580 D151 0580 D155 0580 D153 0580
0590 5.9 66 28 6 D177 0590 D151 0590 D155 0590 D153 0590
0600 6.0 66 28 6 D177 0600 D151 0600 D155 0600 D153 0600
0610 6.1 70 31 8 D177 0610 D151 0610 D155 0610 D153 0610
0620 6.2 70 31 8 D177 0620 D151 0620 D155 0620 D153 0620
0630 6.3 70 31 8 D177 0630 D151 0630 D155 0630 D153 0630
0640 6.4 70 31 8 D177 0640 D151 0640 D155 0640 D153 0640
0650 6.5 70 31 8 D177 0650 D151 0650 D155 0650 D153 0650
0660 6.6 70 31 8 D177 0660 D151 0660 D155 0660 D153 0660
0670 6.7 70 31 8 D177 0670 D151 0670 D155 0670 D153 0670
0680 6.8 74 34 8 D177 0680 D151 0680 D155 0680 D153 0680
0690 6.9 74 34 8 D177 0690 D151 0690 D155 0690 D153 0690
0700 7.0 74 34 8 D177 0700 D151 0700 D155 0700 D153 0700
0710 71 74 34 8 D177 0710 D151 0710 D155 0710 D153 0710
0720 7.2 74 34 8 D177 0720 D151 0720 D155 0720 D153 0720
0730 7.3 74 34 8 D177 0730 D151 0730 D155 0730 D153 0730
0740 74 74 34 8 D177 0740 D151 0740 D155 0740 D153 0740
0750 75 74 34 8 D177 0750 D151 0750 D155 0750 D153 0750
0760 7.6 79 37 8 D177 0760 D151 0760 D155 0760 D153 0760
0770 7.7 79 37 8 D177 0770 D151 0770 D155 0770 D153 0770
0780 7.8 79 37 8 D177 0780 D151 0780 D155 0780 D153 0780
0790 7.9 79 37 8 D177 0790 D151 0790 D155 0790 D153 0790
0800 8.0 79 37 8 D177 0800 D151 0800 D155 0800 D153 0800
0810 8.1 79 37 10 D177 0810 D151 0810 D155 0810 D153 0810
0820 8.2 79 37 10 D177 0820 D151 0820 D155 0820 D153 0820
0830 8.3 79 37 10 D177 0830 D151 0830 D155 0830 D153 0830
0840 8.4 79 37 10 D177 0840 D151 0840 D155 0840 D153 0840
0850 8.5 79 37 10 D177 0850 D151 0850 D155 0850 D153 0850
0860 8.6 84 40 10 D177 0860 D151 0860 D155 0860 D153 0860
0870 8.7 84 40 10 D177 0870 D151 0870 D155 0870 D153 0870
0880 8.8 84 40 10 D177 0880 D151 0880 D155 0880 D153 0880
0890 8.9 84 40 10 D177 0890 D151 0890 D155 0890 D153 0890
0900 9.0 84 40 10 D177 0900 D151 0900 D155 0900 D153 0900
0910 9.1 84 40 10 D177 0910 D151 0910 D155 0910 D153 0910
0920 9.2 84 40 10 D177 0920 D151 0920 D155 0920 D153 0920
0930 9.3 84 40 10 D177 0930 D151 0930 D155 0930 D153 0930
0940 9.4 84 40 10 D177 0940 D151 0940 D155 0940 D153 0940
0950 9.5 84 40 10 D177 0950 D151 0950 D155 0950 D153 0950
0960 9.6 89 43 10 D177 0960 D151 0960 D155 0960 D153 0960
0970 9.7 89 43 10 D177 0970 D151 0970 D155 0970 D153 0970
0980 9.8 89 43 10 D177 0980 D151 0980 D155 0980 D153 0980
0990 9.9 89 43 10 D177 0990 D151 0990 D155 0990 D153 0990
1000 10.0 89 43 10 D177 1000 D151 1000 D155 1000 D153 1000
1010 10.1 89 43 10 D177 1010 D155 1010 D153 1010
12 d, ref - D155 & D153
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Sutton Tools

Catalogue Code HF{tH3 D177
Product Name =R&H DXS
Material ##} HSS Co HSS Co HSS Co
Surface Finish RETAE | TAIN SfL$S5k | TAIN MALsS8k TIAIN L4835k
Colour Ring & Application &¥RE [z F R35W > N R4ON->H R40 UNI R40 VA
Point Type $hseZER] 130° Form A 130° Form B 130° 4 Facet Form B 4 Facet
Ret&£ Shank Tolerance WRRIFLAE h9 h9 h7 h7
| szeRet | 0 L L4 | Mem# (%) | fem# (53 | fem# (5 | fems (%5 |
1020 10.2 89 43 10 D177 1020 D151 1020 D155 1020 D153 1020
1030 10.3 89 43 10 D155 1030 D153 1030
1040 104 89 43 10 D155 1040 D153 1040
1050 10.5 89 43 10 D177 1050 D151 1050 D155 1050 D153 1050
1060 10.6 89 43 12 D155 1060 D153 1060
1070 10.7 95 47 12 D155 1070 D153 1070
1080 10.8 95 47 12 D177 1080 D151 1080 D155 1080 D153 1080
1090 10.9 95 47 12 D155 1090 D153 1090
1100 11.0 95 47 12 D177 1100 D151 1100 D155 1100 D153 1100
1110 1.1 95 47 12 D155 1110 D153 1110
1120 11.2 95 47 12 D177 1120 D155 1120 D153 1120
1130 1.3 95 47 12 D155 1130 D153 1130
1140 1.4 95 47 12 D155 1140 D153 1140
1150 11.5 95 47 12 D177 1150 D151 1150 D155 1150 D153 1150
1160 116 95 47 12 D155 1160 D153 1160
1170 11.7 95 47 12 D155 1170 D153 1170
1180 11.8 95 47 12 D177 1180 D151 1180 D155 1180 D153 1180
1190 1.9 102 51 12 D155 1190 D153 1190
1200 12.0 102 51 12 D177 1200 D151 1200 D155 1200 D153 1200
1210 121 102 51 12 D155 1210 D153 1210
1220 12.2 102 51 12 D151 1220 D155 1220 D153 1220
1230 12.3 102 51 12 D155 1230 D153 1230
1240 124 102 51 12 D155 1240 D153 1240
1250 125 102 51 12 D177 1250 D151 1250 D155 1250 D153 1250
1260 12.6 102 51 12 D155 1260 D153 1260
1270 12.7 102 51 12 D151 1270 D155 1270 D153 1270
1280 12.8 102 51 12 D177 1280 D155 1280 D153 1280
1290 12.9 102 51 12 D155 1290 D153 1290
1300 13.0 102 51 12 D177 1300 D151 1300 D155 1300 D153 1300
1350 13.5 107 54 16 D177 1350 D151 1350 D155 1350 D153 1350
1400 14.0 107 54 16 D177 1400 D151 1400 D155 1400 D153 1400
1450 145 111 56 16 D177 1450 D151 1450 D155 1450 D153 1450
1500 15.0 111 56 16 D177 1500 D151 1500 D155 1500 D153 1500
1550 15.5 115 58 16 D177 1550 D151 1550 D155 1550 D153 1550
1600 16.0 115 58 16 D177 1600 D151 1600 D155 1600 D153 1600
1650 16.5 119 60 20 D177 1650 D151 1650 D155 1650 D153 1650
1700 17.0 119 60 20 D177 1700 D151 1700 D155 1700 D153 1700
1750 17.5 123 62 20 D177 1750 D151 1750 D155 1750 D153 1750
1800 18.0 123 62 20 D177 1800 D151 1800 D155 1800 D153 1800
1850 18.5 127 64 20 D177 1850 D151 1850 D155 1850 D153 1850
1900 19.0 127 64 20 D177 1900 D151 1900 D155 1900 D153 1900
1950 19.5 131 66 20 D177 1950 D151 1950 D155 1950 D153 1950
2000 20.0 131 66 20 D177 2000 D151 2000 D155 2000 D153 2000
dzgref - D155 & D153 13

www.sutton.com.au BSRARNELELRITE~TRESR Refer to our complete Industrial Catalogue online for entire range -



