ASHOK
PIRAMAL
GROUP

CORE VALUES

We abide by these enduring values that are the foundation of our business and at
the heart of all we do each day.

Customer Focus
We listen to our customers,
We are committed to delivering real value.
We take ownership of our customer’s problem until it is solved.

Integrity
We hold ourselves and others to the highest ethical standards.
We are honest with each other and constructively give and willingly accept candid feedback.
We build relationships of trust so we can share and accept the truth,
even when its hard to say or hear.
We do the right things even when no one is watching.

Teamwork
We respect others and value their ideas and point of view.
We work together and support each other to achieve our goals.
We incorporate fun with hard work.
We have a passion for winning.
We all play an important role.
We are one Enterprise. There is no “they” or “|”.

Passion for Excellence
We strive to find better ways to solve customer problems.
We embrace change and use it to shape our own future.
we seek innovative solutions to achieve a competitive advantage.
We recognize outstanding performance.
We inspire each other to succeed.
We encourage risk-taking.

Accountability
We take ownership of results delivered in our area of work.
We are responsible for and committed to our own personal growth and development.
We work through challenges and obstacles to achieve a successful outcome.

Respect
We show consideration, listen and seek inputs and treat each ather fairly.
We acknowledge work-life balance as a key driver to achieve a competitive edge.
We value diversity of people and ideas irrespective of the level of experience.
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Company Profile

Miranda Tools was established in 1945 & is a part of Ashok Piramal
Group, one of the most progressive and rapidly growing industrial
groups in India. The group has diverse business interests in Textiles,
Electronics, Auto Electricals, Cutting Tools & Real Estate
Development.

Miranda Tools manufactures HSS Tool Bits, Drills, End mills,
Reamers, HSS Saws and Metal Cutting Bandsaw Blades. It has its
Manufacturing unit & Marketing office at Ankleshwar in the State of
Gujarat in India. It is equipped with state of the art technology for
producing precision cutting tools conforming to IS, BS, DIN, JIS & ISO
standards.

Miranda Tools was the first Indian company manufacturing high
speed steel tools to have been awarded the ISO 9002:1994 certificate
by BVQI in August 1994. Miranda Tools is now certified to ISO
9001:2008 by BVQI since February 2009.

In 2005, Miranda Tools has entered into a joint venture for
manufacturing HSS Taps with M/s FRENCH ENGINEERING WORKS,
Johanessburg (South Africa). These Taps are manufactured
conforming to IS, BS, DIN, JIS & ISO standards.

Miranda Tools has an extensive Sales & Marketing network
comprising Depots/Branches/Resident Engineers & over 400
distributors spread all over India.

Miranda Tools is rapidly turning global with exports to most
developed countries. It supplies its products to its customers in USA,
UK, Europe, Middle East, South East Asia, Scandinavian countries &
Australasia.
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Terms & Conditions

Prices are given inclusive of excise duty & ED cess (Exclusive Low alloy
Hand & Power Hacksaw)

But exclusive of sales Tax, Octroi, & other similar government levies.
Delivery FO.R Destination.

This price supersedes our previous Price List, and are subject to revision
without notice.

Unlisted intermediate sizes, the higher Price of next listed size inch or
mm will apply.

We also manufacture special products as per your requirement.




BUREAU VERITAS

Certification

Certification

Awarded to

T™ MIRANDA TOOLS PVT.LTD.

SITE 1: PLOT NO. 903 / 804, G.1.D.C., ANKLESHWAR ~ 393 002, GUJARAT, INDIA.
SITE 2: PLOT NOD, A-2/4110, G.|.D.C., ANKLESHWAR - 383 002, GUJARAT, INDIA.

Burean Veritas Certification (India) Private Liniited certify that the
Management Systen of the above arganisation bas been acdited and found
fo be in accordance with the requirenents of the standard detailed below

STANDARD

ISO 9001:2008

— SCOPE OF SUPPLY
SITE 1: PRODUCTION AND SUPPLY OF HIGH SPEED STEEL DRILLS,
TOOL BITS, END MILLS AND REAMERS.

SITE 2: PRODUCTION AND SUPPLY OF SAWS SUCH AS POWER SAWS,
HACKSAWS, METAL CUTTING BAND SAWS AND BI METAL BAND SAWS.

PEBRMITTED EXCILITSION(S)
7.3 - Design and development.

Orginal Approeed Dat 19 August 1994

Secbfect ta the combnseed fundiyfictary spenttion of the arganivation’s Management Syviem,

this carieficare v vadid wniii: 10 January 2012
T cheske this cortefivate valedity plecese eallz. +91 22 6595 6300

Frirther cavifications regarding the scapa of thie cerfificate and the applicabiltty of ihe
Management Syittm rguirements vaay be obtaised by coninlting the oroaviration,

Crteficaty Nl INDBGOTS Diute: 08 February 2008
E i ( ‘: Dmny 1 s © gttt “
Aeediea il ettt u ':‘A 5
R. K. SHARMA = et s (Y P v
Director 0ot

(’r})‘{ﬂ}:.-r.f,m,rr ! .-Udf,l@.n’r(g f.'lill_]'f{r Addvndse ATk Cenden " S0h Floor, Ketnbadof Slorad A f.—?r:‘_b
Cpp Awser Diobaeitroisd Estante, OFF Sandes Ve Ripaie) = dwalluoet” (Eleriit); Moelosi — 400 072, Twefcer
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MIRANDA TOOLS

Quality Policy

It is our policy to
Provide quality products and support that
consistently satisfy customer requirements
And
Achieve a preferred status in the market
through continuous improvement and innovation.

To achieve this, we shall consistently
comply with and improve our Quality

Management System.
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TOOLBITS

MIRANDA

TOOLS

Description

Page No.

HSS FLAT TOOLBITS & PARTING TOOLBITS

HSS TOOLBITS SQUARE ZEDD M2

HSS TOOLBITS SQUARE / ROUND

5100 M35

HSS TOOLBITS SQUARE / ROUND

5200 M42

HSS TOOLBITS SQUARE / ROUND

5400 T42

[1-12

HSS TOOLBITS SQUARE / ROUND

5400 E

13-14

HSS TOOLBITS SQUARE / ROUND

S500 T42

14-15

l~N|Ovn|| AW —

TECHNICAL DETAILS




MIRANDA TOOLS

HSS FLAT TOOLBITS
T
i L i
MARK Il
PCK
QTy | PART CODE (MRe9e1) | PRICE
_ : ; MM iNcH | RE/PIECE
3X20%150 VIS 0 | smac | 701aC 24 S00AC | 700AC B8
3X25X150 1/8"X 1" X&" o | soBC | miIBC 49 8IBC | 701BC | 1171
5X26X150 3716°X1X6" o | ecc | 7IeCC 2 elocc | 7iocc | 1436
6X12X100 X124 n | exoe | 700c 3ls E200C | oodac | 4
6X12X150 LK1 28" 0 | miEC | 7EC 485 RIEC | T2IEC 760
6X16X150 14 XE /B XS 0 | mrc | 7IRC 576 106AC | OOBACT | 934
6X20X150 IHDGMAXE 0 | saGc | mec 685 mGc | mec | on
6X25X150 174X 1"X$' v | eHC | 74HC a3 @4HC | Z4HC | 1307
X121 WEX 12" o | exc T™iC 475 eoc | Tc 745
16X16X100 IIENA 10 | @Ikc | 7IKC 527 BIKC | TIIKC 828
10X 16150 AR/ X" 0 | mac | 7c 04 eRLC | Tac | 1288
10201 50 B/RGANE" 0 | smMc | mamMc 950 anuMC | 7aMC | 1483
10X25X150 38X 1"X¢" 0 | @4NC | TaNC | 16 BMNC | ai3ace | 2546
1 2X16X150 IAXEAXE | BIOFC | THORC lalé GHOPC | THRC | 1805
125€20¢1 50 1/27/46 | B4IQC | HMIQC | 1125 MIQC | HMIQC | 19%
12225150 127X 1" X6" | B4ZAC | 74RC 1476 BZAC | 74RC | 230
|EXTZ0XIS0 | SAGME | s | 7505C 1532 asosc | 750SC | 2817
X251 50 34X 1"X8" | 80TC | TeOTC | 2158 8OTC | 760TC | 4l4i
HSS PARTING TOOLBITS
T
IE:
|/
HH:::.-'I' L X
=i
= il MARK B T42
(rxwxl) | (Txwxi) (MIRDSOI) RS/PEECE (LEPSO1) RS.PEECE
PIDORXe | 2.38X12.7X1016 | 10 S00AC 414 201AC ns
DG/ | 2.38X15.80X127 | 10 961BC 519 501BC 956
1/8X3/4X6 | 2.1mX19.05X1524 | 10 910 662 2038C* 1174
I/BX7/EXE | 1ID@I2IXISZA4 | 10 911DC 774 204CC" 1431
/18XIXE | 4.70054XI524 | 10 92EC 342 0EC 1641

Nty ; kearn meyriasd ® are sagtock are stars with MIRDIC9
Al fterra required minemorn onder valus of Ra 20,000/-.



M MIRANDA TOOLS
HSS TOOLBITS SQUARE
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HSS TOOLBITS SQUARE ZEDD M2

GIRADEE
BELUNVALENT TEDD M2 3G
MM mim Inch
(MIROR0T) (HERR9OI)

= 7L x 2172 23 x 5150 - DO0AC 75 10

- ¥l ox 3 23 x 7610 - mIBC [P 1]
ix 75 im x 3 118 x F&20 0AC GaCE P 10
3 x 190 % x 4 4,18 x 18 40 WIBC ol & 10
4x 75 B2 x 3 i x Te30 21000 TEC a7 10
4 x 100 BEAl x 4 397 x 10 650 211DC 2IFC 1@ 10
5x 715 ¥le x 3 476 x Ta I3 230EC Q3GE 74 10
5 x 1 it x 4 4,76 x |Gl 60 22IFC 031 HC " 10
5x 15 it x & 476 x | 5140 2360 033C 154 10
6x 75 4 x 3 635 x J&.20 240HC HOKC ] 10
éx 190 M4 x 4 535 x 10 .60 Ajc LE [[+]] L]
6 x 150 14 x & 535 x | 52.40 232610 D2 145 10
6 x 2% 14 x B 535 x M3 20 BIC GdINC 08 L]
Bx T& 86 x 1 7.0 x Fo20 HOMC A5apC -1 10
Bx 19 Blé x 4 7.5 x 101 450 MINC 05 1O 123 10
Bx 150 BiE x & 794 x | 51.40 243PC O5IRE 206 10
B x 200 SE = B 794 x 20220 HMIOC 05350 261 10

= T x 3 953 x FEXD - 060TC 1] 10

- M x 4 $53 x 10160 - 0 1 145 1%

= ' x & %53 x | 51.40 - DETWC p e 10

= T x B 953 x 203.20 - L1 m 1%

= E x IO $.53 x 254.00 - 0T T 10
Inx 75 = - 250RC - 133 10
1D x 100 e - 2515C - 158 1%
10 x 150 - - 25ITC - 245 £ ]
10 x 200 - - 253¥C - 347 1%
10 x 250 - - 25PNC - 433 1%
I2x 75 R x 3 1270 x F&.20 HS0AC 070AC 180 1%
12 x I Il x 4 1270 2 | ¢ 60 26 1BC 07 IBC Thh 10
12 x 150 Il x & 1270 = 15240 251CC 17, My 19
12 x 30 Il x B 1270 = 203320 1630 C 073D 455 [
12 x 250 Il = 10 1270 = 254.00 164EC OF4EC &93 [ ]
14 x 100 & x 4 1429 = 10180 A03RC 07ETE e |
4 x 150 i x & 1439 x 15140 iy OFEVE 430 |




HSS TOOLBITS SQUARE ZEDD M2

MIRANDA TOOLS

GRADES
EQUIVALENT ZEDD M2 SQ PCK
MM mm inch QrY
(MIR0901) (MIR0901)
14 x 200 9/16 x 8 14.2% x 203.20 265WC O77HC I
16 x 100 58 x 4 15.88 x 101.60 270FC 080FC 359 |
16 x 150 58 x 6 15.88 x 152.40 271GC 081GC 530 |
16 x 200 58 x 8 15.88 x 203.20 272HC 0B2HC 716 1
- 34 x 4 19.05 x 101.60 - 090/C 496 |
= 34 x 6 19.05 x 152.40 - 091KC 726 |
- 34 x 8 19.05 x 203.20 - 092LC 993 1
20 x 100 - - 280JC - 542 1
20 x 150 - - 281KC - 791 1
20 x 200 - - 2821.C - 1081 |
25 x 150 I x 6 2540 x 152.40 290MC 100MC 1224 1
25 x 200 I x 8 2540 x 203.20 29INC I0INC 1664 |
Note : All items required minimum order value of Rs. 20,000/-.
HSS TOOLBITS SQUARE/ROUND S100 M35
GRADES
EQUIVALENT S100 M35 (SQ.) $100 M35 (RD) PCK
MM mm inch mm inch QTY
(MIR0906) | (MIR0O906) | (MIROS06) | (MIR0%06)

- 3/32 x 2.172 2.38 x 63.50 - 000AC - 300AC 155 10
3/32 x 3 238 x 76.20 - 001BC - 30IBC 249 10
Ix 75 1/8 x 3 3.18 x 76.20 200AC Hlves 500AC 310CC 169 10
3 x 100 1/8 x 4 3.18 x 101.60 201BC 011DC 501BC 31IDC 306 10
4x 75 532 x 3 397 x 7620 210CC 020EC 510CC 320EC 172 10
4 x 100 532 x 4 3.97 x 101.60 211DC 02|FC 511DC 321FC 267 10
5x 75 316 x 3 476 x 76.20 220EC 030GC 520EC 33GC 135 10
5 x 100 316 x 4 4.76 x 101.60 22|FC 031HC 52IFC 331HC 200 10
5 x 150 3lex 6 4.76 x 152.40 222GC 032C 522GC 332)C 363 10
6x 75 14 x 3 6.35 x 76.20 230HC 040KC 530HC 340KC 172 10
6 x 100 114 x 4 6.35 x 101.60 231)C 041LC 531)C 4|LC 234 10
& x 150 /4 x 6 6.35 x 152.40 232KC 042MC 532KC 342MC 383 10
6 x 200 /4 x 8 6.35 x203.20 233LC 043NC 533LC 343NC 636 10
8x 75 5/16 x 3 794 x 76.20 240MC 050PC 540MC 350PC 225 10
8 x 100 516 x 4 7.94 x 101.60 24INC 051QC 54INC 351QC 3i2 10
8 x 150 5/16 x & 794 x 15240 242PC 052RC 542PC 352RC 497 10
8 x 200 5/16 x 8 7.94 x203.20 243QC 053s5C 543QC 3535C 708 10
8 x 3 9.53 x 76.20 - 060TC - 360TC 263 10
38 x 4 9.53 x 101.60 - 0s1VC - 361VC 352 10
38 x 6 9.53 x 152.40 - 062WC - 362WC 555 10
38 x 8 9.53 x203.20 - 063XC - 363XC 791 10
38 x 10 9.53 x254.00 - 064YC - 364YC 1048 10
10x 75 - - 250RC - 550RC - 287 10
10 x 100 - - 2518C - 5518C - 383 10




HSS TOOLBITS SQUARE/ROUND S$100 M35

MIRANDA TOOLS

GRADES
EQUIVALENT |  SI100 M35 (SQ) $100 M35 (RD) PCK
MM mm inch mm inch QrY
(MIR0906) | (MIR0906) | (MIR0906) | (MIR0906)
10 x 150 : : 252TC : 552TC . 601 10
10 x 200 - ; 253VC ] 553VC - 846 10
10 x 250 - : 254WC - 554WC - 117 10
2x 75 | 112 x 3 12.70 x 7620 | 260AC 070AC 560AC 370AC 416 10
12x 100 | 12 x 4 12.70 x 101.60 | 261BC 071BC 561BC 371BC 555 10
12x150 | 112 x 6 1270 x 15240 | 262CC 072CC 562CC 3720C 855 10
12x200 | 12 x 8 12.70 x 20320 | 263DC 073DC 563DC 373DC 1195 10
12x250 | 12 x IO 12.70 x 25400 | 264EC 074EC S64EC 374EC 1676 10
14x 100 | 916x 4 1429 x 101.60 | 303PC 103PC 503PC 375TC 714 I
14x 150 | 9l6x 6 1429 x 15240 | 304QC 104QC 504QC 376vC 1079 I
14x200 | 916x 8 1429 x 20320 | 305RC 105RC 505RC 377HC 1499 I
16 x 100 | 58 x 4 1588 x 101.60 | 270FC 080FC 570FC 380FC 916 I
16 x 150 | 58 x 6 1588 x 15240 | 27IGC 081GC 571GC 381GC 1377 I
16 x200 | 58 x 8 15.88 x 20320 | 272HC 082HC 572HC 382HC 1883 I
’ 4 x 4 19.05 x 101.60 2 090)C - 390)C 1275 I
- I x 6 19.05 x 15240 : 091KC : 391KC 1908 I
- ¥4 x 8 19.05 x 203.20 - 052LC ] 392LC 2561 I
20 x 100 : : 280/C - 580jC 2 1388 I
20 x 150 - ] 281KC ] 581KC - 2079 I
20 x 200 . - 2801.C - 582LC : 2771 I
25 x 150 | x 6 2540 x 15240 | 290MC 100MC 590MC 400MC 3169 I
25 x 200 | x 8 2540 x 20320 | 29INC 10INC 59INC 40INC 4225 I
Note : All items required minimum order value of Rs. 20,000/-.
HSS TOOLBITS SQUARE/ROUND S200 M42
GRADES
MM INCH EQUIVALENT 5200 M2 (SQ. $200 M42 (RD) P::.:/E PCK
(WxL) WxL) MM mm inch mm inch piece | 9T
(MIR0902) | (MIR0902) | (MIR0S02) | (MIR0902)
- W2 x 212 | 238 x 6350 - 000AC - 300AC 217 10
- 332 x 3 238 x 7620 z 001BC - 301BC 348 10
3x 75 /8 x 3 3.18 x 7620 | 200AC ol0cC 500AC 310CC 240 10
3 x 100 I8 x 4 3.18 x 10160 | 20IBC 011DC 501BC 311DC 442 10
4x 75 | 5@2x 3 397 x 7620 | 2l0CC 020EC 510CC 320EC 246 10
4x 100 | 532x 4 397 x 10160 | 21IDC 021FC 511DC 2IFC 382 10
5x 75 316 x 3 476 x 7620 | 220EC 030GC 520EC 330GC 178 10
5x100 | 316x 4 476 x 10160 | 221FC 031HC 52IFC 331HC 261 10
5x 150 | 36x 6 476 x 15240 | 222G6C 032)C 522GC 332)C 557 10
6x 75 14 x 3 635 x 7620 | 230HC 040KC 530HC 340KC 240 10
6 x 100 14 x 4 6.35 x 101.60 3I)C 04ILC 531)C 4ILC 318 10
6 x 150 14 x 6 635 x 15240 | 232KC 042MC 532KC 342MC 521 10
6 x 200 14 x B 6.35 x20320 | 233LC 043NC 533LC 3M3NC 8al 10
8x 75 | 5/l6x 3 794 x 7620 | 240MC 050PC 540MC 350PC 307 10
8x 100 | 5/16x 4 794 x 101.60 | 24INC 051QC 54INC 351QC 4 10




HSS TOOLBITS SQUARE/ROUND $200 M42

MIRANDA TOOLS

GRADES
MM INCH EQUIVALENT S200 M42 (SQ) $200 M42 (RD) PRICE | pek
(WxL) (WxL) MM mm inch mm inch PTES;:IE QrY
(MIR0902) | (MIR0902) | (MIR0%02) | (MIR0S02)
8 x 150 5/16 x 6 7.94 x 15240 242PC 052RC 542PC 352RC 679 10
8 x 200 5/16 x 8 7.94 x 203.20 243QC 053s5C 543QC 353s8C 960 10
- 38 x 3 953 x 76.20 - 060TC - 360TC 365 10
- 38 x 4 9.53 x 101.60 - 0681VC - 361VC 484 10
- 3/8 x @& 9.53 x 15240 - 062WC - 362WC 777 10
= 3/8 x 8 9.53 x 203.20 - 063XC - 363XC 1104 10
- 38 x 10 9.53 x254.00 - 064YC - 364YC 1460 10
10 x 75 - - 250RC - 550RC - 398 10
10 x 100 - - 2518C - 5518C - 535 10
10 x 150 - - 252TC - 552TC - 838 10
10 x 200 - - 253vC - 553vVC - 177 10
10 x 250 - - 254WC - 554WC - 1556 10
12x 75 /2 x 3 12.70 x 76.20 260AC 070AC 560AC 370AC 596 10
12 x 100 /2 x 4 12.70 x 101.60 261BC 071BC 561BC 371BC 778 10
12 x 150 /2 x 6 12.70 x 152.40 262CC 072CC 562CC 372CC 1221 10
12 x 200 172 x 8 12.70 x 203.20 263DC 073DC 563DC 373DC 1704 10
12 x 250 /2 x 10 12.70 x 254.00 264EC 074EC 564EC 374EC 2343 10
14 x 100 9/16 x 4 14.29 x 101.60 303PC 075FC 564FC 3175FC 960 |
14 x 150 916 x 6 14.29 x 152.40 304QC 076GC 262DC 376GC 1450 |
14 x 200 916 x 8 14.29 x 203.20 305RC 077HC 277HC 377HC 2018 |
16 x 100 58 x 4 15.88 x 101.60 270FC 080FC 570FC 180FC 1310 |
16 x 150 58 x & 1588 x 152.40 271GC 081GC 571GC 381GC 1918 |
16 x 200 58 x 8 15.88 x 203.20 272HC 082HC ST2HC 382HC 2689 |
- 34 x 4 19.05 x 10].60 - 090|C - - 1798 |
- 34 x @& 19.05 x 152.40 - 091KC - - 2639 |
= 34 x 8 19.05 x 203.20 - 092LC - - 3617 |
20 x 100 ! - 280)C : 580/ 390/C 962 | |
20 x 150 - - 281KC - 581KC 39IKC 2940 |
20 x 200 - - 2821C - 582LC 392L.C 3920 |
25 x 150 | x 6 2540 x 152.40 290MC 100MC 590MC 400MC 4427 |
25 x 200 | x 8 2540 x 203,20 29INC 101INC 59INC 40INC 5904 I
Note : All items required minimum order value of Rs. 20,000/-.
HSS TOOLBITS SQUARE/ROUND $S400 T42
GRADES
EQUIVALENT 5400 T42 (8Q.) S$400 T42 (RD) PCK
MM mm inch mm inch QrY
(MIR0904) | (MIR0904) | (MIR0S04) | (MIR0904)

= 3/32 x 2,172 2.38 x 63.50 - 000AC - 300AC 227 10
- 3/32 x 3 238 x 7620 - 00IBC - 30IBC 365 10
Ix 75 18 x 3 3.18 x 76.20 200AC oloccC 500AC 3locc 252 10
3 x 100 18 x 4 3.18 x 101.60 201BC 011DC 501BC 311DC 464 10
4x 75 532 x 3 3.97 x 76.20 210CC 020EC 510CC 320EC 258 10
4 x 100 532 x 4 3.97 x 101.60 211DC 02IFC 511DC 32IFC 401 10




HSS TOOLBITS SQUARE/ROUND S400 T42

MIRANDA TOOLS

GRADES
EQUIVALENT S$400 T42 (SQ.) 5400 T42 (RD) PCK
MM mm inch mm inch QrY
(MIR0904) | (MIR0904) | (MIR0904) | (MIR0S04)

5x 75 e x 3 476 x 76.20 220EC 030GC 520EC 330GC 188 10
5 x 100 6 x 4 4.76 x 101.60 221FC 031HC 521FC 33IHC 275 10
5 x 150 Jlex & 4.76 x 152.40 222GC 032)C 522GC 332)C 587 10
6x 75 /4 x 3 6.35 x 76.20 230HC 040KC S30HC 340KC 252 10
6 x 100 114 x 4 6.35 x 101.60 23])C 041LC 531)C 34ILC 335 10
6 x 150 114 x & 6.35 x 152.40 232KC 042MC 532KC 342MC 549 10
6 x 200 /4 x 8 6.35 x203.20 233LC 043NC 533LC 343NC 927 10
8x 75 5/16 x 3 794 x 7620 240MC 050PC 340MC 350PC 326 10
8 x 100 5/16 x 4 7.94 x 101.60 24INC 051QC 54INC 351QC 444 10
8 x 150 5/16 x & 7.94 x 15240 242PC 052RC 542PC 352RC 714 10
8 x 200 5/16 x 8 7.94 x203.20 243QC 0535C 543QC 3535C 1013 10

= 8 x 3 9.53 x 76.20 - 060TC - 360TC 386 10

- /8 x 4 9.53 x 101.60 - 061VC - 3s81VC 509 10

= 38 x 6 9.53 x 152.40 - 062WC - 362WC 817 10

- 38 x 8 9.53 x203.20 - 063XC - 363XC 1163 10

= 38 x 10 9.53 x 254.00 - 064YC - 364YC 1538 10
10x 75 - - 250RC - 550RC - 419 10
10 x 100 - - 2518C - 5518C - 563 10
10 x 150 - = 252TC - 552TC - 882 10
10 x 200 - - 253VC - 553VC - 1240 10
10 x 250 - - 254WC - 554WC - 1637 10
12x 75 12 x 3 12.70 x 76.20 260AC 070AC 560AC 370AC 628 10
12 x 100 12 x 4 12.70 x 101.60 261BC 071BC 561BC 371BC 8l8 10
12 x 150 /2 x 6 12.70 x 152.40 262CC 072CC 562CC 372CC 1286 10
12 x 200 /2 x 8 12.70 x 203.20 263DC 073DC 563DC 373DC 1793 10
12 x 250 12 x 10 12.70 x 254.00 264EC 074EC 564EC 374EC 2468 10
14 x 100 916 x 4 14.29 x 101.60 264FC 075TC 564FC 375TC 1013 1
14 x 150 9/16 x 6 14.29 x 15240 265VC 076vC 565vC 375FC 1526 1
14 x 200 9/16 x 8 14.29 x 203.20 265WC 077HC 565WC 377HC 2124 1
16 x 100 58 x 4 15.88 x 101.60 270FC 080FC 570FC 380FC 1379 1
16 x 150 58 x 6 15.88 x 15240 271GC 081GC 571GC 8I1GC 2018 1
16 x 200 58 x 8 15.88 x 203.20 272HC 082HC S572HC 382HC 2832 1

- 34 x 4 19.05 x 101.60 - 090JC - 390)C 1894 1

= 34 x 6 19.05 x 152.40 - 091KC - 391KC 2779 1

e 34 x 8 19.05 x 203.20 - 092LC - 392LC 3807 1
20 x 100 - - 280JC - 580JC _ 2066 I
20 x 150 - - 28IKC - 581KC - 3095 1
20 x 200 - - 2821L.C - 582L.C = 4128 1
25 x 150 [ ¢ 2540 x 15240 290MC 100MC 390MC 400MC 4662 |
25 x 200 I x 2540 x 203.20 29INC I0INC 59INC 40INC 6214 |




HSS TOOLBITS SQUARE/ROUND S400E

MIRANDA TOOLS

GRADES
EQUIVALENT S400E M35 (SQ.) S400E M35 (RD)
MM mm inch mm ~ inch
: , (MIR0903) | (MIR0903) | (MIR0903) | (MIR0S03) |

- 3/32 x 2.12 238 x 6350 - 001BC - 300AC 182 10

= 332 x 3 2.38 x 7620 - 000AC - 301BC 292 10
3x 75 18 x 3 3.18 x 76.20 200AC 010CC 500AC 310CC 198 10
3 x 100 1/8 x 4 3.18 x 101.60 201BC 011DC 501BC 311DC 364 10
4x 75 5/32 x 3 3.97 x 76.20 210CC 020EC 510CC 320EC 203 10
4 x 100 532 x 4 3.97 x 101.60 211DC 021FC 511DC 32IFC 317 10
5x 75 316 x 3 476 x 76,20 220EC 030GC 520EC 330GC 159 10
5 x 100 316 x 4 4.76 x 101.60 221FC 031HC 52IFC 33IHC 236 10
5 x 150 3le x & 4.76 x 152.40 222GC 032)C 522GC 332)C 425 10
6x 75 14 x 3 6.35 x 76.20 230HC 040KC 530HC 340KC 203 10
6 x 100 14 x 4 6.35 x 101.60 231)C 041LC 531)C 34I1LC 275 10
6 x 150 /4 x 6 6.35 x 152.40 232KC 042MC 532KC 342MC 45] 10
6 x 200 14 x 8 6.35 x203.20 233LC 043NC 533LC 343NC 747 10
8x 75 516 x 3 7.94 x 76.20 240MC Q50PC 540MC 350PC 267 10
8 x 100 56 x 4 7.94 x 101.60 24INC 051QC 54INC 351QC 367 10
8 x 150 516 x 6 7.94 x 152.40 242PC 052RC 542PC 352RC 588 10
8 x 200 Bléx 8 7.94 x203.20 243QC 0535C 543QC 3538C 836 10

= 38 x 3 9.53 x 76.20 - 080TC - 360TC 309 10

- 38 x 4 9.53 x 101.60 - 061vC - 361VC 415 10

- 38 x 6 9.53 x 15240 - 062WC - 362wC 657 10

- 3/8 x 8 9.53 x203.20 - 063XC - 363XC 929 10

- 38 x 10 9.53 x 254.00 - 064YC - 364YC 1233 10
10x 75 - - 250RC - 550RC - 337 10
10 x 100 - - 2518C - 5515C - 450 10
10 x 150 - - 252TC - 552TC - 708 10
10 x 200 - = 253vC - 553vC - 995 10
10 x 250 - - 254WC - S54WC - 1310 10
12 x 75 /2 x 3 12.70 x 76.20 260AC 070AC 560AC 370AC 491 10
12 x 100 12 x 4 12.70 x 101.60 261BC 071BC 561BC 371BC 657 10
12 x 150 /2 x 6 12.70 x 152.40 262CC 072CC 562CC 372CC 1008 10
12 x 200 12 x 8 12,70 x 203.20 263DC 073DC 563DC 373DC 1407 10
12 x 250 /2 x 10 12.70 x 254.00 264EC 074EC 564EC 374EC 1970 10
14 x 100 9/16 x 4 14.29 x 101.60 264FC 075TC 564FC 375TC 842 |
14 x 150 9/16 x & 14.29 x 152.40 265VC 076vC 565VC 376VC 1267 |
14 x 200 9716 x 8 14.29 x 203.20 265WC 077HC 565WC 377HC 1763 1
6 x 100 58 x 4 15.88 x 101.60 270FC 080FC 570FC 380FC 1080 |
16 x 150 58 x & 15.88 x 152.40 271GC 081GC 571GC 381GC 1618 |
16 x 200 58 x 8 15.88 x 203.20 272HC 082HC 572HC 382HC 2215 |

- 34 x 4 19.05 x 101.60 = 0%0|C - 390)C 1498 1

- 34 x 6 19.05 x 152.40 - 091KC - 39IKC 2248 1




HSS TOOLBITS SQUARE/ROUND S400E

MIRANDA TOOLS

GRADES
EQUIVALENT S400E M35 (SQ.) S400E M35 (RD) PCK
MM mm inch mm inch QrY
(MIR0903) | (MIR0903) | (MIR0903) | (MIR0%03) |
19.05 x 203.20 - 092LC - 392L.C 3012 |
20 x 100 - - 280)C - 580JC - 1633 I
20 x 150 - - 281KC - 581KC - 2449 |
20 x 200 - = 282LC - 5821L.C - 3265 1
25 x 150 I x 6 25.40 x 152.40 250MC 100MC 590MC 400MC 3729 |
25 x 200 Il x 8 2540 x 203.20 22INC 10INC 59INC 40INC 4971 |
Note : All items required minimum order value of Rs. 20,000/-,
HSS TOOLBITS SQUARE/ROUND S500
GRADES
MM INCH EQUIVALENT S500 T42 (SQ. S500 T42 (RD) PRICE | peg
(WxL) WxL) MM mm inch mm inch PTEséE QrY
(MIR0905) | (MIR0905) | (MIR0905) | (MIR0%05)

- 3/32 x 2.112 238 x 63.50 = 00IBC - 300AC 242 10
e 3/32 x 3 238 x 76.20 - 000AC - 301BC 387 10
3x 75 18 x 3 3.18 x 7620 200AC 010CC 500AC 010DC 263 10
3 x 100 18 x 4 3.18 x 101.60 201BC 011DC 201CC 311DC 482 10
4x 75 532 x 3 397 x 76.20 210CC 020EC 210DC 320EC 264 10
4 x 100 5B32x 4 3.97 x 101.60 211DC 021FC 21 1EC 321FC 411 10
5x 75 316 x 3 476 x 76.20 220EC 030GC 520EC 031GC 194 10
5 x 100 36 x 4 4.76 x 101.60 221FC 031HC 221GC 33|1HC 287 10
5 x 150 316 x & 4.76 x 152.40 222GC 032)C 522GC 332)C 588 10
6x 75 /4 x 3 6.35 x 76.20 230HC 040KC 23|HC 040LC 264 10
6 x 100 1/4 x 4 6.35 x 101.60 231jC 041LC 231KC 341LC 349 10
6 x 150 14 x 6 6.35 x 152.40 232KC 042MC 532KC 442MC 569 10
6 x 200 14 x 8 6.35 x 203.20 233LC 043NC 533LC 343NC 975 10
8x 75 516 x 3 7.94 x 76.20 240MC 050PC 540MC 350PC 346 10
8 x 100 5/16 x 4 7.94 x 101.60 24INC 051QC 241PC 051RC 473 10
8 x 150 516 x 6 7.94 x 15240 242PC 052RC 542PC 352RC 758 10
8 x 200 5/16 x 8 7.94 x 203.20 243QC 053SC 541QC 353S8C 1079 10
c 3/8 x 3 9.53 x 76.20 - 060TC = 360TC 410 10
- 38 x 4 9.53 x 101.60 - 061vC - 361vVC 552 10
- i8 x 6 9.53 x 152.40 - 062WC - 462WC 872 10
- 3/8 x 8 9.53 x203.20 - 063XC - 363XC 1239 10
- 3/8 x 10 9.53 x 254.00 - 064YC - 364YC 1640 10
10x 75 - - 250RC . 550RC - 449 10
10 x 100 - - 251SC - 5515C - 601 10
10 x 150 - = 252TC - 252vVC - 938 10
10 x 200 - - 253VC @ BE3VC = 1322 10
10 x 250 - - 254WC - 554WC - 1743 10
12 x 75 172 x 3 12.70 x 76.20 260AC 070AC 560AC 307AC 654 10
12 x 100 12 x 4 12.70 x 101.60 261BC 071BC 561BC 471BC 876 10
12 x 150 /2 x 6 12.70 x 152.40 262CC 072CC 262DC 472CC 1346 10




HSS TOOLBITS SQUARE/ROUND S500 T42

MIRANDA TOOLS

GRADES
MM INCH EQUIVALENT S500 T42 (SQ) S500 T42 (RD) PRICE | pey
Wxl) Wxl) MM mm inch mm inch PTEséIE QTY
(MIR0905) | (MIR0905) | (MIR0905) | (MIR0905)
2x200 | 12 x 8 1270 x 20320 | 263DC 073DC 263EC 373DC 1877 10
12x250 | 112 x 10 1270 x 25400 | 264EC 074EC 564EC 374EC 2618 10
14x 100 | 916x 4 1429 x 101.60 | 265FC 075TC 564FC 375FC 1079 I
14x 150 | 9/16x 6 1429 x 15240 | 265VC 076VC 504RC 376GC 1625 |
4x200 | 916x 8 1429 x 20320 | 265WC 105RC 565WC 377HC 2260 I
16 x 100 | 58 x 4 1588 x 101.60 | 270FC 080FC 570FC 480FC 1435 I
16 x 150 | 58 x 6 15.88 x 15240 | 271GC 081GC 271HC 481GC 2149 I
16 x200 | 58 x 8 1588 x 20320 | 272HC 082HC 272C 382HC 2942 I
; 34 x 4 19.05 x 101.60 - 090jC - 490/C 1995 i
: 34 x 6 19.05 x 15240 - 091KC 5 491KC 2991 I
; 34 x 8 19.05 x 203.20 ; 092L.C ] 392.C 4009 i
20 x 100 - - 280/C - 580jC ; 2174 i
20 x 150 ” : 281KC : 281LC z 3261 I
20 x 200 - - 2821.C - 582LC - 4346 I
25 x 150 I x 2540 x 15240 | 290MC 100MC 590MC 500MC 4955 I
25 x 200 | x 25.40 x 20320 | 29INC I0INC 59INC 40INC 6605 |
Note : All items required minimum order value of Rs. 20,000/-.