SESL TR TI563L 510,

Drills Jobber 5xd,

Speed & Feeds - refer page 24

TRFERE R LR E—IESHE 24 W

Sutton Tools
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Catalogue Code HF{tH3 D165
Product Name = @&H DXJ
Discount Group #f$0<H A0418
Material #1#} HSS Co
Surface Finish RTETAE | TAIN SfL$88t | TAN SHLs54t
Colour Ring & Application &¥FE fizFl R35W > N R4ON > H R40 UNI
Point Type $hseZER] 130° Form A 130° Form B 130° 4 Facet Form B 4 Facet Form C
Rt&k Shank Tolerance WRFIFLE h9 h9 h7 h7
Couot |6 LG | temt 5% | s 05%) | tens (5%) | tems 13)
0100 1.0 34 13 3 D163 0100 D168 0100
0110 1.1 36 15 3 D163 0110 D168 0110
0120 1.2 38 17 3 D163 0120 D168 0120
0130 1.3 38 17 3 D163 0130 D168 0130
0140 14 40 19 3 D163 0140 D168 0140
0150 15 40 19 3 D163 0150 D168 0150
0160 1.6 43 21 3 D163 0160 D168 0160
0170 1.7 43 21 3 D163 0170 D168 0170
0180 1.8 46 23 3 D163 0180 D168 0180
0190 19 46 23 3 D163 0190 D168 0190
0200 2.0 49 24 3 D163 0200 D168 0200 D169 0200
0210 21 49 24 3 D163 0210 D168 0210 D169 0210
0220 2.2 53 28 3 D163 0220 D168 0220 D169 0220
0230 2.3 53 28 3 D163 0230 D168 0230 D169 0230
0240 24 57 31 3 D163 0240 D168 0240 D169 0240
0250 25 57 31 3 D163 0250 D168 0250 D169 0250
0260 2.6 57 31 3 D163 0260 D168 0260 D169 0260
0270 2.7 61 34 3 D163 0270 D168 0270 D169 0270
0280 2.8 61 34 3 D163 0280 D168 0280 D169 0280
0290 29 61 34 3 D163 0290 D168 0290 D169 0290
0300 3.0 61 33 3 D165 0300 D163 0300 D168 0300 D169 0300
0310 3.1 65 36 4 D165 0310 D163 0310 D168 0310 D169 0310
0320 3.2 65 36 4 D165 0320 D163 0320 D168 0320 D169 0320
0330 3.3 65 36 4 D165 0330 D163 0330 D168 0330 D169 0330
0340 34 70 39 4 D165 0340 D163 0340 D168 0340 D169 0340
0350 3.5 70 39 4 D165 0350 D163 0350 D168 0350 D169 0350
0360 3.6 70 39 4 D165 0360 D163 0360 D168 0360 D169 0360
0370 3.7 70 39 4 D165 0370 D163 0370 D168 0370 D169 0370
0380 3.8 75 43 4 D165 0380 D163 0380 D168 0380 D169 0380
0390 39 75 43 4 D165 0390 D163 0390 D168 0390 D169 0390
0400 4.0 75 43 4 D165 0400 D163 0400 D168 0400 D169 0400
0410 41 75 43 6 D165 0410 D163 0410 D168 0410 D169 0410
0420 4.2 75 43 6 D165 0420 D163 0420 D168 0420 D169 0420
0430 4.3 80 47 6 D165 0430 D163 0430 D168 0430 D169 0430
0440 4.4 80 47 6 D165 0440 D163 0440 D168 0440 D169 0440
0450 45 80 47 6 D165 0450 D163 0450 D168 0450 D169 0450
0460 4.6 80 47 6 D165 0460 D163 0460 D168 0460 D169 0460
0470 4.7 80 47 6 D165 0470 D163 0470 D168 0470 D169 0470
0480 4.8 86 52 6 D165 0480 D163 0480 D168 0480 D169 0480
0490 49 86 52 6 D165 0490 D163 0490 D168 0490 D169 0490
0500 5.0 86 52 6 D165 0500 D163 0500 D168 0500 D169 0500
0510 5.1 86 52 6 D165 0510 D163 0510 D168 0510 D169 0510
0520 5.2 86 52 6 D165 0520 D163 0520 D168 0520 D169 0520
0530 5.3 86 52 6 D165 0530 D163 0530 D168 0530 D169 0530
0540 5.4 93 57 6 D165 0540 D163 0540 D168 0540 D169 0540
0550 5.5 93 57 6 D165 0550 D163 0550 D168 0550 D169 0550
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Catalogue Code HF{tH3 D165
Product Name =R&H DXJ
Discount Group #f$04H A0418
Material ##} HSS Co
Surface Finish RTETAE | TAIN SIfL$88t | AN MALs54E
Colour Ring & Application f¥RE iz R35W > N R40N > H R40 UNI
Point Type $hseZER] 130° Form A 130° Form B 130° 4 Facet Form B 4 Facet Form C
Ret&£ Shank Tolerance WRRIFLAE h9 h9 h7 h7
Couoht |6 d | tems (5% | tems (5% | tems (5% | tems (5%
0560 5.6 93 57 6 D165 0560 D163 0560 D168 0560 D169 0560
0570 5.7 93 57 6 D165 0570 D163 0570 D168 0570 D169 0570
0580 5.8 93 57 6 D165 0580 D163 0580 D168 0580 D169 0580
0590 5.9 93 57 6 D165 0590 D163 0590 D168 0590 D169 0590
0600 6.0 93 57 6 D165 0600 D163 0600 D168 0600 D169 0600
0610 6.1 101 63 8 D165 0610 D163 0610 D168 0610 D169 0610
0620 6.2 101 63 8 D165 0620 D163 0620 D168 0620 D169 0620
0630 6.3 101 63 8 D165 0630 D163 0630 D168 0630 D169 0630
0640 6.4 101 63 8 D165 0640 D163 0640 D168 0640 D169 0640
0650 6.5 101 63 8 D165 0650 D163 0650 D168 0650 D169 0650
0660 6.6 101 63 8 D165 0660 D163 0660 D168 0660 D169 0660
0670 6.7 101 63 8 D165 0670 D163 0670 D168 0670 D169 0670
0680 6.8 109 69 8 D165 0680 D163 0680 D168 0680 D169 0680
0690 6.9 109 69 8 D165 0690 D163 0690 D168 0690 D169 0690
0700 7.0 109 69 8 D165 0700 D163 0700 D168 0700 D169 0700
0710 71 109 69 8 D165 0710 D163 0710 D168 0710 D169 0710
0720 7.2 109 69 8 D165 0720 D163 0720 D168 0720 D169 0720
0730 7.3 109 69 8 D165 0730 D163 0730 D168 0730 D169 0730
0740 7.4 109 69 8 D165 0740 D163 0740 D168 0740 D169 0740
0750 75 109 69 8 D165 0750 D163 0750 D168 0750 D169 0750
0760 7.6 17 75 8 D165 0760 D163 0760 D168 0760 D169 0760
0770 7.7 17 75 8 D165 0770 D163 0770 D168 0770 D169 0770
0780 7.8 17 75 8 D165 0780 D163 0780 D168 0780 D169 0780
0790 7.9 17 75 8 D165 0790 D163 0790 D168 0790 D169 0790
0800 8.0 17 75 8 D165 0800 D163 0800 D168 0800 D169 0800
0810 8.1 17 75 10 D165 0810 D163 0810 D168 0810 D169 0810
0820 8.2 17 75 10 D165 0820 D163 0820 D168 0820 D169 0820
0830 8.3 117 75 10 D165 0830 D163 0830 D168 0830 D169 0830
0840 8.4 17 75 10 D165 0840 D163 0840 D168 0840 D169 0840
0850 85 17 75 10 D165 0850 D163 0850 D168 0850 D169 0850
0860 8.6 125 81 10 D165 0860 D163 0860 D168 0860 D169 0860
0870 8.7 125 81 10 D165 0870 D163 0870 D168 0870 D169 0870
0880 8.8 125 81 10 D165 0880 D163 0880 D168 0880 D169 0880
0890 8.9 125 81 10 D165 0890 D163 0890 D168 0890 D169 0890
0900 9.0 125 81 10 D165 0900 D163 0900 D168 0900 D169 0900
0910 9.1 125 81 10 D165 0910 D163 0910 D168 0910 D169 0910
0920 9.2 125 81 10 D165 0920 D163 0920 D168 0920 D169 0920
0930 9.3 125 81 10 D165 0930 D163 0930 D168 0930 D169 0930
0940 9.4 125 81 10 D165 0940 D163 0940 D168 0940 D169 0940
0950 9.5 125 81 10 D165 0950 D163 0950 D168 0950 D169 0950
0960 9.6 133 87 10 D165 0960 D163 0960 D168 0960 D169 0960
0970 9.7 133 87 10 D165 0970 D163 0970 D168 0970 D169 0970
0980 9.8 133 87 10 D165 0980 D163 0980 D168 0980 D169 0980
0990 9.9 133 87 10 D165 0990 D163 0990 D168 0990 D169 0990
1000 10.0 133 87 10 D165 1000 D163 1000 D168 1000 D169 1000
1010 10.1 133 87 10 D165 1010 D168 1010 D169 1010
d, ref - D155 & D153 15
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Catalogue Code HF{tH3 D165
Product Name = @&H DXJ
Discount Group #f$0<H A0418
Material #1#} HSS Co
Surface Finish RTETAE | TAIN SfL$88t | TAN SHLs54t
Colour Ring & Application &¥KE iz F R35W > N R4ON > H R40 UNI
Point Type $hseZER] 130° Form A 130° Form B 130° 4 Facet Form B 4 Facet Form C
Shank Tolerance {HEFIFLAE h9 h9 h7 h7
| SizeRet | 4 L 4| Mem# (5% | Hem# (159) | fem# (5% | Hem# (153 |

1020 10.2 133 87 10 D165 1020 D163 1020 D168 1020 D169 1020
1030 10.3 133 87 10 D168 1030 D169 1030
1040 104 133 87 10 D168 1040 D169 1040
1050 10.5 133 87 10 D165 1050 D163 1050 D168 1050 D169 1050
1060 10.6 133 87 12 D168 1060 D169 1060
1070 10.7 142 94 12 D168 1070 D169 1070
1080 10.8 142 94 12 D165 1080 D163 1080 D168 1080 D169 1080
1090 10.9 142 94 12 D168 1090 D169 1090
1100 11.0 142 94 12 D165 1100 D163 1100 D168 1100 D169 1100
1110 1.1 142 94 12 D165 1110 D163 1110 D168 1110 D169 1110
1120 1.2 142 94 12 D165 1120 D168 1120 D169 1120
1130 1.3 142 94 12 D168 1130 D169 1130
1140 1.4 142 94 12 D168 1140 D169 1140
1150 115 142 94 12 D165 1150 D163 1150 D168 1150 D169 1150
1160 116 142 94 12 D168 1160 D169 1160
1170 1.7 142 94 12 D168 1170 D169 1170
1180 11.8 142 94 12 D165 1180 D163 1180 D168 1180 D169 1180
1190 1.9 142 94 12 D168 1190 D169 1190
1200 12.0 151 101 12 D165 1200 D163 1200 D168 1200 D169 1200
1210 121 151 101 12 D168 1210 D169 1210
1220 12.2 151 101 12 D165 1220 D163 1220 D168 1220 D169 1220
1230 123 151 101 12 D168 1230 D169 1230
1240 124 151 101 12 D168 1240 D169 1240
1250 125 151 101 12 D165 1250 D163 1250 D168 1250 D169 1250
1260 12.6 151 101 12 D168 1260 D169 1260
1270 12.7 151 101 12 D163 1270 D168 1270 D169 1270
1280 12.8 151 101 12 D165 1280 D168 1280 D169 1280
1290 129 151 101 12 D168 1290 D169 1290
1300 13.0 151 101 12 D165 1300 D163 1300 D168 1300 D169 1300
1350 135 160 108 16 D163 1350 D168 1350 D169 1350
1400 14.0 160 108 16 D163 1400 D168 1400 D169 1400
1450 145 169 114 16 D163 1450 D168 1450 D169 1450
1500 15.0 169 114 16 D163 1500 D168 1500 D169 1500
1550 155 178 120 16 D163 1550 D168 1550 D169 1550
1600 16.0 178 120 16 D163 1600 D168 1600 D169 1600
1650 16.5 184 125 20 D168 1650 D169 1650
1700 17.0 184 125 20 D168 1700 D169 1700
1750 175 191 130 20 D168 1750 D169 1750
1800 18.0 191 130 20 D168 1800 D169 1800
1850 18.5 198 135 20 D168 1850 D169 1850
1900 19.0 198 135 20 D168 1900 D169 1900
1950 195 205 140 20 D168 1950 D169 1950
2000 20.0 205 140 20 D168 2000 D169 2000
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BRSNS EA S RS L
Drills Long & Extra Length

- Suitable for materials up to 1200N/mm?