ZEDD M2 (HSS WITH 0% COBALT) (62 - 65 HRC)
5100 M35 (HSS WITH 5% COBALT) (63 - 66 HRC)
5200 M42 (HSS WITH 8% COBALT) (65 - 68 HRC)
5400 T42 (HSS WITH 109 COBALT) (64 - 67 HRC)
S400F M35 WITH CRYOGENIC (ULTRA LOW) HEAT TREATMENT (64-67 HRS)
S500E T42 WITH CRYOGENIC (ULTRA LOW) HEAT TREATMENT (65-69 HRS)




M MIRANDA TOOLS

Toolbits Application Guide
RECOMMENDED CUTTING SPEED - METER PER MINUTE

Mild Steel, Wrought Iron, Soft Brass, Copper, Bronze and Aluminium with
tensile strength of less than 25 tons per square inch. 7950 3 &0-40 59-36

Steel & Steel Castings such as slightly hard Mild Steel, Soft Cast Iron & other

metals like hard Brass, Copper & Aluminium with tensile strength upto 38 39-26 36-24 33-32 30-21
tons per square inch

Steel & Steel Castings such as Carbon Steel, medium hard cast Iron & other

metals like hard Brass, Copper, Bronze & Aluminium with a tensile strength 29-21 26-18 24-16 22-15
upto 45 tons per square inch.

Steal & Steel Castings such as Cil Hardened Steel, Chrome Steel, Hard Cast

Iron, etc. With a tensile strength upto 50 tons per square inch. e 215 20 i

Steel & Steel Castings including annealed High Speed Steel, with a tensile

strength upto 65 tons per square inch. 15-13 I3-12 14-11 12-19

RECOMMENDED DEPTH OF CUT

OPERATION DEPTH OF CUT mm
Rough turning Depth of cut = machining allowance
Semi finish turning 0.50 to 0.20mm
Finish turning 0.40tc 0.10 mm
RECOMMENDED FEED
Surface . Range of cutting Nose Radius in mm
Finish g Work Material aeveiacl vy, 0.5 — ": :mno'm 2.0
<50 0.3-05 0.45-0.60 055-07
o KCartion steel fiAlloy stsel >50 0.4-0.55 0.55- 0.65 0.65-0.7
Cast Iron Bronze & Aluminium Alloys All Range 0.25-0.4 0.40-0.5 05-06
<50 0.18-0.25 0.25-0.3 03-04
| & All |
; Cartorstes BAlloy sEck >50 0.25-0.3 0.3-035 0.35-05
Cast Iron, Bronze & Aluminium Alloys All Range 0.15-0.25 0.25-04 04-06
< 50 Q.10 0.11-0.15 0.15-022
Carbon steel & Alloy steel 50- 100 0.11-0.16 0.16-0.25 0.25-0.35
2.5 > 100. 0.16 -0.20 0.20-0.25 0.25-0.35
Cast lron, Bronze & Aluminium Alloys All Range 0.1-0.15 0.15-02 02-0.35



HINTS FOR MACHINING

The tool must be kept sharp.

MIRANDA TOOLS

I
2.  Tool overhang should be kept to a minimum less than a |:1 ratio of overhang to the shank section, to avoid vibrations.
3.  Thefinishing point of the tool must be set on the centre line of the work piece.
4. Re-grind at the appropriate time to minimise cutting forces. Worn out edges need a higher force.
5.  Use positive rake angles. Do not use a negative rake angle unless called for
6. The machine must be kept rigid. Correct way of Clamping the Tool.
7. The machine should be of adequate power.
8. The work piece and tool should be well clamped. CORBECT INSoRRacT
9.  The depth of cut should be deep enough to avoid glazing, ﬁ )
10. The feed should be positive to aveid work hardening. m
[ 1. Minimum chip colourisation is desirable. _. L »|
N T AR ki ¥ Too MUCH OVER HANG

TOOL CLAMPING %m
Tool bits should be fitted in the tool post or tool holder with a — SHIM

NO SUPPORT
minimum of overhang as shown in figure (in the ratio of |:] of the ’
tool size or less). The base of the tool bit should be flush with the " @
tool post. When shims are used they should cover the entire length e SHIM
of the tool bit that rests on the tool post. It is not advisable to use a SLPPORINNE. | wisiumrtns

bent shim.

COMMON TOOL PROBLEMS, CAUSES AND REMEDIES

INDICATIONS CAUSES

Chipping Zol:: Keen a cutting edge.
atter.
Incorrect tool material.
Too much relief.
Lack of rigidity.
Improper grinding.

Cracking or Breaking Feed to heavy.
Worn out cutting edges.
Improperly applied coolant.
Toe much rake or relief,
Too much over hang.

Lack of rigidity.

Too much variation in depth
of cut for the size of Tool bit.
Improper clamping.

Chatter Tool not in centre,
Insufficient relief or clearance.
Too much rake angle.
Nose radius too large.
Insufficient H.P

Torn Finish Speed too low.
Dull tecl.
Improper grinding.

Flank wear Speed too high.
Feed to light.
Improper grinding.

Crater wear Speed too high.
Feed too high.

Tool of incorrect grade.

Glaze Speed too low.
Tool finish rough.

Tool little rake.

REMEDIES

Select Correct tool geometry.

Prevent Chattering (See Chatter Below).

Select suitable grade/quality.

Reduce relief.

Clamp rigidly.

Use suitable grade of wheel for Grinding.

Grind to give satisfactory finish to the cutting faces.

Reduce feed to recommended range.

Re-grind the cutting edges.

Apply copius flow of coolant.

Grind to recommended rake/relief angles.

Reduce over hang te the minimum possible extent.

Clamp both the work & the tool rigidly.

Minimise variation in depth of cut.

Tool post or Tool holder worn out replace it.

The teol must be supported at the

bottom with a perfect flat (Parallel) plate shown &
should be clamped rigidly check the work-clamping.

Reset.

Grind with adequate relief.

Grind to recommended rake angle.
Reduce the nose radius on the tool.
Reduce depth of cut & feed.

Increase speed as recommended.

Re-sharpen the tool.

Grind the tool to required angles with a suitable grade of
wheel to give good finish on the cutting faces.

Reduce speed as recommended.
Increase suitably.
See grinding. (Chatter - Remedies)

Reduce speed.
Reduce feed.
Select tool material of better hot Hardness.

Use recommended speed.

Grind tool with finer grit wheel

finer wheel will give finer finish on the cutting faces.
Provide adequate rake.



TYPICAL CHEMICAL ANALYSIS OF HIGH SPEED STEELS

Our Tool Material Approx % of

ZEDD M2 0.90 4.1 5.0 6.4 - 1.8
S100
S400E M35 1.2 4.1 5.0 6.4 48 1.9
S 200 M42 1.10 39 9.2 | .4 7.8 W)
S 400
S 500 T42 1.26 4.0 3.6 9.3 10.0 32

Chemical analysis given above is only representative and varies from one manufacturer to another.

QUALITATIVE COMPARISON OF MAJOR STEEL PROPERTIES
oot | e i | oo | o | T |

ZEDD M2 /1 62-65

/| /| =
e ws [0 O 3 O 6366
O /= =

$200 M4

N

] 0 es69

N

e 200 T4 o o 0 [0 64

This table is intended to facilitate the steel choice. It does not take into account the various stress conditions imposed by different types of applications.

GUIDELINES FOR SELECTION OF TOOLGRADE FOR VARIOUS APPLICATIONS

ZEDD (M2) - General purpose Tool for machining Mild Steel for various operations like Turning, Shaping, Slotting etc.

S100 & S400E (M35) - Has excellent toughness and wear resistance properties. Ideal for general purpose machining using conventional speeds & feeds.
Most suitable grade for machining$. S. and Brass.

S200 (M42) - Has higher toughness than $400 & S500 grades and has excellent wear resistance properties. Ideal for applications where toughness
as well as wear resistance properties are needed. i.e shaping, planner operation.

S400 & S500 (T42) - Has excellent red hardness properties and hence can be used at high speeds. This can withstand high temperatures. Ideal for use in
modern workshops for heavy duty turning, parting and threading operations. Recommended for continuous production work and
onautomats

Recommended Tool Geometry For Different Operation With Single Point Cutting Tool

T0 -
55 WIDTH
: R Fpeobirl | " 8 € Q
PLANING TOOL B ® c EXTERNAL THREADING TOOL
SLOTTING TOOL
[Nenarios ™ o 10 2 W0 02 NE [Nenfaross 0 0 0 2 w0
020 : 0 .
Saensil | T ¢ 6 6 04 Ganssa ¢ ¢ ¢ ¢ ¢
T T e SailesSteol 5 ’”
TURNING TOOL B C°D BORING TOOL A B CO0 DO E R
o
; "
BRI +0 +2 +2 +0 : +2° 1 R
PART OFF TOOL _ B2 [CRONT) FDRORY NS SHAPING TOOL _ B0 @

Note : Most suitable grade recommended for special steel are S400E, S200 & S500




HACKSAWS & BANDSAWS
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SAWS
[ HAND HACKSAW AND POWER HACKSAW BLADES 21-22
2 METAL CUTTING BANDSAW BLADES 23
3 METAL CUTTING BANDSAW BLADE (Induction Hardning) 25-26
4 LOW ALLOY HAND SAW BLADES 26
5 BI-METAL BANDSAW BLADES 28
6 TECHNICIANS DETAILS 29
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MIRANDA TOOLS

Hacksaw Blades

HSS REGULAR
CODE PRICE
RS./PIECE
12 x 1/2 x 0.025 (23G) x 14 300x 12.5x0.63x 14 050EC 49 651KC 47
12 x 1/2 % 0.025 (23G) x 18 300x 125x063x 18 051FC 49 630KC 47
12 x 1/2 x 0.025 (23G) x 24 300x 12.5x0.63 x 24 052GC 49 750KC 47
12 x 112 x 0.025 (23G) x 32 300x 12.5x0.63 x 32 053HC 49 751KC 47
POWER HACKSAW BLADES
o ' HSS REGULAR
12x | x0.050 (18 G) 300x 25 x 1.25 2100)C 10 213 I 11EHO00 10 179
12x | x0.050 (18 G) 300x25x 1.25 2101KC 14 213 111FH000 14 179
14 x | x0.050 (18 G) 350x25x 1.25 2150LC 6 240 311DHQ00 6 202
14x | x0.050 (18 G) 350x25x 1.25 2151MC 10 240 31 IEHO00 10 202
14x | x0.050 (18 G) 350x25x 1.25 2152NC 14 240 311FH000 14 202
16 x | x0.050 (18 G) 400x 25 x 1.25 2250RC 10 317 1811EHO0 10 278
16 x | x 0.050 (18 G) 400x25x 1.25 22518C 14 317 181 1FHO0 14 278
17 x | x0.050 (18 G) 425x25x 1.25 2350WC 10 357 51 IEHO00 10 303
17 x | x0.050 (18 G) 425x25x 1.25 2351XC 14 357 511FH000 14 303
18 | x0.050 (18 G) 450 x 25 x 1.25 2450AC 10 363 71 1EHO000 10 310
18 x | x 0.050 (18 G) 450x25x .25 2451BC 14 363 711FH00Q 14 310
14x 1 1/4x0.062 (16 G) 350x 32 x 1.60 2200PC 6 408 322DH000 6 339
14x 1 1/4x0.062 (16 G) 350x 32 x .60 2201QC 10 408 322EH000 10 339
16x1 1/4x0.062 (16 G) 400x 32 x .60 2300TC 6 472 1822DH00 6 387
16x 1 1/4x0.062 (16 G) 400x32x 1.60 2301vC 10 472 1822EH00 10 387
17x 1 1/4x0.062 (16 G) 425 x 32x |.60 2400vC 6 509 522DH000 6 437
17x 1 1/4x0.062 (16 G) 425 x 32 x 1.60 2401ZC 10 509 522EH000 10 437
18x 1 1/4x0.062 (16 G) 450x 32 x .60 2500CC 6 525 722DH000 6 443
18x 1 1/4x0.062 (16 G) 450x 32 x | .60 2501DC 10 525 722EHR00 10 443
18x 1 1/4x0.080 (14 G) 450x 32x2.00 2502EC 652 - - -
18x 1 1/4x0.080 (14 G) 450 x 32 x 2.00 2503FC 6 652 - - -
18x | 1/4x0.080 (14 G) 450 x 32 x 2.00 2504GC 10 652 - - -
18x 1 1/2x0.062 (16 G) 450 x40 x 1.60 2551)C 6 700 - - -
18x 1 1/2x0.062 (16 G) 450x40x |.60 2552KC 10 700 -
181 1/2x0.080 (14 G) 450 x 40 x 2.00 2553LC 774 743DHO000 6 64|
181 1/2x0.080 (14 G) 450 x40 x 2.00 2554MC 6 774 - - -
18x 1 1/2x0.080 (14 G) 450 x40 x 2.00 2555NC 10 774 - - -
20x | 1/2x0.080 (14 G) 500 x 40 x 2.00 26505C 4 859 2043DH00 ] 708

2]




MIRANDA

TOOLS

POWER HACKSAW BLADES
20 | 1/2x0.080 (14 G) 500 x 40 x 2.00 2651TC 6 859 : - :
20x | 1/2x0.080 (14 G) 500 x 40 x 2.00 2652VC 10 859 - - -
21 x | 1/2x0.080 (14 G) 525 x 40 x 2.00 2700WC 906 | lo43cHoo| 4 787
21 x | 1/2x0.080 (14 G) 525 x 40 x 2.00 2701XC 906 | 1043DHO0| & 787
21 x | 1/2x0.080 (14 G) 525 % 40 x 2.00 2702VC 10 906 - - -
22x | 1/2x0.080 (14 G) 550 x40 x 2.00 2750YC 4 949 | 2143cHo0| 4 854
22x | 1/2x0.080 (14 G) 550 x 40 x 2.00 2751ZC 949 |21430H00| 6 854
24x | 1/2x0.080 (14 G) 600 x 40 x 2.00 2800AC 1041 | 1443cHo0| 4 922
24x | 1/2x0.080 (14 G) 600 x 40 x 2.00 2801BC 6 1041 | 143DH00| 6 922
24x | 1/2x0.080 (14 G) 600 x 40 x 2.00 2802VC 10 1041 - - -
24x | 1/2x0.100 (12 G) 600 x 40 x 2.50 2802CC 4 1235 ; : :
24x | 1/2x0.100 (12 G) 600 x 40 x 2.50 2803DC 6 1235 - - ;
28x | 1/2x0.100 (12 G) 700 x 40 x 2.50 2900)C 4 1489 . 2 :
28x | 1/2x0.100 (12 G) 700 x 40 x 2.50 2901KC 6 1489 i : -
30x | 1/2x0.100 (12 G) 750 x40 x 2.50 3000NC 4 1659 - - -
30x | 1/2x0.100 (12 G) 750 x 40 x 2.50 3001PC 6 1659 : - -
24 x 2 x 0.080 (14 G) 600 x 50 x 2.00 2850EC 4 1461 - ; ;
24 x 2 x 0.080 {14 G) 600 x 50 x 2.00 285|FC 6 1461 S 5 :
24x2x0.100 (12 G) 600 x 50 x 2.50 2852GC 4 1730 | 1465cHo0| 4 1426
24x2x0.100 (12 G) 600 x 50 x 2.50 2853HC 6 1730 | 1465DH00| 6 1426
28x2x0.100 (12 G) 700 x 50 x 2.50 2950LC 4 2014 | 2265cHo0| 4 1643
28x2x0.100 (12 G) 700 x 50 x 2.50 2951MC 6 2014 | 2265DH00| 6 1643
30x2x0.100 (12 G) 750 x 50 x 2.50 3050QC 4 2245 | 1765cHo0| 4 1892
Wx2x0.100(12G) 750 x 50 x 2.50 3051RC é 2245 1765DHO0 (] 1892
32x2x0.100 (12 G) 800 x 50 x 2.50 3100SC 4 2302 | 19scHoo| 4 1940
32x2x0.100 (12 G) 800 x 50 x 2.50 3101TC 6 2302 | 195DH00| 6 1940
36x2x0.100 (12 G) 900 x 50 x 2.50 3150VC 4 2714 | 2365cHo0| 4 2284
36 X 2 X 0.100 (12G) 900 x 50 x 2.50 3151WC 6 2714 | 23¢5DH00| 6 2284
32 X 21/2 X 0.100 (12G) - - - 1975cHo0| 4 2438

# Width specification are approximate and depend upon availability of RM Steel.

# Any other dimensional variability may occur due to RM steel availability, but adequate rigidity in cutting is assured.

# All items required minimum order value of Rs. 20,000/-.
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M MIRANDA TOOLS

Metal Cutting Bandsaw Blades

PRICE FOR 30.5

MTRS, LONG ROLL
Inch ni tACKER SET RS/ROLL
1/4 X23G X 100' (30.5 mts) 6.35 X 0.63 10 1010DC 1638.00
3/8 X 23G X 100' (30.5 mts) 9.53 X 0.63 [ 1106BC 1124.00
3/8 X 23G X 100' (30.5 mits) 9.53X0.63 8 1108CC 1124.00
3/8 X 23G X 100' (30.5 mts) 9.53 X 0.63 10 1110DC 1124.00
1/2X23G X 100' (30.5 mts) 12.70 X 0.63 6 1206BC 1357.00
1/2X23G X 100' (30.5 mts) 12.70 X 0.63 8 1208CC 1357.00
1/2X23G X 100' (30.5 mts) 12.70 X 0.63 10 1210DC 1357.00
1/2 X 23G SKIP X 100' (30.5 mts) 12.70 X 0.63 6 1206PC 1447.00
5/8 X21G X 100' (30.5 mts) 15.88 X 0.80 6 1306BC 1765.00
5/8 X21G X 100' (30.5 mts) 15.88 X 0.80 8 1308CC 1765.00
5/8 X 21G X 100' (30.5 mts) 15.88 X 0.80 10 1310DC 1765.00
3/4 X 21G X 100' (30.5 mts) 19.05 X 0.80 4 1404AC 1855.00
3/4 X 21G X 100' (30.5 mts) 19.05 X 0.80 6 1406BC 1855.00
3/4 X21G X 100' (30.5 mts) 19.05 X 0.80 8 1408CC 1855.00
3/4 X 21G X 100' (30.5 mts) 19.05 X 0.80 10 1410DC 1855.00
3/4X21G SKIP X |00'(30.5 mts) 19.05 X 0.80 6 1406PC 2072.00
I X20G X 100 (30.5 mts) 2540 X 0.90 4 1504AC 2465.00
| X20G X 100" (30.5 mts) 25.40 X 0.90 6 1506BC 2465.00
| X20G X 100 (30.5 mts) 2540 X0.90 8 1508CC 2465.00
I X20G X 100 (30.5 mts) 2540 X0.90 10 1510DC 2465.00

Note : All items required minimum order value of Rs. 20,000/-.

PRICE FOR 30.5
MTRS. LONG ROLL

AVY ¢ A005 = RS/ROLL

1/4 X 23G X 100' (30.5 mts) 6.35X0.63 14 1014EC 1638.00
I/4 X 23G X 100" (30.5 mts) 6.35 X 0.63 18 1018FC 1638.00
1/4 X 23G X 100" (30.5 mts) 6.35 X 0.63 24 1024GC 1638.00
3/8X23G X 100’ (30.5 mts) 3.53X0.63 14 1114EC 1124.00
3/8 X 23G X 100’ (30.5 mts) 3.53X0.63 18 1118FC 1124.00
3/8 X 23G X 100’ (30.5 mts) 3.53X0.63 24 1124GC 1 124.00
1/2X 23G X 100" (30.5 mts) 12.70 X 0.63 14 1214EC 1357.00
1/2X23G X 100" (30.5 mts) 12.70 X 0.63 18 1218FC 1357.00
1/2X23G X 100' (30.5 mts) 12.70 X 0.63 24 1224GC 1357.00
5/8X21G X 100’ (30.5 mts) 15.88 X 0.80 14 1314EC 1765.00
5/8X21G X 100’ (30.5 mts) 15.88 X 0.80 18 I318FC 1765.00
5/8X21G X 100" (30.5 mts) 15.88 X 0.80 24 1324GC 1765.00
3/4X21G X 100' (30.5 mts) 19.05 X 0.80 14 1414EC 1855.00
3/4X21G X 100’ (30.5 mts) 19.05 X 0.80 18 1418FC 1855.00
3/4X21G X 100' (30.5 mts) 19.05 X 0.80 24 1424GC 1855.00
1 X20G X 100 (30.5 mts) 25.04 X 0.90 14 I514EC 2465.00

1 X20G X 100 (30.5 mts) 25.04 X 0.90 18 1518FC 2465.00

1 X20G X 100 (30.5 mts) 25.40 X 0.90 24 1524GC 2465.00

Note : All items required minimum order value of Rs. 20,000/-.
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Metal Cutting Bandsaw Welded Coils Racker Set

NOMINAL SIZE NOMINAL SIZE TEETH PER :
(Length X Width X Thickness) (Length X Width X Thickness)  INCH (TPI) Lo fiptensinis
inches _ mm oot i MTAQ05

3/4X21G X 83" (2515 mm) 19.05 X 0.80 X 2515 4 3604AC 206

3/4X21G X 83" (2515 mm) 19.05 X 0.80 X 2515 6 3606BC 206

34X 21G X 83" (2515 mm) 19.05 X 0.80 X 2515 8 3608CC 206

3/4X21G X 83" (2515 mm) 19.05 X 0.80 X 2515 10 3610DC 206

3/4X21G X 83" (2515 mm) 19.05 X 0.80 X 2515 14 3614EC 206

3/4X21G X 910" (2997 mm ) 19.05 X 0.80 X 2997 4 3704AC 234

3/4X21G X 910" (2997 mm) 19.05 X 0.80 X 2997 6 3706BC 234

3/4X21G X 9'10" (2997 mm) 19.05 X 0.80 X 2997 8 3708CC 234

34X 21G X 910" (2997 mm ) 19.05 X 0.80 X 2997 10 3710DC 234

34X 21G X 910" (2997 mm) 19.05 X 0.80 X 2997 14 3714EC 234
34X 21G X 1171/2" (3544 mm) 19.05 X 0.80 X 3544 4 3804AC 269
3/4X21G X | I'71/2" (3544 mm ) 19.05 X 0.80 X 3544 6 3806BC 269
3/4X21G X | I'71/2" (3544 mm) 19.05 X 0.80 X 3544 8 3808CC 269
34X 21G X |1'71/2" (3544 mm) 19.05 X 0.80 X 3544 10 3810DC 269
34X 21G X 1171/2" (3544 mm) 19.05 X 0.80 X 3544 14 3814EC 269

Note : All items required minimum order value of Rs. 20,000/-.

24



BEST
QUALITY

Introduction of Induction Handend Metal Cutting Bandsaw Blades

Miranda Tools have intreduced, Induction hardening of carbon bandsaw, a state-of- the art tachnelogy

in the Ankleshwsar plant.

This has now replaced the conventional Flame hardening process.

INDUCTION V/S CONVENTIONAL FLAME HARDENING OF MCBE :

FLAME HARDENING

INDUCTION HARDENING

&uhuadﬂamntrpahmﬂngmm. /

|. L.Electrical & thyristor controlled heating
system.

2. Veryconsistent hardening quality.

3. Process parameters are precisely controlled.

4. Operator skill Is not very Important.

5. Productisnot I% berand twist free,

5. Productis carmber and teist frae.

6. Poor back hard
and uneven ¢

ses band twisting

6. Uniform back hardness ensures stralght
cuttng of |obs.

7. Difficult to rhalntaln lnrdnélfrn.

Hardness pattern of tooth, gullet and body
s easity malntalrned.

6. Eyéhodyhhlua-hlack \

8. Product is unique by appearance. Body-
center is Metalllc white.

}/Fmduct parformance - Inconsisbant \

9. Product performance - consistent

Today Miranda Tools Is the only companiy in Indla which gives you the carben bandsaw with great
consistency and superior quality, using this teechnology.




Instruction For Bandsaw Product

. Running in of new band-saw blade ( optimum radius forming of the tooth tip) 50% Feed - 50%
Cutting speed. After cutting a surface of approx. 400 - 600sqr.cm. Slowly increase the feed and

cutting speed to normal values.

2. These values apply for amaterial cross section / contact length of up to 500 mm Feed,

determined according to chip thickness per teeth (mm)

Low -alloy steel

H

0.005-0.008 FZ= 40 x m/min x tx TPI

Alloy steel 0.004 - 0.008 T
Tool steel 0.002 - 0.005 0
Stainless steel 0.002 - 0.005

m/min
Bronze / copper 0.008 - 0.012 .
Aluminium 0.010 - 0.030

TPI
3. General rule for cutting speed and material

= Chip thickness per teeth

Material diameter

Constant

Cutting speed

Time per section

Teeth per inch

The harder and tougher the material is, the lower should the cutting speed be. This assures that the
tooth can "works its way " into the material.

The softer the material is, the higher should the cutting speed be. This assures that the teeth do not

stick together with the material.

Unsatisfying cutting results and how to improve them.

Cutting perform. Tool life Cutting surface Precision Try the following

X X X higher cutting speed
X lower cutting speed
X X finer toothing

X coarser toothing

X X lower feed
X higher feed
X Hook tooth
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LOW ALLOY HACKSAW BLADES

DESCRIPTION Rs" f;ﬁm
HANDSAW 12X 12 X23G X I4 TPI 6.45
HANDSAW 12 X I/2 X23G X I8 TPI 6.45

LOW ALLOY HANDSAW BLADES
HANDSAW 12 X 112 X23G X 24 TPI 6.45
HANDSAW 12 X I/2 X23G X 32 TPI 645

POWER SAW 12X | XI8G X 10 TPI 27.88
POWER SAW 12X | XI8G X 14 TPI 27.88
POWER SAW 14X | XI8G X6 TPl 33.29
POWER SAW 14X | XI18G X 10 TPI 3329
POWER SAW 14X | XI8G X 14 TPI 3329
POWER SAW 14X 1.1/4 X16G X & TP 4754
POWER SAW 14 X 1.I/4 X 16G X 10 TP 47.54
POWER SAW 16 X | XI8G X I0 TPl 39.04
POWER SAW 16 X | XI8G X I4 TPl 39.04

bt el POWER SAW 16 X 1.1/4 X16G X 6 TP 54.74

POWER SAW 16 X I.I/4 X16G X 10 TPI 54.74
POWER SAW 18X | XI8G X 10 TPl 48.86
POWER SAW 18X | XI8G X 14 TP 48.86
POWER SAW 18 X 1.1/4 X16GX 6 TPl 64.56
POWER SAW 18 X I.I/4 X16G X 10 TPl 64.56

POWER SAW 18X 1.2 X16G X4 TP 80.71

POWER SAW 18X .12 X16G X6 TPl 80.71

POWER SAW 18X 112 X16G X 10 _TPI 80.71
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M MIRANDA TOOLS

BIMETAL BANDSAW
13X0.65 8,10,14, 6/10,8/12,10/14 "~ 52
13X0.90 68,10,14, 5/8.6/10,8/12,10/14 562
20X0.90 6.8,10,14, | 4/6,5/8,6/10,8/12,10/14 583
FURIA N/VN
27X0.90 4,68,10,14 /3/4,4/6,5/8,6/10,8/12,10/ 14 602
34X1.10 6 / 3/44/65/86/10 741
41X1.30 6/ 3/44/6 1175
27X.90 203,3/4,4/6,5/8.6/10 602
34X1.10 213,314,416 741
41X1.30 1.22,2/3,3/4,4/6 1175
FURIA - VI
54X1.60 0.75/1.2,1.2/2,2/3,3/4,4/6 1875
67X1.60 0.75/1.2,1 212,273 2848
80X1.60 0.75/1.2
27X.90 34 763
34X1.10 203,314 940
TITAN-VX 41X1.30 122,213,314 1578
54160 1.2/2,2/3.TPI 2402
67X1.60 0.70/1,1.2/2,213 3757
27%.90 3/4,4/6 682
34X1.10 2/3,3/4. TPI 84|
KATANA-VX 41X1.30 1.2/2,2/3,3/4, 1409
54X1.60 2/3,0.7/1.2,1.272.TPI 2140
67X1.60 0.7/1,1.212,23 3354
20X.90 3TPI 661
27X.90 2,371 682
ALUMINA-CI 27X1.10 3 )
34X1.10 12523 84l
41X1.30 1.25,2 1409
341 374, 4/6 84l
PROFILAVIL 41X1.30 23,3/4, 4/6 1409
54X1.60 23,3/4 2140
34110 2,34 1095
ULTIMA 41X1.30 2,34 1857
54X1.60 1223 2805

NOTE :
# Length & TPl of bimetal loop as per requirement.
# All items required minimum order value of Rs. 20,000/-.
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Bandsaw Blades
il

Miranda Motal cutting Bandesw Rolla are manufactured with 4, 8, 8, 10, 14, 18, 24 TPL, Length 30.50 Mtra. (100 1t)
Mirands Meml orving Bandoew Colls sre manufactured with Ralewr and Wy sat & Langth 8 3° 2515 mamc} % 10° 2997 mm),
11" 744" (3544mm),

34 0.031 2515 19.05 0.80 4.6,8 10 18, 24, 14
¥ 4 amn3a 957 19.05 Q.80 4.6,8 10 18,24, 14
M 12.05 Q.80 4.6,8 10 18 24, 14

Rauker Sat 4,68 10 TR
Wiy St 824, 14TH
Width 1A, 340, I, B, 3FF° 1" QR

625, 9.53, 12,70, 1588, 19.05, 2540 mm.
Thdmes 216G, 216G, 20G, OR

.53, 080, 0.90mm.
Longth 3050 Mtrs.

OR |0

Applications Suttable for meial cutting applications

|



Metal Cutting Band Saw Blade Selection Chart

Free machining steel 18 14 10 6 250 200 175 150
Mild Steel 24 14 10 6 250 200 175 150
Carbon Steel 24 14 10 6 250 200 175 150
Annealed Tool & Alloy Steel 24 18 10 6 100 80 60 40
Alloy Construction Steel 24 14 10 8 175 150 125 100
High Speed Steel 24 14 10 8 150 100 75 50
Stainless Steel 24 14 10 8 100 75 50 50
Tubings 24 14 " = 175 150 = )
Grey Cast Iron 18 14 10 6 200 150 100 75
Malleable Cast Iron 18 10 8 6 200 175 150 125
Meehanite 18 10 8 6 150 100 75 50
Copper - 10 8 6 - 1500 1500 1500
Aluminium 18 14 6 6 1800 1400 800 600
Phosphor Bronze 18 10 10 6 1200 900 700 700
Plastic 18 10 8 6 1500 2000 1500 1500
Asbestos 18 10 8 6 4000 3500 3000 3000
Phenolic 18 10 8 6 4500 4000 3500 3000
Faper 18 10 8 6 1500 1500 1500 1500
Rubber (Hard) 18 10 8 6 4000 3800 3000 3000

Feed Rate Chart

Work Thickness 1/4" 1f2" " 1-172" 3" 6"
Carbon Steel 4.50 2.12 1.00 0.62 0.31 0.12
Cold Rolled Mild Steel 9.00 4.00 1.75 .12 0.50 0.25
Cost Iron 16.00 7.50 325 2.12 1.00 0.43
High Carbon, High-Chrome Steel 2.25 1.00 0.50 0.25 0.12 0.03
Trouble Shooting
I. Teeth Ripping + Teeth too coarse Check if higher TPl saw is required

* Excessive Feed / Load Decreasa to recommended pressurefload
Check spring tension of blade
On vertical machines, the work Is hand-fed,

Feeding pressure shoukd be moderate and steady.