- Point geometry ensures high strength

- Parabolic flute design for optimal chip transportation
- Less pecking required over standard drills

- TiAIN for longer tool life

Sutfon Tools  Speed & Feeds - refer page 24

- NIRRT 1200 N/mm? 4
- SRR VA EHHRESRE
- MBS, VB HER S R AR
- B — AR AR SRR TR SR R D>
- fE AR, WK TR ERES
TRERE N HLARE—FSHE 24 T |
C  AASSSSSSSESSSES 9 ¢
! ! | : }TCJ logue Code EF{tH D171
Product Name =& DHL
DIN viscount Group 0 [N
1869-1 Material 43 HSS Co HSS Co HSS Co HSS Co
Surface Finish RETLQE | TAIN FLEEE TIAIN S HE585k TIAIN S #L584k TIAIN &1L 455k
E E Colour Ring & Application & ¥FK il R40 N R40 N R40 N R40 N
1869-2 1869-3 Point Type $hxZE51 130° Form B 130° Form B 130° Form B 130° Form B
Rt&& Shank Tolerance WRRIFLAE h9 h9 h9 h9
Sorot] 0| L L L] L L1 L | fems (58) | tom# (5%) | fons (58) | tems (53) |
DIN340 | DIN1869-1 | DIN1869-2 | DIN1869-3
0100 1.0 56 33 D171 0100
0150 15 70 45 D171 0150
0200 2.0 85 56 135 90 D171 0200 D194 0200
0250 25 95 62 | 140 95 D171 0250 D194 0250
0300 3.0 100 66 | 155 105 | 200 135 D171 0300 D194 0300 D195 0300
0330 33 106 69 D171 0330
0350 35 112 73 165 115 | 210 145 | 265 180 D171 0350 D194 0350 D195 0350 D196 0350
0400 4.0 119 78 | 175 120 | 220 150 | 280 190 D171 0400 D194 0400 D195 0400 D196 0400
0420 4.2 119 78 D171 0420
0450 45 126 82 | 185 125 | 235 160 | 295 200 D171 0450 D194 0450 D195 0450 D196 0450
0500 5.0 132 87 195 135 | 245 170 | 315 210 D171 0500 D194 0500 D195 0500 D196 0500
0550 5.5 139 91 205 140 | 260 180 | 330 225 D171 0550 D194 0550 D195 0550 D196 0550
0600 6.0 139 91 205 140 | 260 180 | 330 225 D171 0600 D194 0600 D195 0600 D196 0600
0650 6.5 148 97 | 215 150 | 275 190 | 350 235 D171 0650 D194 0650 D195 0650 D196 0650
0680 6.8 156 102 D171 0680
0700 7.0 156 102 | 225 155 | 290 200 | 370 250 D171 0700 D194 0700 D195 0700 D196 0700
0750 75 156 102 | 225 155 | 290 200 | 370 250 D171 0750 D194 0750 D195 0750 D196 0750
0800 8.0 165 109 | 240 165 | 305 210 | 390 265 D171 0800 D194 0800 D195 0800 D196 0800
0850 8.5 165 109 | 240 165 | 305 210 | 390 265 D171 0850 D194 0850 D195 0850 D196 0850
0900 9.0 175 115 | 250 175 | 320 220 | 410 280 D171 0900 D194 0900 D195 0900 D196 0900
0950 9.5 175 115 | 250 175 | 320 220 | 410 280 D171 0950 D194 0950 D195 0950 D196 0950
1000 10.0 184 121 | 265 185 | 340 235 | 430 295 D171 1000 D194 1000 D195 1000 D196 1000
1020 10.2 184 121 D171 1020
1050 105 184 121 D171 1050
1100 1.0 195 128 D171 1100
1200 115 195 128 D171 1200
1250 12.0 205 134 D171 1250
1270 125 205 134 D171 1270
1300 13.0 205 134 D171 1300

www.sutton.com.au
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Drills Spotting & Countersinks

Speed & Feeds - refer page 24

TRFERE R LR E—IESHE 24 W

Sutton Tools

4 4
d, 5 9 d
T T

I|
DIN
1897

Catalogue Code BF{HG
Discount Group #T#14H

Material #1#}
Surface Finish REIE | TAIN FHLiEE TiN Stk TiN FHEt
Colour Ring & Application ®¥FE “ NC NC
Geometry 5535l - -
Point Type $hRZE5I 90° 90° 120°
Shank Tolerance HERFIFAE - h9 h9
o (53
DIN 335
0430 4.3 40 4 €108 0430
0530 5.3 40 4 108 0530
0630 6.3 45 5 108 0630
0730 7.3 50 6 €108 0730
0800 8.0 50 6 €108 0800
0840 8.4 50 6 108 0840
0940 9.4 50 6 C108 0940
1000 10.0 50 6 €108 1000
1040 10.4 50 6 C108 1040
1150 115 56 8 108 1150
1240 124 56 8 C108 1240
1340 134 56 8 C108 1340
1500 15.0 60 10 €108 1500
1650 16.5 60 10 108 1650
1900 19.0 63 10 €108 1900
2050 20.5 63 10 108 2050
2300 23.0 67 10 €108 2300
2500 25.0 67 10 (108 2500
3000 30.0 7 12 108 3000
3100 31.0 7 12 108 3100
DIN 1897

0300 3.0 46 16 3.0 D175 0300 D176 0300
0400 4.0 55 22 4.0 D175 0400 D176 0400
0500 5.0 62 26 5.0 D175 0500 D176 0500
0600 6.0 63 25 6.0 D175 0600 D176 0600
0800 8.0 80 29 8.0 D175 0800 D176 0800
1000 10.0 90 32 10.0 D175 1000 D176 1000
1200 12.0 100 32 120 D175 1200 D176 1200
1600 16.0 114 35 160 D175 1600 D176 1600
2000 20.0 130 37 20.0 D175 2000 D176 2000
2500 25.0 130 37 25.0 D175 2500 D176 2500
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Endmills Carbide

Sutton Tools

R+t&%
0100 1.0
0150 15
0200 20
0250 25
0300 30
0350 35
0400 40
0450 45
0500 50
0600 6.0
0700 70
0800 80
0900 9.0
1000 10.0
1100 11.0
1200 12.0
1400 14.0
1600 16.0
1800 18.0
2000 20.0
2500 25.0
‘4 Flute
‘4Z7]

www.sutton.com.au

Speed & Feeds - refer page 27

TRFIRE R AR E—IF S 27 T

Catalogue Code EFR{H5

S|

Discount Group #T#14H
Material #1#}
urface Finish REAE

Colour Ring & Application E¥f R ki

Geometry 55cZEF)

Shank Form (DIN 6535) {2 (DIN 6535)
Shank Tolerance MRFIFAE

0 0 O O O A B W W W W w

NN RN R NN RN N RN NN R N NN DN DN D NN

TIAIN L84k TIAIN FHL45%k TIAIN 485k TIAIN FHL4EEE
Up to 1600N/mm? | Up to 1600N/mm? |Up to 1600N/mm?| Up to 1600N/mm?
R30 R30 R30 R30
HA HA HA HA
h6 h6 h6 h6
E603 0100 E605 0100 E604 0100 E607 0100
E603 0150 E605 0150 E604 0150 E607 0150
E603 0200 E605 0200 E604 0200 E607 0200
E603 0250 E605 0250 E604 0250 E607 0250
E603 0300 E605 0300 E604 0300 E607 0300
E603 0350 E604 0350 E607 0350
E603 0400 E605 0400 E604 0400 E607 0400
E603 0450 E604 0450 E607 0450
E603 0500 E605 0500 E604 0500 E607 0500
E603 0600 E605 0600 E604 0600 E607 0600
E603 0700 E604 0700 E607 0700
E603 0800 E605 0800 E604 0800 E607 0800
E603 0900 E604 0900 E607 0900
E603 1000 E604 1000 E607 1000
E603 1100 E604 1100 E607 1100
E603 1200 E604 1200 E607 1200
E603 1400 E604 1400 E607 1400
E603 1600 E604 1600 E607 1600
E603 1800 E604 1800 E607 1800
E603 2000 E604 2000 E607 2000
E603 2500 E604 2500 E607 2500
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BEs <%
Endmills Carbide

Speed & Feeds - refer page 27

TRFRE R AR E—IF S 27 T

Sutton Tools
i na

!
A

d1

Catalogue Code BF {5

Discount Group #T#A40

Material ##}

Surface Finish RE4IE

Colour Ring & Application B¥fK ki
Geometry 52cZEF

Shank Form (DIN 6535) {2 (DIN 6535)
Shank Tolerance MRFIFAE

f

E

dz
I

Z

&

L4

DIN
6527

SUTTON STD
0200 20 50 5 6 2
0300 30 60 8 6 2
0400 40 70 8 6 2
0500 5.0 80 10 6 2
0600 6.0 90 12 6 2
0800 80 100 14 8 2
1000 100 100 18 10 2
1200 120 10 22 12 2
0200 20 50 5 6 4
0300 30 60 8 6 4
0400 40 70 8 6 4
0500 5.0 80 10 6 4
0600 6.0 90 12 6 4
0800 8.0 100 14 8 4
1000 100 100 18 10 4
1200 120 10 22 12 4
DIN 6527L
0400 40 57 11 6 4
0500 5.0 57 13 6 4
0600 6.0 57 13 6 4
0800 80 63 19 8 4
1000 100 72 22 10 4
1200 120 83 26 12 4
1600 16.0 92 32 16 4
2000 200 104 38 20 4
0400 40 57 11 6 3
0500 50 57 13 6 4
0600 6.0 57 16 6 4
0800 80 63 19 8 4
1000 100 72 22 10 4
1200 120 83 26 12 4
1600 16.0 92 32 16 5
2000 200 104 38 20 6

AlCrN SHE55E8

AlcrN LSS

Up to 1300N/mm?

Up to 1300N/mm?