+ Gullets filling up *  Use thicker eutting il
+ Vibrating Work Piece = Clamp and level securaly
* A slight movement of the piece causes the teath to rip out.
= On vertical machines, as the work is hand-fed, adequate
experience and care is required to feed the work with
steady pressure, at the same time without causing
vibration, Advice screw feed wherever possible.
* Teeth too coarse * Check if higher TPl saw is racommended.
2. Excessive blade breakage + Excessive tension * Reduce tension
* Very heavy fead * Decreass to recommendead pressure/load
{15 kg. on Horiz. Mfc.)
* Misaligned guides = Adjust guides.
* Very high speed * Decrease to recommended speed,
* Lack of coolant = Always use cutting coolant
+ Weld not annealed ¢ Anneal the weld satisfactorily
3. Early teeth wear * Teeth too coarse * Use a finer tooth blade.
* Very high speed * Decrease to recommended speed
* Too light a feed * Increase to recommended pressurefioad
¢ Lack of coolant * Always use outting oil/coolant
+ Cut is binding the blade * Decreass pressura/load
* Excessive blade tenslon ¢ Decrease the tension
4: Plesls tiiing * Guides too closa to work * Widen gap between guides.
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ULTRA® FURIA - BIMETAL MA42
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HOW TO CHOOSE
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Trouble Shooting

1. Teeth stripping

2. Testh fracturs

Probable caies & Solution
+ et or fa Braak i 4 Awiuon spead and fesd 9 3G%
disring break (n

+ Incomect booth selection 4 Check cutting conditiona

4 Lack of ubrieant + Chwck lubricant

4+ Femd ing high + Fsduce fasd and check cutting conditions
4 Bad sheel homogenstly 4 Cheokc hardniss

4+ Bud chip remoal 4 Checkt the breeh and chip mmewl

Probabla causs = Solution
+ Bad break In + Faduce spead and foad o 3%
during ek in

+ Work place not clamped + Check hydmall: pressurm

& Incomeet Eoth st 4+ Ghack puliing comtiiions

# (uldes orms not sdested praparky -+ Adjust or eplacs the guide Lms
+ |iomit spiod or fhed & Adust spimd aoed famd

3. Wasr on badk of blada

4. Binda brankaga or cracks In gullat

Prreoltiniibiol n st wossan Solution
# Inearest tanslon of tha biade -+ Adjust Tension

+ Toohighfeed onthe back -+ Fisduce Fead

+ Toa high fead - Chack cutting conditions
4+ Binds Incomectiy et up 4+ Chock blade posttan
= Wom guides 4 Chack puldss amme and rollers

# Bad pal wp oreing pragic + Giangw biade and check qulds amms

Prababibe clasd o Bolution
o Tm high biiels Sensdon 4 Roduca nsion
+ Emmshey Teed + Fadues gl

+ Imomyol oth sylertion (koo poarss) + Check cutiing conditons
4 No kbricant or incormoct lubrcan! -+ Chack lubncant condibions:
+ Gulde zme oo far from tha work 4 Readjust the lenghh ia be cot
+ Guldes oo # Chimk the blmls potiion

(twisting of tha blada} Insbda tha qida
+ Teuth woridng befors wiarting the Bt + Allow 15mm cleararce bafors
sturting sart

5. Wear on the two sldes of the teath

§. Tooth gullet overionded

Prolupble cruge » Fohtdon
+ Inpormegt pat up of the bisde 4 Aghest guids anms widih
+ Toath rubbing on the galdes amea - Acdjuet guids ame widih

+ Bulde arm ara 300 wida for the bisds -+ Sea muching oparior's manual
far biada thickness

+ Chack biads tanalon
# Chisck work plece hamdnaes

+ PRaplan pide mms

+ [nauficlent binda trelon

4 Non homopeneaus mmerdal
+ Worn qut guines

Probails cpuse » #ohtdon

& Too fina pich & Solact 2 nawr bieds
4+ Too high fead + Dacreass foad
+ Imomect feed + Clumck quiting pummesars

+ Ho bnah grwam cut + Check the brush and postion
+ Incoret lubreant or no ubrkcant 4 Chasck e lubricant

7. Unevan waar and spots on the sldes of tl

8. Twistad binda

Probable canma = Bohrdan Probabis cas = Balustion

+ Damaged or misaing guides ¥ ook o L el + Expee el 4 Cheek cutting ronditions

+ The kisda ks rubbing on part # Chack for free mavement + Gukdes koo tight 4 Check quids adjusimanty
I e ok the bis + Work plecs b e 4 Thagl the hydelp vips

# Chips |ammed In the puldes # Clwr the olsinmiion

+ Incamect kibricant or no ubrkand & Chack bricant & N btk + Theck hirigunt

9. Bad surfaca finish 10. Wandering cuts ... going off line

Probabla couss = Eohrton Prebabla cousa = Boiuton

+ Wom qut blada + Papisce tha bisda + Damags to tha set of the feath + Chock maerkd hardnoss

4+ Fead nnd spead not cormect # Check cutting conditione # Dvarfseding 4 Chack cutting onditions &

& Podr bl Lo + Chack P8 il for rakyca 1aod forca

comest tenalon + Irsufficiant biade tanalan 4+ Podlition arme a8 closa to
+ HNp guides + Ghaok the quide work 22 possiie
+ Inguement fondh seimtion +* sh_-__.ﬂ___.h_ln L 4 Guids sstiofrapastarnotin e+ Checl quides
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1 MIRANDA TOOLS

HSS PARALLEL SHANK STD, GOLD AND SUPER JOBBER SERIES

“777777 - :hrrk H&T‘-—-&‘ - L L1 T

A

IS:5101 - 1991

SUPER'
JOBBER
MIR035 = SUPER (MIR035)

3/64" 16 38 10 0001CC 263 290 370
I/16" 20 43 10 0001DC 263 290 370
5/64" 24 49 10 0001EC 285 310 400
3/32" 30 57 10 0001FC 285 310 400
7/64" 33 6l 10 0001GC 285 310 400
1/8" 36 65 10 0001HC 371 410 520
9/64" 39 70 10 0001)C 377 410 530
5/32" 43 75 10 0001KC 459 500 640
[ 1/64" 47 80 10 0001LC 567 620 790
3/16" 52 86 10 0001MC 727 800 1020
13/64" 52 86 10 0001NC 799 880 1120
7/32" 57 93 10 0001PC 864 950 1210
| 5/64" 57 93 10 0001QC 961 1060 1350
1/4" 63 10l 10 0001RC 1054 1160 1480
| 7/64" 69 109 10 0001SC 1346 1550 2020
9/32" 69 109 T 0001TC 1471 1690 2210
19/64" 75 17 10 0001VC 1689 1940 2530
5/16" 75 17 10 000IWC 1845 2120 2770
21/64" 75 117 10 0001XC 2193 2520 3290
1 1/32" 8l 125 10 0001YC 2326 2690 3510
23/64" 8l 125 10 0001ZC 2414 2780 3620
a/g" 87 133 10 0002AC 2746 3160 4120
25/64" 87 133 10 0002BC 3061 3520 4590
13/32" 87 133 10 0002CC 3330 3830 5000
27/64" 94 142 10 0002DC 3520 4050 5280
7/16" 94 142 10 0002EC 3928 4520 5890
29/64" 94 142 10 0002FC 4139 4760 6210
15/32" 101 151 10 0002GC 4425 5090 6640
31/64" 101 151 10 0002HC 4693 5400 7040
12" 101 51 10 0002JC 4952 5690 7430
33/64" 101 151 ol 0002KC 6162 7090 -

17/32" 108 160 ol 0002LC 6553 7540 =
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MIRANDA TOO1S

HSS JOBBER DRILLS
I5/e4" o8 160 ol DOEMC 7ll& 8180
e 14 159 ol DODZNGC 7459 8580
37" 114 189 ol DOPC 8032 9140
1932 10 178 ol OO0 8032 9240
Fofed 120 178 ol ODOZRC g7 7 10020
B 12 178 al 00525 C a7 10020
o 164" 125 B84 al 000ZTC 2137 0510
213y 125 184 al DO0TWC 2137 0510
42764 13 121 al DOOTWC S50 10930
11716 1340 191 al DO02C 2500 19530
4564 130 ]| al GOOTFYC S50 10930
233" 135 198 al DADAAC 2500 10930
47764 135 198 gl D2ZC 5500 10930

1 149 205 ai Mi27sC 508 10530
494" 140 205 ol QRATTC 10302 11850
au/n" 140 205 ol QATLIC 0302 11850

MNots = Al hemns required minkmum order velus of Re. 20,000

HSS JOBBER DRILL SETS

1.50mm to 6.50mm - (13 Po)

1.00mm to 10.00mm - (1% Pw)

1.00mm to 13.00mm - (25 Pcs)

| .50- 650 BI07BC 664 950 1210 01 SET
100 - 10,00 51 50KC 7348 2630 405 0l SET
1.60- 12,00 blI3AC 4905 5494 7112 o1 SET
I6 - 14 0107BC 864 950 1210 01 SET
i -3 9150KC 7509 2810 3638 01 SET
Ii6- 12" BI13AC 5751 644a 84 01 SET




M MIRANDA TOOLS

HSS JOBBER DRILLS

MIR035 = SUPER e
1.00 12 34 10 0040NC 263 290 -
1.05 12 34 10 0041PC 263 290 -
.10 14 36 10 0042QC 263 290 -
1.15 14 36 10 0043RC 263 290 -
1.20 16 38 10 00445C 263 290 -
1.25 16 38 10 0045TC 263 290 -
1.30 16 38 10 0046VC 263 290 -
1.35 18 40 10 0047WC 263 290 -
1.40 18 40 10 0048XC 263 290 -
1.45 18 40 10 0049YC 263 290 -
1.50 18 40 10 0050NC 263 290 -
1.55 20 143 10 0051AC 263 290 -
1.60 20 43 10 0052BC 263 290 -
1.65 20 43 10 0053CC 285 310 -
1.70 20 43 10 0054DC 285 310 -
1.75 22 45 10 0055EC 285 310 -
1.80 22 46 10 0056FC 285 3lo 400
1.85 22 46 10 0057GC 285 310 400
1.90 22 46 10 0058HC 285 310 400
1.95 24 49 10 0059|C 285 310 400
2.00 24 49 10 0060KC 285 310 400
2.05 24 49 10 0061LC 285 30 400
2.10 24 49 10 0062MC 285 3l0 400
2.15 27 53 10 0063NC 285 310 400
220 27 53 10 0064PC 285 310 400
225 27 53 10 0065QC 285 310 400
2.30 27 53 10 0066RC 285 310 400
2.35 27 53 10 00675C 285 3l0 400
240 30 57 10 0068TC 285 310 400
245 30 57 10 0069VC 285 3l0 400
2.50 30 57 10 0070WC 285 310 400
2.55 30 57 10 0071 XC 285 310 400
2.60 30 57 10 0072YC 285 310 400
2.65 30 57 10 0073NC 285 310 400
2.70 33 6l 10 0074AC 285 3lo 400
275 33 6l 10 0075BC 307 340 430
2.80 33 6l 10 0076CC 307 340 430
285 33 6l 10 0077DC 307 340 430
2.90 33 6l 10 0078EC 307 340 430
2.95 33 6l 10 0079FC 307 340 430
3.00 33 6l 10 0080GC 307 340 430
3.10 36 65 10 008IHC 371 410 520
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M MIRANDA TOOLS

HSS JOBBER DRILLS

MIR035 = SUPER IR0
3.15 36 65 10 0082|C 377 410 530
3.20 36 &5 10 0083KC 377 410 530
3.25 36 65 10 0084LC 377 410 530
3.30 36 65 10 0085MC 377 410 530
3.40 39 70 10 0086NC 377 410 530
350 39 70 10 0087PC 377 410 530
3.60 39 70 10 0088QC 459 500 640
3.65 39 70 10 0088VC 459 500 640
.70 39 70 10 0Q89RC 459 500 640
3.75 39 70 10 0090S8C 459 500 640
3.80 43 75 10 00%1TC 459 500 640
3.90 43 75 10 0092VC 459 500 &40
3.95 43 75 10 0092QC 459 500 640
4.00 43 75 10 0093WC 459 500 640
4.05 43 75 10 0093XC 567 620 790
4.10 43 75 10 0094XC 567 620 790
4.15 43 75 10 0094CC 567 620 790
4.20 43 75 10 0095YC 567 620 790
4.25 43 75 10 0096NC 567 620 790
4.30 47 80 10 0097AC 567 620 790
4.35 47 80 10 0097FC 567 620 790
4.40 47 80 10 0098BC 567 620 790
4.50 47 80 10 0099CC 727 800 1020
4.55 47 80 10 0099HC 727 800 1020
4.60 47 80 10 0100DC 727 800 1020
4.70 47 80 10 0I0IEC 727 800 1020
4.75 47 80 10 0102FC 727 800 1020
4.80 52 86 10 0103GC 727 800 1020
4.85 52 86 10 0l103LC 799 880 1120
4.90 52 86 10 0104HC 799 880 1120
4.95 52 86 10 ol104MC 799 880 1120
5.00 52 86 10 0105)C 799 880 1120
5.10 52 86 10 0106KC 799 880 1120
5.20 52 86 10 Ql07LC 799 880 1120
5.25 52 86 10 0l108MC 864 950 1210
5.30 52 86 10 0109NC 864 950 1210
5.40 57 93 10 0l 10PC 864 950 1210
5.50 57 93 10 o1 iQcC 864 950 1210
5.60 57 93 10 0l 12RC 864 950 1210
5.70 57 93 10 01135C 961 1060 1350
5.75 57 93 10 01 14TC 961 1060 1350
5.80 57 93 10 0115vC 961 1060 1350
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M MIRANDA TOOLS

HSS JOBBER DRILLS

MIR035 = SUPER 0
5.90 57 93 10 0116WC 961 1060 1350
6.00 57 93 10 0117XC 961 1060 1350
6.10 63 101 10 0l18YC 1054 1160 1480
6.20 63 101 10 O119NC 1054 1160 1480
6.25 63 101 10 0120AC 1054 1160 1480
6.30 63 101 10 0121BC 1054 1160 1480
6.40 63 101 10 0122CC 1054 1160 1480
6.50 63 101 10 0123DC 1346 1550 2020
6.60 63 101 10 0124EC 1346 1550 2020
6.70 63 101 10 0125FC 1346 1550 2020
6.75 69 109 10 0126GC 1346 1550 2020
6.80 69 109 10 0127HC 1346 1550 2020
6.90 69 109 10 0128)C 1471 1690 2210
7.00 69 109 10 0129KC 1471 1690 2210
7.10 69 109 10 0130LC 1471 1690 2210
7.20 69 109 10 0131MC 1471 1690 2210
7.25 69 109 10 0132NC 1555 1790 2330
7.30 69 109 10 0133PC 1555 1790 2330
740 69 109 10 0134QC 1555 1790 2330
7.50 69 109 10 0135RC 1555 1790 2330
7.60 75 117 10 01365C 1689 1940 2530
7.70 75 117 10 0137TC 1689 1940 2530
7.75 75 117 10 0138vC 1689 1940 2530
7.80 75 117 10 0139wWC 1689 1940 2530
7.90 75 117 10 0140XC 1689 1940 2530
8.00 75 117 10 0141YC 1845 2120 2770
8.10 75 117 5 0142NC 1845 2120 2770
8.20 75 117 -] 0143AC 1845 2120 2770
8.25 75 117 5 0l44BC 2193 2520 3290
8.30 75 117 5 0145CC 2193 2520 3290
8.40 75 117 5 0146DC 2193 2520 3290
8.50 75 117 5 0147EC 2193 2520 3290
8.60 8l 125 5 0148FC 2193 2520 3290
8.65 81 125 5 0148GC 2193 2520 3290
8.70 8l 125 5 0149GC 2193 2520 3290
8.75 8l 125 5 0150HC 2326 2690 3510
8.80 81 125 5 0l151)C 2337 2690 3510
8.90 8l 125 5 0152KC 2337 2690 3510
9.00 8l 125 5 0153LC 2337 2690 3510
9.10 8l 125 5 0154MC 2414 2780 3620
9.20 8l 125 5 0155NC 2414 2780 3620
9.25 8l 125 5 0156PC 2414 2780 3620
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MIRANDA TOOLS

HSS JOBBER DRILLS
B
MIR035 = SUPER i
9.30 8l 125 3 0157QC 241 4 2780 3620
9.40 8l 125 5 0158RC 2414 2780 3620
9.50 8l 125 5 01595C 2414 2780 3620
9.60 87 133 5 0160TC 2746 3160 4120
9.70 87 133 5 0161vVC 2746 3160 4120
9.75 87 133 5 0l62WC 2746 3160 4120
9.80 87 133 5 0163XC 2746 3160 4120
9.90 87 133 5 0lé4YC 306l 3520 45%0
10.00 a7 133 5 0165NC 3061 3520 4590
10.10 87 133 5 0166AC 3061 3520 4590
10.20 87 133 5 0167BC 3061 3520 4590
10.25 87 133 5 0168CC 3330 3830 5000
10.30 87 133 5 0169DC 3330 3830 5000
10.40 87 133 5 0170EC 3330 3830 5000
10.50 87 133 5 0l7IFC 3330 3830 5000
10.60 87 133 5 0172GC 3330 3830 5000
10.70 94 142 5 0173HC 3520 4050 5280
10.75 94 142 5 0174)C 3520 4050 5280
10.80 94 142 5 0175KC 3520 4050 5280
10.90 94 142 5 0176LC 3520 4050 5280
11.00 94 142 5 oI77MC 3520 4050 5280
11.10 94 142 5 0178NC 3928 4520 5890
11.20 94 142 5 0179PC 3928 4520 5890
11.25 94 142 5 0180QC 3928 4520 5890
11.30 94 142 5 OI8IRC 3928 4520 5890
11.40 94 142 5 01825C 3928 4520 5890
11.50 94 142 3 0183TC 4139 4760 6210
11.60 94 142 5 0184vC 4139 4760 6210
11.70 94 142 5 glaswcC 4139 4760 6210
11.75 94 142 5 0186XC 4139 4760 6210
11.80 94 142 S 0187YC 4139 4760 6210
11.90 101 151 5 0188NC 4425 5090 6640
12.00 101 151 5 0189AC 4425 5090 6640
12.10 101 151 5 0190BC 4425 5090 6640
12.20 101 151 5 o1921CC 4425 5090 6640
12.25 101 151 5 0192DC 4693 5400 7040
12.30 101 151 5 OI193EC 4693 5400 7040
12.40 101 151 5 0194FC 4693 5400 7040
12,50 101 151 5 0195GC 4693 5400 7040
12.60 101 151 5 0196HC 4693 5400 7040
12.70 101 151 5 0197)C 4952 5690 7430
12.75 101 151 5 0198KC 4952 5690 7430
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M MIRANDA TOOLS

HSS JOBBER DRILLS

MIR0O35 = SUPER MIRC
12.80 101 151 5 0199LC 4952 5690 7430
12.90 101 151 5 0200MC 49572 5690 7430
13.00 101 151 5 020INC 4952 5650 7430
13.10 101 151 ol 0202PC 6162 7090 -
13.20 101 151 ol 0203QC 6162 7090 -
13.25 108 160 ol 0204RC 6162 7090 =
13.30 108 160 0l 02058C 6162 7090 -
13.40 108 160 ol 0206TC 6162 7090 .
13.50 108 160 0l 0207vC 6553 7540 -
13.60 108 160 ol 0208WC 6553 7540 -
13.70 108 160 ol 0209XC 6553 7540 -
13.75 108 160 0l 0210YC 6553 7540 -
13.80 108 160 ol 021 INC 6553 7540 =
13.90 108 160 ol 0212AC 7116 8180 -
14.00 108 160 ol 0213BC 7116 8180 -
14.20 114 169 ol 0213EC 7116 8180 -
14.30 114 169 0l 0214CC 7116 8180 -
14.50 114 169 ol 0215DC 7459 8580 -
14.75 114 169 01 0216EC 8032 9240 -
15.00 114 169 ol 0217FC 8032 9240 -
15.15 120 178 ol 0217)C 8032 9240 -
15.25 120 178 0l 0218GC 8032 9240 -
15.30 120 178 ol 0218HC 8032 9240 -
15.50 120 178 0l 0219HC 8717 10020 -
15.75 120 178 ol 0220)C 8717 10020 -
16.00 120 178 ol 0221KC 8717 10020 -
16.50 125 184 0l 02221L.C 9137 10510 -
16.70 125 184 ol 0222NC 9137 10510 -
17.00 125 184 ol 0223MC 9137 10510 -
17.50 130 191 ol 0224NC 9500 10930 -
18.00 130 191 ol 0225PC 9500 10930 -
18.50 135 198 0l 0226QC 9500 10930 -
19.00 135 198 ol 0227RC 9500 10930 -
19.50 140 205 ol 02288C 10302 11850 -
20.00 140 205 ]| 0229TC 10302 11850 -

Note : All items required minimum order value of Rs. 20,000/-.
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M MIRANDA TOOLS

HSS JOBBER DRILLS - WIRE GAUGE

WGI 57 93 10 0004AC 96l 1060

WG2 57 93 10 0004BC 961 1060

WG3 57 93 10 0004CC 864 950

WG4 57 93 10 0004DC 864 950

WG5S 52 86 10 0004EC 864 950

WG6 52 86 10 0004FC 799 880

WG7 52 86 10 0004GC 799 880
wGeGs 52 86 10 0004HC 799 880

WGY 52 86 10 0c04|C 799 880
WGI0 52 86 10 0004KC 799 880
WGI | 52 86 10 0004LC 799 880
WGI2 52 86 10 0004MC 727 800
WGI3 47 80 10 00C4NC 727 800
WwWGIl4 47 80 10 0004PC 727 800
WG5S 47 80 10 0004QC 727 800
WGI16 47 80 10 0004RC 727 800
WGI17 47 80 10 0004SC 567 620
WGI8 47 80 10 0004TC 567 620
WG9 43 75 10 0004VC 567 620
WG20 43 75 10 0004WC 567 620
WG21 43 75 10 0004XC 567 620
WG22 43 75 10 0004YC 459 500
WG23 43 75 10 0004ZC 459 500
WG24 43 75 10 0005AC 459 500
WG25 43 75 10 0005BC 459 500
WG26 39 70 10 0005CC 459 500
WG27 39 70 10 0005DC 459 500
WG28 39 70 10 0005EC 377 410
WG29 39 70 10 0005FC 377 410
WG30 36 65 10 0005GC a7z 410
WG3I 36 65 10 0005HC 371 410
WG32 33 6l 10 0005)C 307 340
WG33 33 8l 10 0005KC 307 340
WG34 33 6l 10 0005LC 307 340
WG35s 33 6l 10 0005MC 307 340
WG36 33 6l 10 0005NC 285 310
WG37 30 57 10 0005PC 285 310
WG38 30 57 10 0005QC 285 310
WG39 30 57 10 0005RC 285 310
WG40 30 57 10 00055C 285 310
WG4 30 57 10 0005TC 285 310
WG42 30 57 10 0005VC 285 310




M MIRANDA TOOLS

HSS JOBBER DRILLS - WIRE GUAGE

WGA43 27 53 10 0005WC 285 310
WG44 27 53 10 0005XC 285 310
WGA45 24 49 10 0005YC 285 310
WG46 24 49 10 0005ZC 285 310
WG47 24 49 10 0006AC 285 310
WG48 24 43 10 0006BC 285 310
WG49 22 46 10 0006CC 285 310
WG5S0 22 46 10 0006eDC 285 310
WGSI 22 46 10 0008EC 285 310
WGh2 20 43 10 0006FC 285 310
WGS3 20 43 10 0006GC 263 290
WG54 18 40 10 0006HC 263 290
WGS5 18 40 10 0006]C 263 290
WG56 16 i8 10 D006KC 263 290
WGS7 14 36 10 0006LC 263 290
WG58 14 36 10 0006MC 263 290
WGS9 12 34 10 0006NC 263 290
WGe0 12 34 10 0006PC 263 290
Note : All items required minimum order value of Rs. 20,000/-.
HSS JOBBER DRILLS - LETTER GAUGE

A 57 93 10 0009MC 961 1060

B 63 101 10 Q009NC 1054 1160

[ & 63 101 10 0009PC 1054 1160
D 63 101 10 0009QC 1054 1160

E 63 101 10 0O009RC 1054 1 160

F 63 101 10 0009SC 1346 1550

G 63 101 10 0009TC 1346 1550

H 69 109 10 0009VC 1346 1550

| 69 10% 10 000SWC 1471 1690

] 69 109 10 0009XC 1471 1690

K 69 109 10 0009YC 1471 1690

L 69 109 10 0009ZC 1555 1750

M 69 109 10 0010AC 1555 1790

N 75 117 10 0010BC 1689 1940
(o) 75 117 10 00loCC 1845 2120

P 75 117 10 0010DC 1845 2120
Q 75 117 10 00ICEC 2193 2520

R 8l 125 10 0010FC 2193 2520

S 8l 125 10 0010GC 2337 2690

T 8l 125 10 0010HC 2414 2780

U 81 125 10 0010JC 2414 2780

v 87 133 10 0010KC 2746 3160
w 87 133 10 0010LC 2746 3160
X 87 133 10 Q0I0MC 3061 3520

Y 87 133 10 QOIONC 3330 3830

z 87 133 19 0010PC 3330 3830

Note : All items required minimum order value of Rs. 20,000/-.
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M MIRANDA TOOLS

HSS PARALLEL SHANK STUB SERIES DRILLS

- | d
- e o L1

IS:5100 - 1969

Fi:n 20 52 [ [1] 1 194GC 3461 400
6" 20 52 [ [1] 1 1941 375 410
s 22 55 1] 1 1941C 436 460
11764 24 sa [ [1] 1 194KC 493 540
318" 26 b o | 194LC &6 0
13764 26 62 [ [1] | 19-4ME 558 T
my . (] [ [1] 114N 756 6830
1564 28 66 [ [1] 1 I4PC 856 540
144 3l o [ 119-40C 956 1050
L fioa M 74 [ 1 194RC 1174 1350
932" M 74 [ 11945C 1289 1480
1964 v i) [ [1] 1194TC 1470 1690
518" P Fi J 1] 1 194C 150% 1860
1164 P il [ [1] 119MWC 1990 1350
e 40 o4 1] 1 15D HFe 1390
L3648 40 o4 1] 1 194YC rikcl 1520
" 49 B2 1] 11962C 250 2830
564 43 [ [ [1] 1 195408 Jo04 330
13,32 4 B2 1] 1195BC k1] | MTO
iTiey 47 95 [ [1] 119500 3395 3900
Fiil 47 g5 10 1195DC 3537 40Tt
19/64 47 95 [ [1] 1 195EC 3TH4 4340
15432 51 152 [ [1] | I95FC 4007 4§16
3 jed 51 L] [ [1] 119560 4349 5000
fra 51 L+ rs 10 1 195HE 4436 5106
/64 54 197 +]] 1 195)C 5218 G000
1732 54 107 +]] 1195KE 5218 G000
s 54 157 4] 1 195LC 5552 a380
s 56 1 [+1] 1 195MC G047 G350
Ty 56 11 +]] 1195MC 695 THD
1932 58 115 ]| 1 195PC G810 TEM
ey 58 115 +]] 11950C 7383 B4S0
5" 58 115 ] 1135REC 7383 B30
11f18° & 123 ol 1195WC 7383 B30




M MIRANDA TOOLS

HSS STUB SERIES DRILLS

3.00 18 49 10 1257QC 306 340
3.10 18 49 10 1258RC 306 340
3.20 18 49 10 12595C 375 410
3.30 18 49 10 1260TC 375 410
3.40 20 52 10 1261vVC 375 410
3.50 20 52 10 1262WC 375 410
3.60 20 52 10 1263XC 375 410
3.70 20 52 10 1264YC 438 480
3.80 22 55 10 1265NC 438 480
3.90 22 55 10 1266AC 438 480
4.00 22 55 10 1267BC 438 480
4.10 22 55 10 1268CC 493 540
4.20 22 55 10 1269DC 493 540
4.30 24 58 10 1270EC 493 540
4.40 24 58 10 1271FC 493 540
4.50 24 58 10 1272GC 661 730
4.60 24 58 10 1273HC 661 730
4.70 24 58 10 1274)C 661 730
4.80 26 62 10 1275KC 661 730
4.90 26 62 10 1276LC 698 770
5.00 26 62 10 1277MC 698 770
5.10 26 62 10 1278NC 698 770
5.20 26 62 10 1279PC 698 770
5.30 26 62 10 1280QC 756 830
5.40 28 66 10 1281RC 756 830
5.50 28 66 10 12825C 756 830
5.60 28 66 10 1283TC 756 830
5.70 28 66 10 1284vC 856 940
5.80 28 66 10 1285WC 856 940
5.90 28 66 10 1286XC 856 940
6.00 28 65 10 1287YC 856 940
6.10 3l 70 10 1288NC 956 1050
6.20 31 70 10 1289AC 956 1050
6.30 31 70 10 1290BC 956 1050
6.40 3l 70 10 1291CC 956 1050
6.50 31 70 10 1292DC 1174 1350
6.60 31 70 10 1293EC 1174 1350
6.70 31 70 10 1294FC 1174 1350
6.80 34 74 10 1295GC 1174 1350
6.90 34 74 10 1296HC 1289 1480
7.00 34 74 10 1297)C 1289 1480
7.10 34 74 10 1298KC 128% 1480
7.20 34 74 10 1299L.C 1289 1480
7.30 34 74 10 1300MC 1336 1540
7.40 34 74 10 130INC 1336 1540
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M MIRANDA TOOLS

HSS STUB SERIES DRILLS

7.50 34 74 10 1302PC 1336 | 540
7.60 37 79 10 1303QC 1470 1690
7.70 7 79 10 1304RC 1470 1690
7.80 37 79 10 1305SC 1470 1690
7.90 37 79 10 1306TC 1619 1860
8.00 37 79 10 1307vC 1619 1860
8.10 37 79 10 1308WC 1619 1860
8.20 37 79 10 1309XC 1619 1860
8.30 37 79 10 1310YC 1990 2290
8.40 37 79 10 131 INC 1990 2290
8.50 7 79 10 1312AC 1990 2290
8.60 40 84 10 1313BC 2079 2390
8.70 40 B4 10 1314CC 2079 23%0
8.80 40 84 10 1315DC 2079 2390
8.90 40 84 10 1316EC 2079 2390
9.00 40 84 10 1317FC 2079 2390
9.10 40 84 10 1318GC 2193 2520
9.20 40 84 10 1319HC 2193 2520
9.30 40 84 10 1320)C 2193 2520
9.40 40 84 10 1321KC 2193 2520
9.50 410 84 10 1322L.C 2193 2520
9.60 43 89 10 1323MC 2290 2630
9.70 43 89 10 1324NC 2290 2630
9.80 43 89 10 1325PC 2290 2630
9.90 43 89 10 1326QC 2804 3220
10.00 43 89 10 1327RC 2804 3220
10.10 43 89 10 13285C 2804 3220
10.20 43 89 10 1329TC 2804 3220
10.30 43 89 10 1330vC 3015 3470
10.40 43 89 10 133IWC 3015 3470
10.50 43 89 10 1332XC 3015 3470
10.60 43 89 10 1333YC 3395 3900
10.70 47 95 10 1334NC 3395 3900
10.80 47 95 10 1335AC 3395 3900
10.90 47 95 10 1336BC 3395 3900
11.00 47 95 10 1337CC 3395 3900
.10 47 95 10 1338DC 3537 4070
11.20 47 95 10 1339EC 3537 4070
11.30 47 95 10 1340FC 3774 4340
11.40 47 95 10 1341GC 3774 4340
11.50 47 95 10 1342HC 3774 4340
11.60 47 95 10 1343)C 3774 4340
11.70 47 95 10 1344KC 3774 4340
11.80 47 95 10 1345LC 3774 4340
11.90 51 102 10 1346MC 4007 4610




M MIRANDA TOOLS

HSS STUB SERIES DRILLS

12.00 51 102 10 1347NC 4007 4610
12.10 51 102 10 1348PC 4007 4610
12.20 51 102 10 1349QC 4007 4610
12.30 5l 102 10 1350RC 4349 5000
12.40 51 102 10 1351SC 4349 5000
12.50 51 102 10 1352TC 4349 5000
12.60 51 102 10 1353vC 4435 5100
12.70 51 102 10 1354WC 4436 5100
12.80 51 102 10 1355XC 4436 5100
12.90 51 102 10 1356YC 4436 5100
13.00 51 102 10 1357NC 4436 5100
13.10 51 102 ol 1357MC 5218 6000
13.20 51 102 ol 1358AC 5218 6000
13.30 54 107 ol 1358BC 5218 6000
13.40 54 107 4] 1358CC 5218 6000
13.50 54 107 0l 1359BC 5552 6380
13.60 54 107 ol 1359CC 5552 6380
13.70 54 107 ol 1359DC 5552 6380
13.80 54 107 ol 1360CC 5552 6380
13.90 54 107 4] 1360DC 6047 6950
14.00 54 107 01 1361DC 6047 6950
14.10 56 11 ol 136 1GC 6047 6950
14.20 56 1 ol 1361KC 6047 6950
14.30 56 1 ol 1361QC 6047 6950
14.40 36 11 ol 1361RC 6295 7240
14.50 56 Il ol 1362EC 6295 7240
14.60 56 Il 0l 1362FC 6810 7830
14.70 56 1 0l 1362HC 6810 7830
14.80 56 Il ol 1362RC 6810 7830
14.90 56 Il ol 13625C 6810 7830
15.00 56 Il ol 1363FC 6810 7830
15.10 58 115 ol 1363)C 6810 7830
15.20 58 115 ol 1363PC 6810 7830
15.30 58 115 0l 1363RC 7383 8490
15.40 58 115 0l 13635C 7383 8490
15.50 58 115 ol 1364GC 7383 8490
15.60 58 115 ol 1364HC 7383 8490
15.70 58 15 ol 1364PC 7383 8490
15.80 58 15 0l 13e4vC 7383 8490
16.00 58 115 01 1365HC 7383 8490