R30

R30

HARQPONY |
R35/38

AlcrN STfLEREE | AlcrN SLERES | AICrN SfLERES

HARQDONY
R45 (Uneq. Flute)

HARPONY
R45 HRS

HA

HA

HA

HA

HA

h6

E555 0200
E555 0300
E555 0400
E555 0500
E555 0600
E555 0800
E555 1000
E555 1200

h6

E557 0200
E557 0300
E557 0400
E557 0500
E557 0600
E557 0800
E557 1000
E557 1200

h6

E535 0400
E535 0500
E535 0600
E535 0800
E535 1000
E535 1200
E535 1600
E535 2000

h6

E545 0400
E545 0500
E545 0600
E545 0800
E545 1000
E545 1200
E545 1600
E545 2000

h6

E549 0400
E549 0500
E549 0600
E549 0800
E549 1000
E549 1200
E549 1600
E549 2000

www.sutton.com.au
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Endmills Slotting + Finishing

Speed & Feeds - refer page 28

TRFIRE T AR E—1F S5 28 T

Sutton Tools

| +

d

al SN
! ‘ I, |T

BEnon

Catalogue Code BF {5
Discount Group #T#A4H
Material ##}

Surface Finish RERIE | TAIN SLiEEE Brt TG0 HE TiAIN SRk TIAIN SfLiags TIAIN SfLEsEs

1

Colour Ring & Application &¥FE Kz Al HAR{PONY ‘
Geometry i3l R30 R40 R45 R30/32 R50
Shank Form (DIN 1835 Part 1) #5128 (DIN 1835 Part 1) A A A A A
Rt&# Shank Tolerance {IRFIFLE h6 h6 h6 h6 h6
DIN327 | _E109 |
0200 20 48 4 6 2 E109 0200
0300 3.0 49 5 6 2 E109 0300
0400 4.0 51 7 6 2 E109 0400
0500 5.0 52 8 6 2 E109 0500
0600 6.0 52 8 6 2 E109 0600
0800 8.0 61 11 10 2 E109 0800
1000 10.0 63 13 10 2 E109 1000
1200 12.0 73 16 12 2 E109 1200
1600 16.0 79 19 16 2 E109 1600
2000 20.0 88 22 20 2 E109 2000
DIN 844K E110' E122 E134 | E137 |
0300 3.0 52 8 6 4 E110 0300 E122 0300 E134 0300
0400 4.0 55 1 6 4 E110 0400 E122 0400 E134 0400
0500 5.0 57 13 6 4 E110 0500 E122 0500 E134 0500
0600 6.0 57 13 6 4 E110 0600 E122 0600 E134 0600 E137 0600
0800 8.0 69 19 10 4 E110 0800 E122 0800 E134 0800 E137 0800
1000 10.0 72 22 10 4 E110 1000 E122 1000 E134 1000 E137 1000
1200 12.0 83 26 12 4 E110 1200 E122 1200 E134 1200 E137 1200
1600 16.0 92 32 16 4 E110 1600 E122 1600 E134 1600 E137 1600
2000 20.0 104 38 20 4 E110 2000 E122 2000 E134 2000 E137 2000
DIN 844L . E124°  E136
0600 6.0 68 24 6 4 E124 0600 E136 0600
0800 8.0 88 38 10 4 E124 0800 E136 0800
1000 10.0 95 45 10 4 E124 1000 E136 1000
1200 12.0 110 53 12 4 E124 1200 E136 1200
1600 16.0 123 63 16 4 E124 1600 E136 1600
2000 20.0 4 75 20 4 E124 2000 E136 2000
2 Flute *3 Flute
T2z33=7 21
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Endmills Roughing

Speed & Feeds - refer page 28

TRFRE T B E—1F S 28 T

Sutton Tools
i 4
: I-\\\\\\\‘\
|

‘ 1
A

— |
B8 =)L)

Catalogue Code EFR {5

Discount Group #T#14A

Material ##}

Surface Finish RET4HE

Colour Ring & Application B ¥f R ki

Geometry $h5eZR R45 HRS R35 WR R55 R30 HR
Shank Form (DIN 1835 Part 1) #{Z%Y (DIN 1835 Part 1) B B B B
Shank Tolerance HWEFIFLE h6 h6 h6 h6
(St | 0 4z | loms (59) | lams (58) | fon# (53) | foms (59) |
DIN 844K | E151 | E176 |
0400 4.0 55 11 6 3 E151 0400
0500 5.0 57 13 4 E151 0500
0600 6.0 57 13 4 E151 0600 E176 0600
0800 8.0 69 19 10 4 E151 0800 E176 0800
1000 10.0 72 22 10 4 E151 1000 E176 1000
1200 12.0 83 26 12 4 E151 1200 E176 1200
1400 14.0 83 26 12 5 E151 1400
1600 16.0 92 32 16 5 E151 1600 E176 16001
1800 18.0 92 32 16 6 E151 1800
2000 20.0 104 38 20 6 E176 20001
2200 22.0 121 45 20 6 E151 2200
2500 25.0 121 45 25 6 E151 2500 E176 2500**
DIN 844K | E152 | E157
0400 4.0 55 5 6 4 E157 0400
0500 5.0 57 6 6 4 E157 0500
0600 6.0 57 7 6 4 E152 0600 E157 0600
0800 8.0 69 9 10 4 E152 0800 E157 0800
1000 10.0 72 11 10 4 E152 1000 E157 1000
1200 12.0 83 13 12 4 E152 1200 E157 1200
1600 16.0 92 17 16 4 E152 1600 E157 1600
2000 20.0 104 21 20 4 E152 2000 E157 2000
2500 25.0 121 45 25 4 E152 2500
DIN 844L | E177 |
0600 6.0 68 24 6 3 E177 0600
0800 8.0 88 38 10 3 E177 0800
1000 10.0 95 45 10 4 E154 1000 E177 1000
1200 12.0 110 53 12 4 E154 1200 E177 1200
1600 16.0 123 63 16 4 E154 1600 E177 1600
2000 20.0 141 75 20 4 E154 2000 E177 2000
2500 25.0 166 90 25 5 E177 2500

*3 Flute 4 Flute **5 Flute
22 *3 7] T4 =7 **5=7]
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Application Guide Speeds & Feeds - Carbide

STUB JOBBER | LONG
Drilling Depth < 3x0 < 5x0 < 8x0
(RIRMVYY D323 | D329 | D326 | D3s2 | D335
Material
Sutton Tools »
Surface Finish AlCrN
Colour Ring & Application < 1400N/mm?

Notes on Drilling

1. Step feeding or pecking is required
for drilling greater than 3 x diameter

2. When drilling cast surface & black (ie.not machined
surface), reduce drilling speed by 20%

3. For optimal positional accuracy and hole size, the use of
spot drills is recommended prior to drilling desired hole,
refer to our standard range (product group A1124).

4. For hole depths greater than 7 x @, pre-drill initially to
pilot start for more accurate hole position and eliminate
drill wandering. The pilot can be drilled with short rigid
drill, approx. 3 x @ in depth and reduced feed to ensure
accurate pilot hole

Geometry | R30 R30 - IK R30 R30-IK | R30-1K

Metal Removal Volume | Medium Medium
Materials HB | N/mm? |% Elong. | Material eg.| Vo |Feed# | Vo |Feed#| Vo |Feed# | Vo |Feed# | Vo | Feed#
1.1 Mild steels, magnetic soft steel |<200| >200<400 10 RFe100 90 | 7 (130 7 |90 | 7 |130| 7 |100 6
1.2 Free cutting, structural, unalloyed | <200 >350<700| 30 | &% 90 | 7 [130 7 |90 | 7 [130| 7 |100| ©
1.3 Plain carbon, low alloyed <300 >30<850 | 20 | G459 175 7 |95 7 75| 7 95| 7 |80 6
1.4 Alloy steels harden. / tempered |<250| >500 <850 30 65| 7 |8 | 7 |65| 7 |8 7 |70 6
1.5 Alloy steels harden. /tempered | <350 >850<1200] 30 | g |50 6 |70 | 6 50| 6 |70 6 |60 5
1.6 lardenor heattreated NOh | 4p0) >1500 | 12 M1 o5 | 4 (40| 4 |25 4 40| 4 |30 3
1.7 Hardened Steel 45-50 Re <550 <12 163 25 3 16| 3 25 3 20| 2
1.8 Hardened Steel 50-62 Re <700 <12 | Hs21018 |10 2 (15| 2 |10 2 15 2 10| 2

2.0 Stainless Steels

2.1 Free machining <250/ <850 25 X8CINiS18-9 | - - 60| 5 - - 60 5 - -
2.2 Austenitic <250/ <850 20 X5CrNi18-10 | - - 150 | 5 - - 50| 5 - -
2.3 Ferritic + martensitic <250/ <850 20 X20Cr13 - - 140 | 5 - - 40| 5 - -

3.1 Lamellar graphite (Grey soft) <150/ <500 10 GG10,6640 | 75 | 6 (150 9 | 75| 6 |150| 9 |130| 8

3.2 Lamellar graphite (Grey hard)  {<300| <1000 10

3.3#&?Lél:rlgspheroidal)graphite& <200/ <700 10

GGG40,
66680 | 65 | 5 100/ 8 | 65| 5 |100 8 |90 | 7

|

4.0 Titaniums
4.1 Pure Titanium <250 <850 20 Ti99.7,Tiog.8 | 40 | 4 | 45 | 5 - - |45 | 5 |40 4
4.2 Titanium alloys >250/ >850 20 | TiCu2,TiAlBV4 | 35 | 3 | 40 | 4 - - 40| 4 |30 3
soWerss
5.1 Nickel alloys <250 <850 25 Ni38, Nisd, 25| 4 | 35| 4 - - 138 |4 |25 3
5.2 Nickel alloys 5250 >850 | 25 | MCORT fog | 4 fg0| 4 | - | - 30| 4 |20 3
6.1 Pure Copper (electrolytic copper) <120| <400 12 SF-Cu 100 7 (125 7 - - |125| 7 |100 6
6:2 Short chip Brase, Phosphor | 00| <700 | 12 | Gcusawi 150 8 (120 8 | - | - 120 8 |100
6.3 Long chip Brass, Bronze <200 <700 12 G-CuPb20sn [120| 7 |150| 7 - - |150| 7 |120 6
7.1 Aluminium unalloyed <100/ <350 15 AI99.5 2501 9 |300| 9 - - |300| 9 |200 8
7.2 Magnesium unalloyed <150/ <350 15 | AI99.85Mg0.5 (250 9 |300| 9 - - 1300| 9 |200 8
7.3 Al Alloyed Si < 1.5 % <120/ <500 15 AMg1.5 250 9 |300| 9 - - |300 9 [200 8
7.4 AlAlloyed 1.5% < Si<10% <120, <400 10 AlSitoMg  [200| 9 |250| 9 - - |250| 9 |200 8
7.5 Al Alloyed > 10% Si - <400 N ASi17Cu4 | 150| 8 |200| 8 - - 200| 8 |150| 7
7.6 Magnesium alloys - <400 N MgA3zn  |200| 8 |250| 8 - - 1250 8 |200| 7
8.0 Plastics
8.1 Plastics, Thermoplastics, Polyethylene | <340 <50 N |, 50 | 4 |50 4 |50 | 4 |50 4 50| 3

FORMULAS
n = (v, X 1000) /(@
X 1)

Feed Table (f) (mm/rev)
Feed No.