Note : All items required minimum order value of Rs. 20,000/-,
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M MIRANDA TOOLS
HSS PARALLEL SHANK LONG GOLD SERIES

d
e W W L L1 ’T
< L >
IS:5102 - 1969
1/8" 69 106 10 |405FC 176
9/64" 73 12 10 1405GC 176
5/32" 78 19 10 1405HC 19
I 1/64" 82 126 10 1405)C 191
316" 87 132 10 1405KC 191
3/64" 87 132 10 1405LC 223
7/32" 9l 139 10 |405MC 259
I5/64" 9l 139 10 1405NC 282
114" 97 148 10 1405PC 290
1 7/64" 102 156 10 1405QC 491
9/32" 102 156 10 1405RC 49
19/64" 109 165 10 14055C 491
5/16" 109 165 5 1405TC 508
21/64" 109 165 5 1405VC 508
/32" 115 175 5 1405WC 535
23/64" 115 175 5 1405XC 631
3/8" 121 184 5 1405YC 557
25/64" 121 184 5 1405ZC 652
13/32" 121 184 5 1406AC 589
27/64" 128 195 5 1406BC 799
716" 128 195 5 1406CC 734
29/64" 128 195 5 1406DC 857
I5/32" 134 205 5 1406EC 757
172" 134 205 | 1406GC 784
33/64" 140 214 I 1406HC 1204
17/32" 140 214 I 1406)C 1204
35/64' 140 214 I 1406KC 1300
9/16" 144 220 I 1406LC 1204
37/64" 144 220 | 1406MC 1387
19/32" 149 227 [ 1406NC 1258
39/64" 149 227 I 1406PC 1424
5/8" 149 227 I 1406QC 1300
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M MIRANDA TOOLS

HSS LONG GOLD SERIES DRILLS

3.00 69 106 10 1453LC 176
3.10 69 106 10 1454MC 176
3.20 69 106 10 1455NC 176
3.30 69 106 10 [ 457QC 176
3.40 73 112 10 1458RC 176
3.50 73 112 10 14595C 176
3.60 73 112 10 1460TC 191
3.70 73 112 10 1461VC 191
3.80 78 11% 10 1463XC 191
3.90 78 119 10 1464YC 191
4.00 78 119 10 1465NC 191
4.10 78 119 10 1466AC 191
4.20 78 1% 10 1467BC 191
4.30 82 126 10 1469DC 191
4,40 82 126 10 1470EC 191
4.50 82 126 10 1471FC 191
4.60 82 126 10 1472GC 191
4.70 82 126 10 1473HC 191
4.80 87 132 10 1475KC 191
4.90 87 132 10 1476LC 223
5.00 87 132 10 1477MC 223
5.10 87 132 10 1478NC 223
5.20 87 132 10 1479PC 223
5.30 87 132 10 1481RC 259
5.40 9l 139 10 14825C 259
5.50 91 139 10 1483TC 259
5.60 91 13% 10 1484VC 282
5.70 91 139 10 1485WC 282
5.80 9l 139 10 1487YC 282
5.90 9l 139 10 1488NC 282
6.00 9| 13% 10 1489AC 282
6.10 97 148 10 1490BC 325
6.20 97 148 10 1491CC 325
6.30 97 148 10 1493EC 325
6.40 97 148 10 1494FC 402
6.50 97 148 10 1495GC 402
6.60 97 148 10 1496HC 49|
6.70 97 148 10 1497]C 491
6.80 102 156 10 1499LC 491
6.90 102 156 10 1500MC 491
7.00 102 156 10 I50INC 491
7.10 102 156 10 1502PC 491
7.20 102 156 10 1503QC 491
7.30 102 156 10 15055C 491
7.40 102 156 10 1506TC 491
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M MIRANDA TOOLS

HSS LONG GOLD SERIES DRILLS

7.50 102 156 10 1507VC 491
7.60 109 165 10 1508WC 49|
7.70 109 165 10 1509XC 491
7.80 109 165 10 IS1INC 49|
7.90 109 165 10 I1512AC 508
8.00 109 165 5 1513BC 508
8.10 109 165 ] 1514CC 508
8.20 109 165 5 1515DC 508
8.30 109 165 5 I517FC 508
8.40 109 165 5 1518GC 508
8.50 109 165 5 1519HC 508
8.60 115 175 & 1520]C 535
8.70 115 175 5 1521KC 535
8.80 115 175 5 1523MC 554
8.90 115 175 5 1524NC 554
9.00 115 175 3 1525PC 554
9.20 115 175 5 1527RC 637
9.50 115 175 5 1531WC 557
9.80 121 184 5 I535AC 652
9.90 121 184 5 1536BC 652
10.00 121 184 5 1537CC 589
10.20 121 184 5 I1539EC 652
10.50 121 184 3 1543JC 703
10.70 128 195 & 15450LC 79
10.80 128 195 5 1547NC 799
11.00 128 195 ] 1545QC 734
11.20 128 195 5 I15518C 857
11.50 128 195 5 1555XC 757
11.80 128 195 5 1559BC 857
12.00 134 205 3 1561DC 784
12.20 134 205 5 1563FC 866
12.70 134 205 5 1569MC 784
13.00 134 205 5 1573RC 1090
13.20 134 205 5 I1573TC 1204
13.50 140 214 | 1578XC 1204
13.80 140 214 | I579AC 1300
14.00 140 214 | 1583CC 1204
14.25 144 220 | 1583FC 1204
14.50 144 220 | 1585EC 1276
15.00 144 220 1 1587GC 1276
15.25 149 227 | 1587KC 1300
15.50 149 227 1 1589]C 1300
15.75 149 227 | 158%MC 1300
16.00 149 227 1 1591LC 1328

Note : All items required minimum order value of Rs. 20,000/-,
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M MIRANDA TOOLS

HSS PARALLEL SHANK EXTRA LONG SERIES

L1

A

——ta N N e N N e e N L

Y ¥

IS :7823 - 1975

OAL MM (L)

FL MM (LI)
SIZE

d INCH

/8" sicoe | 521 | 3looHC| e40 | 3iooic | 724 | aicoic | ee4 | 3tookc| 1016 | 3icoc | 1268
5/32" siosce| 517 | 3iosHC| e40 | 3iosic | 758 | 3iosic | s49 | 3ioskc| 1140 | 3iosc | 1450
316" sisoce | 517 | sisoHc| 655 | aisoc | 821 | aisoc | 1010 | 3isoac| 1200 | 3isoec | 1588
732" sisice| 571 |3isiHc| 708 | aisuc | ssr | zisyc | 1080 | aisikc| 1276 | 3isic | 1684
1/4" - - 31 | 924 : 3i3skc | 1345 | 3i3sic | 183
9/32" : - 31401C | 1046 - alqokc | 1573 | 3i4oLc | 2084
5/16" - - 3is0C [ 1100 = aisokc | 1636 [ 31soLc | 2136
11/32" . - 360ic [ 1133 5 360kc | 1670 [ 31e0Lc | 2171
38" - : 3i70IC | 119 - 3i7okc [ 1679 [ 3170c | 2216
13/32" : 2 3isoic [ 1291 E 31gokc | 1847 [ 3isoLc [ 2410
7/16" : - : - 3190KC | 1909 | 3190LC | 2480
15/32" : - : 2 3200kC | 2002 | 3200LC | 2629
172" 2 : : 2 3210KC | 2068 | 3210LC | 2718

OAL MM (L)

FL MM (LI)

d MM
3.00 3100AC 521 3100BC 640 3100CC 724 | 3100DC 864 3I00EC | 1016 | 3I00FC | 1268
3.50 3105AC 510 3105BC 594 3105CC 758 | 3105DC 949 3I05EC | 1140 | 3I05FC | 1450
4.00 3110AC 517 3l1IBC 640 3l1ocC 758 | 3111DC 949 3IICEC | 1140 | 31I0FC | 1450
4.50 J1I5AC 517 3115BC 640 3115CC 758 | 3115DC 949 3II5SEC | 1140 | 31I5FC | 1501
5.00 3120AC 517 3120BC 655 3120CC 821 |3120DC | 1010 3120EC | 1200 | 3120FC | 1588
5.50 3125AC 571 3126BC 708 3125CC B8l | 3126DC | 1080 3I125EC | 1276 | 3125FC | 1684
6.00 3130AC 571 3130BC 743 3130CC 907 |3130DC | 1104 3130EC | 1320 | 3I30FC | 1726
6.50 - - 3135CC 924 - 3I35EC | 1345 3I35FC | 1813
7.00 - - 3l40CC | 1027 - 3140EC | 1478 | 3140FC | 2040
7.50 - - 3145CC | 1046 - 3145EC | 1573 3145FC | 2084
8.00 - - 3150CC | 1100 - 3I50EC | 1636 | 3I50FC | 2136
8.50 - - 3I55CC | 1133 - 3IS5EC | 1670 | 3I55FC | 2171
9.00 - - 3l60CC | 1133 - 3I60EC | 1670 | 3160FC | 2171
9.50 - - 3165CC | 1196 - 3165EC | 1679 | 3165FC | 2216
10.00 - - 3170CC | 1238 - 3I70eC | 1723 ATOFC | 2322
10.50 - - 3175CC | 1291 - 3I75eC | 1847 | 3175FC | 2410
11.00 - - - - 3IBCEC | 1909 | 3I80FC | 2480
11.50 - - - - 3I85EC | 1909 | 3185FC | 2480
12.00 - - - - 3I90EC | 2002 | 2I158AC | 2629
12.50 - - - - 2156AC | 2068 | 2156CC | 2718

Note : All items required minimum order value of Rs. 20,000/-.
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MIRANDA TOOLS
HSS TAPER SHANK DRILLS

P L1 %
a "
IS:5103 - 1969

PRICE DIA

RS/ INCH

PIECE C)]
178" 36 17 2550EC MTI | 221 23/32" 135 233 2551WC | MT2 | 1474
9/64" 39 120 2550FC MTI | 232 47/64" 135 233 2851XC | MT2 | 1488
532" 43 123 2550GC | MTI | 221 3/4" 140 238 2551YC | mMT2 | 1488
I 1/64" 47 128 2550HC | MT1 | 299 49/64" 140 238 2551ZC | MT2 | 1564
3/16* 47 128 2550)C MTI | 299 25/32" 140 238 2552AC | MT2 | 1564
13/64" 52 133 2550KC MTI | 307 51/64" 145 243 2552BC | MT2 | 1696
7/32" 57 138 2550LC MTI | 320 13/16" 145 243 2s52¢cC | MT2 | 1696
15/64" 57 138 2550MC | MT1 | 307 53/64" 145 243 25520C | MT2 | 1822
1/4" 63 144 2550NC | MTI | 342 27/32" 150 248 25526€ | MT2 | 1822
17/64" 69 150 2550PC MTI | 377 55/64" 150 248 2552FC MT2 | 1907
932" 69 150 25500C | MTI | 373 7/8" 150 248 25526¢ | MT2 | 1907
19/64" 69 150 2550RC MTI | a7z 57/64" 155 253 2552HC | MT2 | 2118
5/16" 75 156 2550SC MTI | 373 29/32" 155 253 2552)C MT2 | 2118
21/64" 75 156 2550TC MTI | 477 59/64" 155 276 2552kC | MT3 | 2461
11/32" 8l 162 2550VC MTI | 455 15/16" 160 281 2552L.C MT3 | 2528
23/64" 8l 162 2550wc | MTI | 500 61/64" 160 281 255:MC | MT3 | 2642
38" a7 168 2550XC | MTI | 455 31/32" 160 281 2552NC | MT3 | 2642
25/64" 87 168 2550YC MTI | 536 63/64" 160 281 2552pC | MT3 | 2766
13/32" 87 168 2550ZC MTI | 518 " 165 286 25520C | mMT3 | 2804
27/64" 94 175 2551AC MTI | 659 1.1/64" 165 286 2552R¢ | MT3 | 3071
7/16" 94 175 2551BC MTI | 659 1.1/32" 165 286 25525C MT3 | 3301
29/64" 94 175 ssicc | MTI | 677 1.3/64" 170 291 25527C | MT3 | 3376
15/32" 101 182 2551DC | MTI | 677 l1/16" 170 291 2552ve | MT3 | 3483
31/64" 10l 182 2551EC MTI | e87 |.5/64" 170 291 2s52wC | MT3 | 3491
172" 10l 182 2551FC MT1 | ¢87 1.3/32" 170 291 2552¢XC | MT3 | 3816
33/64" 101 182 251GC | MTI | 997 1.7/64" 175 296 2s507v¢ | mT3 | 3836
17/32" 108 189 2551HC | MT1 | 997 1.1/8" 175 296 25527¢ | T3 | 3836
35/64" 108 189 2551)C MT1 | 1068 |.9/64" 175 296 2553AC | MT3 | 4007
916" 14 212 2551KC MT2 | 1144 1.5/32" 175 296 2553FC MT3 | 4007
37/64° 14 212 2551LC MT2 | 1194 Lied | 175 296 2553¢C | MT3 | 4111
19/32" 120 218 s5iMc | MT2 | 1194 1.3/16" 180 301 2553DC | MT3 | 4341
39/64° 120 218 285INC | MT2 | 1213 1364 | 180 301 2553EC | MT3 | 4750
5/8" 120 218 2551PC mMT2 | 1213 1.7/32" 180 301 25538C | MT3 | 4750
41/64" 125 223 25510c | MT2 | 1240 115/64" | 180 301 2553GC | MT3 | 5522
21/32" 125 23 2551RC MT2 | 1326 14" 185 306 2553HC | MT3 | 5522
43/64" 130 228 2551SC MT2 | 1344 117/64" | 185 344 2553)C MT4 | 6047
11/16° 130 228 2551TC MT2 | 1344 1.9/32" 185 334 2553KC | MT4 | 6047
45/64" 130 228 2551VC MT2 | 1474 l.19/64" | 185 334 2553LC MT4 | 6199
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MIRANDA TOOL1S

HSS TAPER SHANK DRILLS
PRICE
RS./

PIECE
1.5/16" 185 334 2553MC MT4 | 6199 1.29/32" 220 369 2555DC MT4 | 14865
1.21/64" 190 339 2553NC MT4 | 6535 1.59/64" 220 369 2555EC MT4 | 14974
I.11/32" 190 339 2553PC MT4 | 6801 I.15/16" 220 369 2555FC MT4 | 14974
1.23/64" 190 339 2553QC MT4 | 7212 1.61/64" 220 369 2555GC MT4 | 15134
1.3/8" 190 339 2553RC MT4 | 7212 1.31/32" 225 374 2555HC MT4 | 21640
1.25/64" 190 339 25535C MT4 | 7651 1.63/64" 225 374 2555)C MT4 | 15940
1.13/32" 195 34 2553TC MT4 | 7651 2.0 225 374 2555KC MT4 | 15940
1.27/64" 195 344 2553vC MT4 | 7917 2.1/32" 225 412 2555MC MT5 | 21640
1.7/16" 195 344 2553WC MT4 | 7917 2.1/1¢" 225 412 2555PC MT5 | 21640
1.29/64" 195 344 2553XC MT4 | 7917 2.3/32" 230 417 2555RC MT5 | 28164
1.15/36" 195 344 2553YC MT4 | 8I06 2.1/8" 230 417 2555TC MT5 | 28164
1.31/64" 200 349 2553ZC MT4 | 8777 2.5/32" 230 417 2555WC MT5 | 29586
I.1/2" 200 349 2554AC MT4 | 8777 2.3/1¢" 230 417 2555YC MT5 | 29586
1.33/64" 200 349 2554BC MT4 | 904 2.7/32" 235 422 2556AC MT5 | 30828
1.17/32" 200 349 2554CC MT4 | 9041 2.1/4" 235 422 2556CC MT5 | 30828
1.35/64" 200 349 2554DC MT4 | 9576 2.9/32" 235 422 2556EC MT5 | 33646
1.9/16" 200 349 2554EC MT4 | 9576 2.5/16" 235 422 2556GC MT5 | 33646
1.37/e4" 205 354 2554FC MT4 | 9995 2,11/732" 235 422 2556)C MT5 | 34287
1.19/32" 205 354 2554GC MT4 | 9995 2.3/8" 240 427 25561L.C MT5 | 34287
1.39/64" 205 354 2554HC MT4 | 10394 2.13/32" 240 427 2556NC MT5 | 36446
1.5/8" 205 354 2554JC MT4 | 10394 2.7/16" 240 427 2556QC MT5 | 36446
1.41/64" 205 354 2554KC MT4 | 10802 2.1/12" 240 427 2556DC MT5 | 37059
1.21/32" 205 354 25541.C MT4 | 10802 2.10/2" 245 432 2556VC MT5 | 37059
1.43/64" 205 354 2554MC MT4 | 11077 2.17/32" 245 432 2556XC MT5 | 40957
I.11/16" 210 359 2554NC MT4 | 11213 2.9/1¢" 245 432 2556ZC MT5 | 40957
1. 45/64" 210 359 2554PC MT4 | 11477 2.19/32" 245 432 2557BC MT5 | 41264
1.23/32" 210 359 2554QC MT4 | 11477 2.5/8" 245 432 2557DC MT5 | 41264
|.47/64" 210 359 2554RC MT4 | 11882 2.21/32" 250 437 2557FC MT5 | 42269
I 3/4% 210 359 25545C MT4 | 11882 2.11/16" 250 437 2557HC MT5 | 42269
1.49/64" 210 359 2554TC MT4 | 12160 2.23/32" 250 437 2557KC MT5 | 45817
1.25/32" 215 364 2554VC MT4 | 12160 2.3/4" 250 437 2558MC MT5 | 45817
1.51/64" 215 364 2554WC MT4 | 12712 2.25/32" 250 437 2559PC MT5 | 49393
1.13/16" 215 364 2554XC MT4 | 12712 2.13/18" 255 442 2560RC MT5 | 49393
1.53/64" 215 364 2554YC MT4 | 13350 2.27/32" 255 442 2560TC MT5 | 50370
1.27/32" 215 364 2554ZC MT4 | 13350 2.7/8" 255 442 2561WC MT5 | 50370
1.55/64" 215 364 2555AC MT4 | 13631 2.29/32" 255 442 256 1YC MT5 | 53719
1.7/8" 220 369 2555BC MT4 | 14865 2.15/16" 255 442 2562AC MT5 | 53719
1.57/64" 220 369 2555CC MT4 | 14865 2.31/32" 260 447 2563CC MTS5 | 54285
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MIRANDA TOOLS