LEGEND

1 2 3 n = rev. per minute

0 0.0200.025 0.030 - -
20 0030|0040 0050 0,060 0.080 0100 [0.120 01500180 LRl U V=@ X 1 Xn)/
40  |0.040 0.050 0.060  0.080 0.100 | 0.120 | 0.150 0.180  0.200 f = feed (mm/rev) 1000

50 | 0.045 0.055 0.065 0.085 0.110 0.135 0.165 0.190  0.220 v, = feed rate (mm/min)

6.0 0.050 | 0.060 | 0.080 | 0.100 | 0.120 | 0.150 | 0.180 | 0.200 | 0.250 v,=fXn

8.0 0.060 | 0.080 | 0.100 | 0.120 | 0.150 | 0.200 | 0.250 | 0.300 | 0.350
10.0 0.080 | 0.100 | 0.120 | 0.150 | 0.200 | 0.250 | 0.300 | 0.350 | 0.400
12.0 0.080 | 0.100 | 0.120 | 0.150 | 0.200 | 0.250 | 0.300 | 0.400 | 0.500
16.0 0.100 | 0.120 | 0.150 | 0.200 | 0.250 | 0.300 | 0.400 | 0.500 | 0.600
20.0 0.150 | 0.200 | 0.250 | 0.300 | 0.400 | 0.500 | 0.600 | 0.700 | 0.800

www.sutton.com.au
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Sutton Tools

Notes on Drilling

1. Step feeding or pecking is required
for drilling greater than 3 x diameter

2. When drilling cast surface & black (ie.not machined
surface), reduce drilling speed by 20%

3. For optimal positional accuracy and hole size, the use of
spot drills is recommended prior to drilling desired hole,
refer to our standard range (product group A1124).

4. For hole depths greater than 7 x @, pre-drill initially to
pilot start for more accurate hole position and eliminate
drill wandering. The pilot can be drilled with short rigid
drill, approx. 3 x @ in depth and reduced feed to ensure
accurate pilot hole

Metal Removal Volume

Drilling Depth
Catalogue Code
Material

Surface Finish

Colour Ring & Application
Geometry

Application Guide Speeds & Feeds - Drills

STUB

JOBBER LONG

< 3x0

TIAIN

w-

N/N->H

R35

Spotting |Countersink

TN | TAIN

< 5x0 <7x0 | <10x0 | <12x0 | < 14x0

TIAIN TIAIN

A NC

W->N N->H A N

R40 - -

R35 R40 R40

Medium

High

Med/High

Medium Med/High Medium

Materials

HB | N/mm? |% Elong.| Material eg.

Ve |Feed#| Vo |Feed#

Vo |Feed#| Vo |Feed#| Vc |Feed#| Vc |Feed#

Vo |Feed#| Vo |Feed#| Vc |Feed#| Vc |Feed# Vc |Feed# Vc |Feed# Vc [Feed#| Vo |Feed#

2.0 Stainless Steels

1.1 Mild steels, magnetic soft steel <200 >200<400 | 10 | Rre100 |35 4 40| 6 60| 6 64| 6 35 4 (44| 3 20 4 |29/ 5 70| 7 |58 6 30| 5 |25 5|20/ 5|20 5
1.2 Free cutting, structural, unalloyed | <200/ >350<700| 30 | %% 30 4 30 6 45 6 64| 6 |25 4 36| 3 (254 |25 5 50 7 58 6 16 5 135 105 10| 5
1.3 Plain carbon, low alloyed <300/ >350<830 | 20 | G55 130 4 30| 6 (45 6 (625 20| 4 36 2 |25 4|25/ 5 507 |58 516|513/ 5 105 |10 5
1.4 Alloy steels harden. / tempered |<250| >500 <850 | 30 20 4205 30 6 (30 4 15 4 |22 2 20| 4 |17 4 40| 7 |25 4 16| 4 |13 4 10| 4 |10 4
1.5 Alloy steels harden. /tempered | <350/>850 <1200 30 | qecues, (12| 4 |15 4 |15 6 - | - |15 3 16 1 10| 4 |12 4 (40| 6 - - 10 4 10| 4 10| 4 10| 4
1.6 Hardened heat trealed Noh | gp0) >t500 | 12 MWt | l4p 4 (125 - - 12/8[10 1| - |- 104 25 6 - -|8 4 8 4 10 410 4
1.7 Hardened Steel 45-50 Re <550 <12 O e I 1o S e B T - T e e e B e B - e e e e N I N I I I
1.8 Hardened Steel 50-62 Rc <700 <120 | HS2:10-1-8 | = | - | = | === - = = e e s s e s e e e e ]

6.0 Coppers

2.1 Free machining <250 <850 | 25 | Xecwists9 |15 3 |20 5 10| 5 30| 6 10| 3 (14 2 (12| 4 12|5 (16 4 |25 6 10| 4 |10/ 4 10| 4 |10 4
2.2 Austenitic <250/ <850 | 20 | XsCitg-10 10| 4 (15 5 8 |5 20 5 152 12|18 |5 - | - 12|4 14 5 - |- - - |- -|-
2.3 Ferritic + martensitic <250/ <850 | 20 | X203 (15| 4 20| 4 10| 4 |12 4 102|121 - |- |12 5143 12| 4|10 4 10| 4 |10| 4 |10 4
[socastvors |
3.1 Lamellar graphite (Grey soft) <150 <500 | 10 | GG10,6640 35 5 30 6 44 6 | - | - |30 5 28 2 29| 5 24| 6 40 6 | - - |19 6 |15 6 12 6 126
3.2 Lamellar graphite (Grey hard)  |<300| <1000 10 66640, -|-1/25/6/3|6 |- -/20/4|28 2 |-|-/20 5|36 -|-|16/5|13/ 5 10| 5 |10 5
3.3 Nooular (spheroidal) grapfite & | o0 <700 | 10 66680 | | o5/ 6 44| 5| - |- 20| 4|25 2| -|-]20 6 40/5]|- - |16/ 613/ 6|10|6 10| 6
4.1 Pure Titanium <250/ <850 20 Ti99.7,Ti998 | - | - | - | - | - |- |- |- |-]-|1883|-|-|-|-|-|-|-/\-}|1-|-/'-|-1-/-/1-]-+
4.2 Titanium alloys >250/ >850 20 | TiCu2,TAIGV4 | - | - | - | - | = | = | = | - | - | - [18|3 | - |- |- ||| -|--|-|-|-|-/-|-|-]|-/-+
5.1 Nickel alloys <250/ <850 25 nsgNss, | T | T T - 12(1 (10| 1 |- |- |- |-|-|-|-|-|[-1-/-"/-1-/-1-]1-+
5.2 Nickel alloys 5250 >850 | 25 | MO bbb o o a0 - e e e e e e e e e e e e

7.0 Aluminiums

6.1 Pure Copper (electrolytic copper) <120, <400 12 SF-Cu 45| 530 5|33/ 4 8 |3|50 4 (|72/2 405 |- -130[5]70/3 - |-|-|-|-|-]-/|-+-
6.2 Short chip Brass, Phosphor .

Bronze, qun metal <200/ <700 12 G-Cusni2Ni |35 5 40| 5 (445 | - | - 30| 4 |58 2(32|5 /3 5|40/ 5|-|-/26/5|20/ 5 16/ 5|16 5
6.3 Long chip Brass, Bronze <200/ <700 12 G-CuPb20sn |50 | 5 |60 5 |39| 4 50| 5 (40| 4 |94| 2 |48 5 |48 5 35|4 |40 5 38|5 |31 5 25/5 |25 5

8.0 Plastics

7.1 Aluminium unalloyed <100/ <350 15 AI99.5 60/ 6| -|-/8 5112 6 |50 5 58| 4 48|/6 | - |- 8051128 - |- |- -|-|-|-]-
7.2 Magnesium unalloyed <150/ <350 15 | AI99.85Mg05 |50 | 6 | - | - |70| 6 |80 7 (50| 4 |58 4 (40| 6| - | - |64/6 (807 | - |- |- -|-|-|-]-
7.3 Al Alloyed Si < 1.5 % <120/ <500 15 AMgi5 |50 | 6 |50 6 |70| 6 80| 7 |50 4 58| 4 40| 6 |40 6 64| 6 |80 7 |32|6 |26/ 6 20 6 20| 6
7.4 AlAlloyed 1.5 % < Si<10%  |<120| <400 10 ASitoMg | 40| 5 |40 5 (53| 5 |70 7 35| 4 |44 432|532/ 5 |48/ 5|70/ 6 26/ 5|20 5 |16|5 16| 5
7.5 Al Alloyed > 10% Si - <400 N Asit7cu4 |30 8 |30 7 |- |- |- |-30|4|44 4 |25/7 |25/ 6 30 6 |-|- 18 5|18 5|16|/5 16| 5
7.6 Magnesium alloys - <400 N MgAiBzn |30 8 | - | - | - | -|-|-130/4 |44 4 25|7|--130[6|-|-|-|-|-/=-|-|-]-/]-

8.1 Plastics, Thermoplastics, Polyethylene |<340| <50

Feed Table (f) (mm/rev)

Feed No.
3.0 0.030 | 0.040 | 0.050 | 0.060 | 0.080 | 0.100 | 0.120 | 0.150 | 0.180
4.0 0.040 | 0.050 | 0.060 | 0.080 | 0.100 | 0.120 | 0.150 | 0.180 | 0.200
5.0 0.045 | 0.055 | 0.065 | 0.085 | 0.110 | 0.135 | 0.165 | 0.190 | 0.220
6.0 0.050 | 0.060 | 0.080 | 0.100 | 0.120 | 0.150 | 0.180 | 0.200 | 0.250
8.0 0.060 | 0.080 | 0.100 | 0.120 | 0.150 | 0.200 | 0.250 | 0.300 | 0.350
10.0 0.080 | 0.100 | 0.120 | 0.150 | 0.200 | 0.250 | 0.300 | 0.350 | 0.400
12.0 0.080 | 0.100 | 0.120 | 0.150 | 0.200 | 0.250 | 0.300 | 0.400 | 0.500
16.0 0.100 | 0.120 | 0.150 | 0.200 | 0.250 | 0.300 | 0.400 | 0.500 | 0.600
20.0 0.150 | 0.200 | 0.250 | 0.300 | 0.400 | 0.500 | 0.600 | 0.700 | 0.800

LEGEND
n = rev. per minute

Ve tting speed (m/min)
f = feed (mm/rev)
v, = feed rate (mm/min)

FORMULAS
n = (v, X 1000) / (@
X 1)
VC=(0 X X n)/
1000
v,=fXn
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Application Guide Speeds & Feeds - Taps

oo FOR TAPPING BLIND HOLES THROUGH HOLES
Thread Depth < 2.5x0 < 3x0 < 3x0
Catalogue Code [IRL 04 : 0 Tase | Ts00 | Toe6 | Tsas

Material HSSEV3 HSSEV3

Surface Finish Brt Blu Ni Blu Brt ‘ Blu Ni Blu

Colour Ring & Application N w N w
Geometry R40 R45 Gun High Rake (Special Relief
Materials HB | N/mm? | % Elong. Material eg. Vc (m/min) V¢ (m/min)

1.1 Mild steels, magnetic soft steel | <200/ >200<400 10 RFe100 8 8 18 18 10 10 15 15
1.2 Free cutting, structural, unalloyed | <200 >330<700 | 30 | goar 1% 8 8 15 15 10 10 18 12
1.3 Plain carbon, low alloyed <300/ >350<850 | 20 | G5 10 10 18 18 11 11 15 15
1.4 Alloy steels harden. / tempered |<250| >500 <850 30 4 4 10 10 8 8 15 10
1.5 Alloy steels harden. /terpered |<350 >80 <1200 30 | gt | - - - - - - - -
16 gargifggﬂbrat treated, high — |_4o0! 1500 19 x155900nh;|:‘1’);24, _ _ _ _ _ _ _ _
1.7 Hardened Steel 45-50 Rc <550 <12 - - - - - - - -
1.8 Hardened Steel 50-62 Rc <700 <12 | HS2-10-1-8 - - - - - - - -
—

2.1 Free machining <250/ <850 25 X8CrNiS18-9 - 5 - 8 - 5 - 10
2.2 Austenitic <250, <850 20 | X5Crii18-10 - 3 - 5 - 3 -

2.3 Ferritic + martensitic <250/ <850 20 X20Cr13 - 3 - 4 - 2 - -

3.1 Lamellar graphite (Grey soft) <150, <500 10 GG10, GG40 10 10 - - 15 15 - -

3.2 Lamellar graphite (Grey hard) <300, <1000 10 66640, 8 8 - - 10 10 - -

33 m%?llggélgspheroidal) graphite & <200/ <700 10 GGG8O 8 8 _ _ 10 10 _ B
I

4.1 Pure Titanium <250/ <850 20 Ti99.7,Ti99.8 - - - - - - - -

4.2 Titanium alloys >250/ >850 20 | TiCu2, TiAl6V4 - - - - - - - -

5.1 Nickel alloys <250/ <850 25 Ni38, Ni54, - - - - - - - -

5.2 Nickel alloys >250 >850 | 25 | MNlreFeTi - - - - - - - -
I
6.1 Pure Copper (electrolytic copper) <120, <400 12 SF-Cu - - 5 - - - 8 -
6.2 Short chip Brass. PRosphor | o900 <700 | 12 | cousoni | 8 - - - 12 - - -
6.3 Long chip Brass, Bronze <200, <700 | 12 | c-CuPb2osn | 10 - 15 - 15 - 18 -
]
7.1 Aluminium unalloyed <100/ <350 15 AI99.5 15 - 25 - 18 - 30 -
7.2 Magnesium unalloyed <150/ <350 15 | A199.85Mg0.5 15 - 25 - 18 - 30 -
7.3 Al Alloyed Si < 1.5 % <120, <500 | 15 AMg15 15 - 25 - 18 - 30 -
7.4 A Alloyed 1.5% < Si<10% (<120 <400 | 10 | AsiioMg 10 - 20 - 15 - 25 -
7.5 Al Alloyed > 10% Si - <400 N AISi17Cu4 - - - - - - - -
7.6 Magnesium alloys - <400 N MgAI3Zn - - - - - - - -
8.0 Plastics
8.1 Plastics, Thermoplastics, Polyethylene | <340, <50 N ! ABS, PV, 20 - - - 20 - - -
Notes on Tapping FORMULAS
1. The speeds listed above are a recommendation only, and are based on depth LEGEND n=(v, X 1000)/ (@ X
of thread listed, speeds can be be adjusted on application. As a general rule; W= & (212l minute _ : )
-If hole depth required s less than above mentioned = increase speed Ve = cuttlng speed (m/min) V.= (@ X T X n)/1000
-If hole depth required is more than above mentioned = reduce speed f = pitch (mm) v.=fXn
2. Taps must be driven by the square to eliminate slippage, eg, ER-GB collets (square drive) v, = feed rate (mm/min) o
3. When using spiral flute taps with length compensation tapping attachment,

it is recommended to short pitch the feed 95%, to eliminate tap cutting oversize.
eg. M6x1 @ 1000RPM, Feedrate= 950mm/min
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Application Guide Speeds & Feeds - Taps

TR THREAD FORMING SYNCHRO
Thread Depth < 3x0 <3x0
Catalogue Code . 4 | Te2s 1377 | a3 | Taee | T3s
Material PM-HSSE V3 PM-HSSE V3
Surface Finish | Ni Bu | TN | TN TON | TON | GN TN
Colour Ring & Application | General Production P'r\g?jﬂicutzgn Proﬂi.?cr{ion High Speed Cutting
Geometry Single-Coolant Groove Gun R50 R45AI | Forming

|

Materials HB | N/mm? |% Elong. Material eg. Ve (m/min)
1.1 Mild steels, magnetic soft steel |<200| >200<400 | 10 RFe100 - 15 15 18 50-60 | 40-50 - 20-30
1.2 Free cutting, structural, unalloyed | <200 >350<700 | 30 | gov %) - 15 15 18 4050 | 30-40 - 20-30
1.3 Plain carbon, low alloyed <300 >350<850| 20 | G455 - 12 12 15 3040 | 20-30 - 20-30
1.4 Alloy steels harden. / tempered |<250| >500<850 | 30 - - - - 20-35 15-25 - 10-20
1.5 Alloy steels harden. /tempered |<350 >80 <1200 30 | gt | - - - - 2035 | 1525 - 10-20
16 g?]rgifggﬁbCeat treated, high — |_4o0| 1500 19 x155gc[);vll|:\1’>812»1, _ _ _ _ 12-20 8-15 _ _
1.7 Hardened Steel 45-50 Rc <550 <12 - - - - - - - -
1.8 Hardened Steel 50-62 Rc <700 <12 | HS2-10-1-8 - - - - - - - -
e
2.1 Free machining <250 <850 | 25 | Xecmiste9 | - 12 12 15 15-25 | 20-35 - 10-20
2.2 Austenitic <250/ <850 | 20 | ¥sehitg10 | - 10 10 13 12-20 | 15-25 - 10-20
2.3 Ferritic + martensitic <250/ <850 20 X20Cr13 - - - - 10-15 8-15 - -

3.1 Lamellar graphite (Grey soft) <150, <500 10 GG10, GG40 - - - - 30-40 20-25 - -

3.2 Lamellar graphite (Grey hard) <300, <1000 10 66640, - - - - 30-40 20-25 - -

33 Ilzln%dlg:r (spheroidal) graphite & | o0/ 700 10 66G80 20-25 12-20

=
>

4.0 Titaniums

4.1 Pure Titanium <250/ <850 20 Ti99.7,Ti99.8 - - - - 15-25 10-20 - -
4.2 Titanium alloys >250, >850 20 | TiCu2, TiAlev4 - - - - 10-15 5-10 - -
5.1 Nickel alloys <250/ <850 25 Ni38, Ni54 - - - - 10-15 5-10 - -

5.2 Nickel alloys 5250 >850 | 25 | MCrierem

6.0 Coppers

6.1 Pure Copper (electrolytic copper) <120/ <400 12 SF-Cu 25 30 30 30 25-35 20-30 25-35 20-30
6.2 Short chip Brass, Phosphor

™ Bronze, qun metal <200 <700 | 12 | GCusni2ni - - - - 20-30 | 20-30 | 40-50 .

6.3 Long chip Brass, Bronze <200, <700 | 12 | G-CuPb2osn | 10 25 25 25 25-35 | 20-30 | 2535 -

7.0 Aluminiums I

7.1 Aluminium unalloyed <100/ <350 15 AI99.5 30 30 30 30 60-80 50-60 60-80 20-30

7.2 Magnesium unalloyed <150| <350 | 15 | A99.85Mg05| 30 30 30 30 60-80 | 50-60 | 60-80 | 20-30

7.3 Al Alloyed Si < 1.5 % <120| <500 | 15 AMg15 25 30 30 30 40-50 | 30-40 | 40-50 | 20-30

7.4 Al Alloyed 1.5% < Si<10%  |<120| <400 | 10 | AsitoMg 15 20 20 20 30-40 | 20-30 | 30-40 -

7.5 Al Alloyed > 10% Si - | <400 N | Asit7cus - - - - 20-30 | 20-30 - -

7.6 Magnesium alloys - <400 N MgAI3Zn - - - - 20-30 20-30 - -

8.0 Plastics

8.1 Plastics, Thermoplastics, Polyethylene | <340 <50 N s ive, - - - - 5060 | 50-60 | 60-80 -

Notes on Tapping FORMULAS

1. The speeds listed above are a recommendation only, and are based on depth LEGEND n=(v, X 1000) /(@ X
of thread listed, speeds can be be adjusted on application. As a general rule; 1= &Y [£12)s minute _ : )
-If hole depth required is less than above mentioned = increase speed Ve = cuttlng speed (m/min) V.= (@ X T X n)/1000
-If hole depth required is more than above mentioned = reduce speed f = pitch (mm) v.=fXn

2. Taps must be driven by the square to eliminate slippage, eg, ER-GB collets (square drive) v, = feed rate (mm/min) i

3. When using spiral flute taps with length compensation tapping attachment,
it is recommended to short pitch the feed 95%, to eliminate tap cutting oversize.

26 eg. M6x1 @ 1000RPM, Feedrate= 950mm/min
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Application Guide Speeds & Feeds - Carbide

PROFILING SLOT FINISHING ROUGHING
Sutton Tools
Catalogue Code 60 50 50 6504 4 49
Material
Surface Finish TIAIN TIAIN AICrN TIAIN TIAIN AICrN
Notes on Milling Colour Ring & Application | ;o UR 0 Up fo < 1300N/mm? < 1600N/mm? ARQDO
1. Above values are guidelines for the 9 &7pp | 1600N/mm? | 1600N/mm*
size and type of cut nominated. Geometry R30 R30 R30 R30 R30 R30 R35/38 R45 (Uneq.Flute)  R45HRS
2. For coated tools, speeds may be
increased by 20%.
3. For long series tools, reduce speed
by 40% and feed by 20%.
| !
| f / !
r f f ,
¥ i & I
Materials HB | N/mm? |%Elong. Materialeg. Ve | Feed# | Vc | Feed# | Vc | Feed# Vo | Feed# | Vo | Feed# | Vo | Feed# | Vo | Feed# | Vo | Feed#

1.1 Mild steels, magnetic soft steel | <200 >200<400| 10 | RFe100 (160-180 10 [160-180 10 |90-110| O (90110, 9 (10020 10 200220 9 (200240 15 250320 12 (130-145 10
1.2 Free cutting,structural, unalloyed | <200 >350<700 | 30 | &% &%, 1160-180 10 1160180 10 |90-110| 9 |90-110| 9 [100-120 10 |200220| 9 200240 15 250320 12 (130-145 10
1.3 Plain carbon, low alloyed <300 >350<830| 20 | C5C9D 440160 10 f140-160 10 (80-100 9 | 8595| O 90-110 10 |170-190| 9 |180220 15 210-300 12 [110-130 10
1.4 Alloy steels harden. / tempered <250 >500<850 | 30 100120 9 [100-120 9 |5060| 8 | 5060 8 80-100 8 |150-170 7 |140-160| 13 |170-250 9 |80-100| 9
1.5 Alloy steels harden. /termpered | <350 >850<1200] 30 | it | 4565| 9 (4555 O 2535 8 2535 8 |60-80| 6 10020 5 |95-115 10 130200 7 |3645| 9
1.6 fordene, heat icated hoh | qp0) >1500 | 12 MMM 4se5 9 4ss5| 9 [2505| 8 (2585 8 (5070 6 |40 4 (80100 10 7080 6 |45 9
1.7 Hardened Steel 45-50 R <550 <12 4050 8 |45 8 | - | - | - | - |3555 6 |608 4 (6585 10 | - | - 3040 8
1.8 Hardened Steel 50-62 Re <700 <12 | Hs2-10-1-8 - - - - - - - - - - - - 15070 8 - - - -
2.1 Free machining <250 <850 | 25 | XeCNiS18-9 6575 5 6575 5 3545 4 3545 4 (70-90| O 9010 8 |90-100] 12 (130170 8 | 5060 5
2.2 Austenitic <250 <850 | 20 | XSCNif8-10 5565 5 5565 5 3040 4 3040 4 |60-80] 9 | 7090 | 8 |8090| 12 (100150 8 | 4550 5
2.3 Ferritic + martensitic <250 <850 | 20 | Xaori3 | 4555 5 4555 5 2535 4 2585 4 |50-70) 8 6080 7 |90-100] 12 |80-110| 6 | 3545 5

3.1 Lamellar graphite (Grey soft) ~ |<150 <500 10 GG10,GG40 1150-170 14 [150-170) 14 |90-110| 13 |90-110| 13 |100-120 10 [150-170| 15 [150-170 15 [210-250 11 120-135 14
3.2 Lamellar graphite (Grey hard) <300, <1000 10 Geg40, |90-110] 12 j90-110) 12 |50-70 | 11 |50-70 | 11 80-100 10 |120-140) 11 [120-140) 15 |[140-170 11 | 70-90 | 12

3'3m‘l’l‘é':gl(:p“emida')grap“”"& <200/ <700 10 66680 470-190 13 1170-190 13 [100-120 12 100-120 12 |60-80, 10 (80100 9 [100-120 15 [100-150 11 (135150 13

4.0 Titaniums

4.1 Pure Titanium <250/ <850 | 20 | Ti997,Tieo.s | 75-85| 7 |75-85| 7 4555 6 |4555| 6 |45-65 5 | 7090 | 7 |70-90| 8 |50-70 & |60-70| 7
4.2 Titanium alloys 5250 >850 | 20 | TicuzTiAlev4| 60-70 | 4 | 6070 4 | 3545 3 | 3545 3 |40-60| 5 | 5070 | 5 | 60-80| 8 |40-60 8 | 5055 4
somokes |
5.1 Nickel alloys <250 <850 | 25 | yagwss |5565| 5 (G565 5 |3040 4 (3040 4 (4565 5 7090 7 |60-80| 8 (5070 8 4560 5
5.2 Nickel alloys >250 >850 | 25 | MCrReT | - - - - - - - |40-60| 5 5070 5 |50-70| 8 |40-60 8 - -
6.1 Pure Copper (electrolytic copper)<120| <400 | 12 SF-Cu (220270 12 220-270 12 130150 11 [130-150 11 |100-120 & |110-130 11 | - - 400-450 7 175-215 12
ﬁ'zgpgrﬁghi%r?ﬁﬁ; hosphor 1 200/ <700 12 | GCusni2ni 140-190 10 [140-190 10 |90-110| 9 |90-110| 9 [80-100] 8 110130 10 [280-300] 12 |200-250| 7 [110-150 10
6.3 Long chip Brass, Bronze <200/ <700 | 12 | G-CuPb2osn [180-230 12 1180-230 12 110130 11 [110-130 11 |90-110| & |10 1 | - - |oo0-250 7 145185 12
7.1 Aluminium unalloyed <100| <350 | 15 M995 220270 13 1220270 13 130-150 12 130-150 12 [100-110 8 |110-130 11 |300-400| 15 | - - 75215 13
7.2 Magnesium unalloyed <150| <350 | 15 | A99.85Mg05 220-270 13 220-270 13 (130150 12 [130-150 12 100-110) 8 |110-130| 11 [300-400 15 | - - 175215 13
7.3 Al Alloyed Si < 15 % <120, <500 | 15 AMg5  200-250 13 200250 13 [120-140 12 [120-140 12 |80-90 8 100120 11 |300-400, 15 | - - 160200 13
74AAlloyed 1.5% < Si<10% (<120, <400 | 10 | AsiioMg [180-230 12 [180-230 12 [110-130 11 [110-130 11 |70-80| 8 |90-110| 11 |250-300| 15 | - - 45-185 12
7.5 Al Alloyed > 10% Si - | <400 N ASit7Cu4 140-190 11 [140-190 11 |90-110| 10 |90-110| 10 |60-70 8 | 7090 | 11 |200-250| 15 | - - 110-150 11
7.6 Magnesium alloys - | <400 N MgAiBZn  140-190 11 140190 11 |90-110| 10 |90-110] 10 |60-70| 8 | 7090 | 11 (200250 15 | - - 110-150 11

8.0 Plastics

8.1 Plastics, Thermoplastics, Polyethylene |<340/ <50 N ! 180-2000 8 [180-200 8 180-200 8 180-200 8
Feed Table (f) (mm/tooth) LEGEND FORMULAS
Feed No. = i n=vc X 1000/0 X
0 12 3|4 /5|6 7|89 10 1112 13|14 15| 16 fI'= eV perrn_mute -
2.0  |0.001]0.0010.0010.0020.002] 0.0040.005 | 0.006 |0.007 |0.008 | 0.010|0.012 0.014|0.016 | 0.0180.020 ve = m/min =0 X 1 Xn/
3.0 0002 0.002]0.003/0.003|0.004]0.007|0.010|0.010]0.010 0.012|0.015] 0.017 0.019 | 0.022|0.024 | 0.027 fz = mm/to 1000
50  |0.005 0.006|0.007 0.009 0.010 0.0140.020 0.020 0.022|0.025 0.026/0.026 0.0280.030  0.032 0.038 vf = mm/min f7=vf/z X n

6.0 0.006 | 0.008 | 0.009 | 0.0110.013|0.017 | 0.020 | 0.024 | 0.027 | 0.029 | 0.031 | 0.033 | 0.035| 0.036 | 0.039 | 0.043
8.0 0.010{0.012/0.014 | 0.016 0.019| 0.024 | 0.029 | 0.032 | 0.034 | 0.036 | 0.038 | 0.041 | 0.045 | 0.048 | 0.052 | 0.063
10.0 0.013{0.015/0.018 | 0.021 | 0.024 | 0.030 | 0.036 | 0.039 | 0.044 | 0.049 | 0.053 | 0.058 | 0.063 | 0.067 | 0.071 | 0.075

Z = no. cutting edges vi=fz Xz Xn
Q = metal removal rate Q=ae X ap X vf/
12.0 0.016 | 0.018 | 0.022 | 0.026 | 0.030 | 0.036 | 0.046 | 0.048 | 0.052 | 0.059 | 0.063 | 0.072 | 0.079 | 0.085 | 0.090 | 0.100 cm3/min 1000

16.0 0.020 | 0.023 | 0.027 | 0.031 0.038 | 0.045 0.052 | 0.059 | 0.063 | 0.071 0.079 0.087 0.095 0.100 0.1100.120
20.0 0.022 | 0.028 | 0.033 | 0.038 | 0.045 0.056  0.065 | 0.073 | 0.080 0.090 0.096 0.100 0.110 0.1200.130 0.140
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Application Guide Speeds & Feeds - Endmills

SLOTTING

FINISHING

ROUGHING

ae=1xd,

Sutton Tools ap=1xd,

Catalogue Code
Material

Surface Finish

ag =0.1xd,
ap=15xd,

‘ E134 ‘ E137 ‘ E151 ‘

ae-OSxd
p=1xd,

E152 ‘ E157 ‘ E176

|

2.0 Stainless Steels

Notes on Milling Colour Ring & Application “ HARQONY VA VA H
1. Above values are guidelines for the
size and type of cut nominated. Geometry R30 R40 R30/32 R50 R45 HRS R35 WR R55 R30 HR
2. For coated tools, speeds may be
increased by 20%.
3. For long series tools, reduce speed
by 40% and feed by 20%.
Materials HB | N/mm? | % Elong. | Material eg. Feed# | Vo | Feed# Feed # Feed # Feed# | Vo | Feed# Feed # Feed # Feed #
1.1 Mild steels, magnetic soft steel |<200| >200<400 | 10 RFe100 48 6 - - 110 70 8 70 7 70 6 - - 35 6 - -
1.2 Free cutting, structural, unalloyed | <200/ >30<700 | 30 | SIS 148 | 6 | - | - | 110 70 8|7 | 7|70 6 - |- 3|6/ /-
1.3 Plain carbon, low alloyed <300/ >350<850| 20 | G542 | 5 | - | - o0 | 6 |70 7 70| 6 |60 6 | - | - |25 6| - |-
1.4 Alloy steels harden. / tempered |<250| >500<850 | 30 30 5 - - - - 60 7 40 6 40 5 - - 15 4 40 4
1.5 Alloy steels harden. / tempered | <350 >850<1200] 30 | gomen | 80 | 5 | - | - | - | - |50 | 7 40 6 40| 4 | - | - | 15| 4 |40 | 4
1.6 Hardened, heat treated, high X155CrVMo12-1,
tensile alloy <420/ >1500 12 Q0MV8 24 4 - - - - 40 5 - - 30 4 - - - - 30 2
1.7 Hardened Steel 45-50 Rc <550 <12 - - - - - - - - - - - - - - - - 20 2
1.8 Hardened Steel 50-62 Rc <700 <12 | HS2-10-1-8 - - - - - - - - - - - - - - - - - -

2.1 Free machining <250/ <850 25 X8CrNiS18-9 | 24 - - - - 30 30 25 4 - - 30 - -
2.2 Austenitic <250 <850 20 X5CrNi18-10 | 18 3 - - - - 22 25 15 2 - - 20 - -
2.3 Ferritic + martensitic <250/ <850 20 X20Cr13 15 4 - - - - 18 4 20 15 3 - - 20 25 6

3.1 Lamellar graphite (Grey soft) <150/ <500 10 GG10,GG40 | 48 - - - - 60 - - 60 - - - - - -
3.2 Lamellar graphite (Grey hard) |<300| <1000 10 66640, 36 4 - - - - 50 - - 40 - - - - 60 6
33 ?'n%?fg:é gspheroudal) graphite & <000/ <700 10 GGG8O 30 3 _ _ R R 40 3 B B 5 8 N R - R _ R
4.1 Pure Titanium <250/ <850 20 Ti99.7,Ti99.8 | - - - - - - - - - - - - - - 20 9 30 5
4.2 Titanium alloys >250| >850 20 | TiCu2TiAlBV4 | - - - - - - - - - - - - - - 15 15
5.1 Nickel alloys <250 <850 25 Ni38, Nisd, - - - - - - - - - - - - - - - R 25
5.2 Nickel alloys 5250 >850 | 25 | MO oo oo oo oo 71515

7.0 Aluminiums

6.0 Coppers

6.1 Pure Copper (electrolytic copper) <120| <400 12 SF-Cu 72 6 72 6 150 | 12 | 100 6 - - - - 58 8 49 7 - -
6:2 Short chip Brase, Phosphor | a00 <700 | 12 |ewsmaw | - | - | - | - | - - - - - - - - - - - -3 s
6.3 Long chip Brass, Bronze <200/ <700 12 G-CuPb20Sn | 36 5 48 5 - - 70 5 - - - - 38 8 33 7 - -

8.0 Plastics

8.1 Plastics, Thermoplastics, Polyethylene |<340/ <50

7.1 Aluminium unalloyed <100/ <350 15 AI99.5 85 6 96 6 |30 | 12 (100 | 6 | 100 | 7 120 | 9 77 6 52 5 - -
7.2 Magnesium unalloyed <150 <350 15 | AI99.85Mg0.5 | 85 6 96 6 | 300 12 |100| 6 | 100 | 7 |120| 9 7 6 52 5 - -
7.3 Al Alloyed Si < 1.5 % <120 <500 15 AMg1.5 75 5 84 5 | 250 | 12 | 80 6 90 7 | 120 | 9 67 6 48 5 - -
7.4 Al Alloyed 1.5 % < Si<10%  |<120| <400 10 AiSi10Mg 65 5 72 5 | 180 | 12 | 70 5 80 6 80 8 58 5 40 4 - -
7.5 Al Alloyed > 10% Si - <400 N ASi17Cu4 | 45 5 48 6 - - - - - - - - 40 7 - - - -
7.6 Magnesium alloys - <400 MgAI3Zn 45 6 48 6 - - - - - - - - 40 7 - - - -

Feed Table (f) (mm/tooth

LEGEND

eriiNos N = rev. per minute
20 | 0.001|0.0010.001|0.002 0.002|0.004 0.0050.006 0.007|0.008|0.010|0.012 0.014 0.016|0.018|0.020 ve = m/min
30  |0.002|0.0020.003|0.003|0.004 0.007|0.010|0.010 0.010 0.012| 0.015 0.017 0.019|0.022| 0.024 0.027 fz = mm/tooth
50 |0.005 0.006 0.007 0.009|0.010 0.014|0.020|0.020 0.022 0.025 0.026 0.026 0.0280.030 0.032 0.038 vf = mm/min
6.0  |0.006 0.008 0.009 0.011|0.013 0.017|0.020| 0.024  0.027 0.029 0.031 0.033|0.035 0.036 0.0390.043 = no. cutting edges
80  |0.010 0.012 0014 0.016|0.019 0.024|0.029|0.032  0.034  0.036 0.038 0.0410.045 | 0.048 0.052 | 0.063
10.0 | 0.013/0.015 0.018  0.0210.024|0.030  0.036|0.039 | 0.044  0.049 | 0.053 | 0.058 | 0.063 | 0.067 | 0.071 0.075 Q = metal rem_oval rate
120 | 0.016/0.018| 0.022) 0.0260.030| 0.036 | 0.046 | 0.048 | 0.052| 0.059 | 0.063 | 0.072 | 0.079|0.085 | 0.090 | 0.100 cm3/min
28 16.0 | 0020 0.023|0.027|0.0310.038|0.045| 0.052 | 0.059 | 0.063| 0.071 0.079 0.087| 0.095 0.100 0110 0.120
200 |0.022]0.028) 0.033|0.038 | 0.045 0.0560.065 0.073  0.080|0.090  0.096 0.1000.110|0.120  0.130 | 0.140

FORMULAS
n=vc X 1000/ 0 X

Tt
ve=0 X 1t Xn/
1000
fz=vf/z X n
vi=fz Xz Xn
Q=ae X ap X vf/
1000
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Technical Information Surface Finish

Trade Name Coating

Coeff. of
Friction vs
Steel

Micro-
hardness

Coating
Structure

Thermal

Stability | COlour

Application & Benefits

Brt -

08-1.0

* Non-ferrous metals and plastics

Blu Steam Oxide

08-1.0

* Ferrous metals e.g. HSS

 Prevents chip build-up on the cutting edges
o Cutting sticky ferrous materials

e Increased corrosion resistance

- Blue - Black

Plasma

Ni Nitride

08-1.0

 Abrasive materials - cast iron and aluminium alloys

Futura Nano

(TIAIN) TIAIN

Nano Layer 3300 HV 0.3-0.35

 Abrasive materials - cast iron and heat treated steel
« Difficult to machine materials, such as stainless steel
o Higher speeds and feeds

 Reduces or eliminates use of coolants

up to

900°C Violet - Grey

Hardlube TIAIN + WC/C

Nano Layer 3000 HV 0.15-0.2

 Qutstanding frictionla and lubrication properties of the WC/C
coating allow for smooth chip flow.

 Tapping & drilling in difficult to machine materials

© MQL (minimum quantity lubricaiton) or dry machining

up to

800°C Dark Grey

Alcrona AICTN

Mono Layer 3200 HV

| ow alloy steels and high tensile steels
 Hardened steels up to 54 HRC
o |deal for carbide tools

up to

1.100°C Blue - Grey

Helica Alcrona based

Multi Layer 3000 HV

 Longer tool life

 Higher cutting speeds and feeds

© Superb chip evacuation

 Greater number of regrinds

© Improved drill hole quality

o Excellent performance in abrasive material

up to

1100°C Copper

TiCN TiCN

Gradient

Coating 3000 HY

0.4

 High performance applications

o Difficult to machine materials

 Abrasive materials - cast iron and aluminium alloys
 Adhesive materials - copper and copper based alloys

up to

400°C Blue - Grey

TiN TiN

Mono Layer 2300 HV 0.4

© General purpose use

* Wide range of materials

* 3 to 8 times longer tool life than uncoated tools

* Higher tool speeds and feeds than uncoated tools

up to

600°C Gold - Yellow

CrN CrN

Gradient

Coating 17501

0.5

 Cutting and forming of copper, nickel, & monel metal

 Enhanced thermal stability and oxidation resistance

o Excellent corrosion resistance

 Low internal stress of coating results in excellent adhesion under
high loads

up to

700°C Silver - Grey

Abbreviations

Conventional high

Application

Standard tool material for most common

Description

Used for the manufacturing of cutting tools such as twist drills, end mills and taps. Yields

speed steel applications consistent hardness levels following heat treatment providing for a reputable tool life.
HSS Co 5% cobalt grade of High-heat resistance, especially suited for Cobalt alloyed, tungsten-molybdenum high speed steel possessing high hardness, excellent
high speed steel roughing or when coolant insufficient cutting properties, high-red hardness and good toughness.
8% cobalt grade of Increased heat resistance & hardness, Available for applications that require a strong resistance to softening at elevated cutting
high speed steel suitable for difficult-to-machine materials temperatures. The ability of the steel to maintain its “red-hot hardness” is provided by the
addition of cobalt. The high hot hardness is required for machining difficult materials such as
nickel-base, titanium and highly alloyed steel.
Premium grade of Wide range of machine taps. Vanadium grade gives high wear resistance and toughness for most tapping applications.
HSSE V3 h
high speed steel
Powdered metallurgy | Materials with hardness up to 40HR, PM-HSS V3 for higher performance tools, incorporates very fine and uniform grain structure
PM-HSSE V3 - vanadium grade of | Difficult to machine materials allowing a high hardness to be achieved, whilst maintaining good toughness.
high speed steel eg. stainless steels.
Powdered metallurgy | Materials with hardness up to 45HR, The addition of cobalt provides this material with the ability to maintain its strength and
- 8% Cobalt grade of hardness level when exposed to extremely high cutting temperatures. This makes PM-HSS Co
high speed steel suitable for heavy duty tapping, in materials such as high alloyed steels to non-ferrous metals

like Ni-base alloys & Ti-alloys.

Powdered metallurgy

Special applications, requiring very high

An excellent bridge material between high speed steel and carbide. SPM offers very high red

- 11% Cobalt grade edge hardness. hardness, wear resistance and the highest compressive strength of any high speed steel.
of high speed steel Cutting tools with the appropriate geometry
can be applied to workpiece materials with
hardness up to 55HR;
Sub-micron grade of | Tapping hardened steel Ultra fine grain type (0.8uym) with maximum toughness & high hardness, therefore especially

solid Carbide
(IS0 K15-K30)

recommended for rotating tools to machine hardened parts.

Sub-micron grade of

Sutton standard grade for endmills & drills

Ultra fine grain type (0.6pm) offers the ideal combination of hardness & toughness for high

solid Carbide performance drilling & general milling applications

(ISO K40)

Sub-micron grade of | High performance grade for endmills Ultra fine grain type (0.5um) offers the best wear resistance for high performance milling
solid Carbide applications.

(IS0 K40-K50)
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