HSS TAPER SHANK DRILLS
3.00 33 114 2634EC MTI 221 13.20 101 182 2756NC MTI 997
3.20 36 117 2636GC MTI 232 13.50 108 189 27605C MTI 1068
3.50 39 120 2640LC MTI 221 13.80 108 189 2764XC MTI 1068
3.80 43 123 2644QC MTI 232 14,00 108 189 2766NC MTI 1068
4.00 43 123 26465C MTI 22| 14.25 114 212 2767AC MT2 | 1144
4.20 43 123 2648VC MTI 299 14.50 114 212 2768BC MT2 | 1194
4.50 47 128 2652NC MTI 299 14.75 114 212 2769CC MT2 | 1194
4.80 52 133 2656DC MTI 307 15.00 114 212 2770DC MT2 | 1194
5.00 52 133 2658FC MTI 299 15.25 120 218 2771EC MT2 | 1213
520 52 133 2660HC MTI 307 15.50 120 218 2772FC MT2 | 1213
5.50 57 138 2664MC MTI 299 15.75 120 218 2773GC MT2 | 1213
5.80 57 138 2668RC MTI 307 16.00 120 218 2774HC MT2 | 1240
6.00 57 138 2670TC MTI 299 16.25 215 223 2775)C MT2 | 1240
6.20 63 144 2672WC MTI 346 16.50 215 223 2776KC MT2 | 1326
6.50 63 144 2676AC MTI 373 16.75 215 223 2777 .C MT2 | 1326
6.75 69 150 2679DC MTI 377 17.00 215 223 2778MC MT2 | 1326
6.80 69 150 2680EC MTI 377 17.25 130 228 2779NC MT2 | 1344
7.00 69 150 2682GC MTI 373 17.50 130 228 2780PC MT2 | 1394
7.20 69 150 2684)|C MTI 377 17.75 130 228 2781QC MT2 | 1410
7.50 69 150 2688NC MTI 373 18.00 130 228 2782RC MT2 | 1474
7.80 75 156 26925C MTI 377 18.25 135 233 27835C MT2 | 1474
8.00 75 156 2694WC MTI 373 18.50 135 233 2784TC MT2 | 1474
8.20 75 156 2696YC MTI 455 18.75 135 233 2785VC MT2 | 1488
8.50 75 156 2700CC MTI 414 19.00 135 233 2786WC MT2 | 1488
8.80 8l 162 2704GC MTI 500 1925 140 238 2787XC MT2 | 1564
9.00 8l 162 2706)C MTI 455 19.50 140 238 2788YC MT2 | 1564
9.20 8l 162 2708LC MTI 500 19.75 140 238 2789NC MT2 | 1564
9.50 8l 162 2712QC MTI 455 20.00 140 238 2790AC MT2 | 1679
9.80 87 168 2716VC MTI 536 20.20 145 243 2790vC MT2 | 1679
10.00 87 168 2718XC MTI 476 20.25 145 243 2791BC MT2 | 16%6
10.20 87 168 2720NC MTI 532 2040 145 243 2792CC MT2 | 1696
10.50 87 168 2724DC MTI 631 20.50 145 243 2793DC MT2 | 1696
10.80 94 175 2728HC MTI 659 20.75 145 243 2794EC MT2 | 1774
11.00 94 175 2730KC MTI 659 21.00 145 243 2795FC MT2 | 1774
11.20 94 175 2732MC MTI 677 21.25 150 248 2796GC MT2 | 1822
11.50 94 175 2736RC MTI 677 21.50 150 248 2797HC MT2 | 1870
11.80 94 175 2740WC MTI 677 21.75 150 248 2798|C MT2 | 1870
12.00 101 182 2742YC MTI 687 22.00 150 248 2799KC MT2 | 1907
12.20 101 182 2744AC MTI 687 2225 150 248 2800LC MT2 | 2079
12.30 101 182 2746CC MTI 687 22.50 155 253 2801MC MT2 | 2079
12.50 101 182 2748EC MTI 687 2275 155 253 2802NC MT2 | 2118
12.70 101 182 2750GC MTI 687 23.00 155 253 2803PC MT2 | 2118
12.80 101 182 2752)C MTI 953 23.25 155 253 2804QC MT3 | 2223
13.00 101 182 27541.C MTI 953 23.30 155 253 2805PC MT3 | 2528
13.10 101 182 2755MC MTI 997 23.50 155 253 2805RC MT3 | 2528
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MIRANDA TOOLS

HSS TAPER SHANK DRILL
DIA PRICE
MM RS/
(d) PIECE
23.75 160 281 28065C MT3 | 2528 38.00 200 349 28525C MT4 8777
24.00 160 281 2807TC MT3 | 2594 38.50 200 349 2853TC MT4 9041
2425 160 281 2808vC MT3 | 2642 39.00 200 349 2854vC MT4 9576
24.50 160 281 2809WC MT3 | 2642 39.50 200 349 2855WC MT4 9576
24.75 160 281 2810XC MT3 | 2766 40.00 200 349 2856XC MT4 9826
25.00 160 281 2811YC MT3 | 2766 40.50 205 354 2857YC MT4 | 10394
25.25 165 286 2812NC MT3 | 2804 41.00 205 354 2858NC MT4 | 10394
25.50 165 286 2813AC MT3 | 3044 41.50 205 354 2859AC MT4 | 10802
25.75 165 286 2814BC MT3 | 3044 42.00 205 354 2860BC MT4 | 10802
26.00 165 286 2815CC MT3 | 3071 42.50 205 354 2861CC MT4 | 11077
26.25 165 286 28|6DC MT3 | 3301 43.00 210 359 2862DC MT4 | 11477
26.50 165 286 2817EC MT3 | 3376 43.50 210 359 2863EC MT4 | 11477
26.75 170 291 2818FC MT3 | 3376 44.00 210 359 2864FC MT4 | 11882
27.00 170 291 2819GC MT3 | 3483 44.50 210 359 2B65GC MT4 | 11882
2725 170 291 2820HC MT3 | 3491 45.00 210 359 2866HC MT4 | 12160
27.50 170 291 2821jC MT3 | 3491 45.50 215 364 2867|C MT4 | 12712
27.75 170 291 2822KC MT3 | 3491 46.00 215 364 2868KC MT4 | 12712
28.00 170 291 2823LC MT3 | 3836 46.50 215 364 28691L.C MT4 | 13350
28.25 175 296 2824MC MT3 | 3836 47.00 215 364 2B70MC MT4 | 13350
28.50 175 296 2825NC MT3 | 3836 47.50 215 364 287INC MT4 | 13631
28.75 175 296 2826PC MT3 | 3948 48.00 220 369 2872PC MT4 | 14865
29.00 175 296 2827QC MT3 | 4007 48.50 220 369 2873QC MT4 | 14974
29.25 175 296 2B28RC MT3 | 4007 4%.00 220 369 2874RC MT4 | 14974
2950 175 296 28295C MT3 | 4027 49.50 220 369 28755C MT4 | 15134
29.75 175 296 2830TC MT3 | 4027 50.00 220 369 2876TC MT4 | I5134
30.00 175 296 2831vC MT3 | 4111 50.50 225 374 2877vVC MT4 | 15940
30.25 180 301 2832WC MT3 | 4674 51.00 225 374 2878WC MT5 | 21640
30.50 180 301 2833XC MT3 | 4674 52.00 225 374 2879XC MTé | 21640
30.75 180 01 2834YC MT3 | 4750 52.50 225 374 2879YC MTé6 | 28164
31.00 180 301 2835NC MT3 | 5285 53.00 225 374 2880YC MT6 | 28164
31.25 180 301 2836AC MT3 | 5285 53.50 230 417 2880ZC MTé | 28164
31.50 180 301 2837BC MT3 | 5522 54.00 230 417 288INC MTé | 28164
31.75 185 306 2838CC MT4 | 5522 54.50 230 417 2881PC MTé | 29586
32.00 185 306 28395DC MT4 | 6047 55.00 230 417 2882AC MTé | 29586
32.50 185 306 2840EC MT4 | &047 55.50 230 417 2882BC MTé | 29586
33.00 185 306 2842GC MT4 | 6199 56.00 230 417 2B883BC MTé | 30828
33.50 185 306 2843HC MT4 | 6410 56.50 235 422 2883CC MTé | 30828
34.00 190 339 2844)C MT4 | 6535 57.00 235 422 2884CC MTé | 30828
34.50 190 339 2845KC MT4 | 7154 57.50 235 422 2884DC MTé | 33646
35.00 190 339 2846L.C MT4 | 7212 58.00 235 422 2885DC MTé | 33646
35.50 190 139 2847MC MT4 | 7651 58.50 235 422 2885EC MTé6 | 33646
36.00 195 344 284BNC MT4 | 7764 59.00 235 422 2BB6EC MTé | 34287
36.50 195 344 2849PC MT4 | 7917 59.50 235 422 2886FC MT6 | 34287
37.00 195 344 2850QC MT4 | 8106 60.00 235 422 2B87EC MTé | 34287
37.50 195 44 2851RC MT4 | 8641 60.50 240 427 2887FC MTé | 36446
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HSS TAPER SHANK DRILLS

SIZE PRODUCT CODE

FLUTE OVERALL MT

LENGTH LENGTH MIR025 SHANK

L) mm () mm
61.00 240 427 2888GC MTé | 36446 68.00 250 437 2895PC MTé | 42269
61.50 240 427 2888HC MTé | 36446 69.00 250 437 2896QC MTé | 45817
62.00 240 427 2889HC MT6 | 36445 70.00 250 437 2897RC MTé | 45817
62.50 240 427 2889)C MT6 | 36446 71.00 250 437 28985C MT6 | 49393
63.00 240 427 2890JC MTé | 37059 71.50 255 442 2898TC MTé | 49393
63.50 245 412 2890KC MTé | 37059 72.00 255 442 2899TC MTé | 50370
64.00 245 422 289 KC MTé | 40957 73.00 255 442 2900VC MTé | 50370
65.00 245 432 2892L.C MTé | 40957 74.00 255 442 290IWC MTé | 53719
66.00 245 432 2893MC MT6 | 41264 75.00 255 442 2902XC MT6 | 54285
67.00 245 432 2894NC MTé | 42269 76.00 255 442 2903YC MTé | 54285

Note : All items required minimum order value of Rs. 20,000/-.
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M MIRANDA TOOLS

HSS TAPER SHANK TWIST DRILLS ( LONG SERIES )

A ISSSSSNSSS 4

L1 >

o
-

L

L.
v

RS/PIECE

IS : 8305 - 1976 (Type N )

5.00 13/64 155 670 22,25 289 289
155 670 22.50 296 296
5.20 155 670 57/64 296 296
5.50 7132 161 746 2275 296 296
161 746 23.00 296 296
5.80 15/64 161 746 29/32 296 296
161 746 23.25 319 319
6.00 161 746 59/64 39 319
6.20 1/4 167 835 23.50 39 319
167 835 23.75 327 327
6.50 17/64 167 835 15/16 327 327
174 897 24.00 327 327
6.80 174 897 61/64 327 327
7.00 9/32 174 B97 24.25 327 327
174 897 24.50 327 327
7.20 174 927 31732 327 327
7.50 19/64 174 927 2475 327 327
181 980 25.00 327 327
7.80 5/16 181 980 25.25 335 335
181 980 | 335 335
8.00 181 980 25.50 335 335
8.20 21/64 181 1000 25.75 335 335
181 1000 26.00 335 335
8.50 11/32 181 1000 1.1/32 335 335
188 1083 26.25 335 335
8.80 188 1083 26.50 335 335
9.00 23/64 188 1083 26.75 343 343
188 1109 1.1/16 343 343
9.20 188 1109 27.00 L 343
9.50 3/8 188 1109 27.25 343 343
197 1109 27.50 43 343
9.80 25/64 197 1260 27.75 343 343
197 1260 1.3/32 343 343
10.00 197 1260 28.00 343 343
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M MIRANDA TOOLS

HSS TAPER SHANK TWIST DRILLS ( LONG SERIES )

PRICE
RS./PIECE
10.20 13/32 197 1295 28.25 351 351
197 1295 28.50 351 351
10.50 27/64 197 1295 1.1/8 351 351
206 1323 28.75 351 351
10.80 206 1323 29.00 351 351
11.00 76 206 1323 29.25 351 351
206 1372 1.5/32 351 351
11.20 206 1372 29.5 351 351
11.50 29/64 206 1372 29.75 351 351
206 1372 30.00 351 351
11.80 15/32 206 1372 1.3/16 360 360
215 1629 30.25 360 360
12.00 215 1629 30.50 360 360
12.20 31/64 215 1717 30.75 360 360
215 1717 1.7/32 360 360
12.50 1/2 215 1717 31.00 360 360
215 1717 31.25 360 360
12.80 2|5 1717 31.50 360 360
13.00 33/64 215 1717 3L.75 1.1/4 369 3569
215 1717 32.00 397 397
13.20 17/32 215 1717 32.50 397 397
223 1881 1.9/32 397 397
13.50 223 1881 33.00 397 397
13.80 35/64 223 1957 1.5/16 397 397
223 1957 33.5 397 397
14.00 223 1957 34.00 406 406
14.25 9/16 245 2443 1.11/32 406 406
245 2443 345 406 406
14.5 37/64 245 2443 1.3/8 406 406
245 2447 35.00 406 406
14.75 245 2447 35.50 406 406
15.00 19/32 245 2447 1.13/32 416 416
251 2555 36.00 416 416
15.25 39/64 251 2335 36.50 416 416
251 2555 1.7/16 416 416
15.50 251 2555 37.00 416 416
15.75 5/8 251 2621 1.15/32 416 416
251 2621 37.50 416 416
16.00 251 2621 38.00 426 426
16,25 41/64 257 2667 1.1/2 426 426
257 2667 38.50 426 426
16.50 21/32 257 2667 1.17/32 426 426
257 2723 39.00 426 426
16.75 257 2723 39.50 426 426
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RS./PIECE

HSS TAPER SHANK TWIST DRILLS ( LONG SERIES )

17.00 43/64 257 2723 1.9/16 426 426

263 2956 40.00 426 426

17.25 1/16 263 2956 1.19/32 436 436

263 2956 40.50 436 436

17.50 263 2956 41.00 436 436

17.75 45/64 263 2933 1.5/8 436 436

263 2933 41.50 436 436

18.00 263 2933 42.00 436 436

18.25 23/32 269 3011 1.21/32 436 436

269 3011 42.50 436 436

18.50 47/64 269 3011 1.I1/16 447 447

269 3059 43.00 447 447

18.75 269 3059 43.50 447 447

19.00 3/4 269 3059 1.23/32 447 447

275 3059 44.00 447 447

19.25 49/64 275 3143 1.3/4 447 447

275 3143 44.50 447 447

19.50 275 3143 45.00 447 447

19.75 25/32 275 3233 1.25/32 459 459

275 3195 45.50 459 459

20.00 51/64 275 3195 45.00 459 459
282 3248 1.13/16 459 459

20.25 282 3248 46.50 459 459
20.50 13/16 282 3248 1.27/32 459 459
282 3309 47.00 459 459

20.75 282 3309 47.50 459 459
21.001 53/64 282 3309 1.7/8 470 470
282 3844 48,00 470 470

21.25 27132 289 3844 1.29/32 470 470
289 3844 48.50 470 470

21.50 289 3844 49.00 470 470
21.75 55/64 289 3921 1.29/32 470 470
289 3921 49.50 470 470

22.00 7/8 289 3921 1.15/16 470 470
289 4187 49.50 470 470

50.00 470 470

Note : |. Minimum order value required is Rs.20000.
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HSS TAPER SHANK TWIST DRILLS ( EXTRA LONG SERIES )

MIRANDA TOOLS

) mf—%
-1 A
E >
IS : 7822 - 1975
I I I I I I
10.00 1259 1426 1609 1879 2164 2363 2463 2758 3110 3460
10.50 1295 1479 1717 1985 2275 2464 2588 2960 3326 3748
11.00 1323 1526 1733 2017 2318 2545 2655 3014 3381 3743
11.50 7 1372 1557 1778 2068 2374 2588 2705 3095 3469 3879
12.00 - 1629 1855 2150 2463 2690 2825 3195 3547 3979
12.50 12 - 1717 1918 2227 2540 2775 2903 3346 3777 4268
13.00 2275 2607 2960 3213 3381 3847 4318 4851 - - - -
13.50 2349 2660 3041 3292 3441 3920 4425 4973 - - - -
14.00 2427 2739 3095 3359 3496 3998 4516 5068 - - - -
14.50 9/16 2443 2776 3141 3377 3547 4073 4594 5158 6064 6769 7617 8543
15.00 2497 2837 3217 3449 3634 4155 4660 5242 6037 6851 7694 8631
15.50 2555 2902 3248 3517 3683 4219 4749 5313 6081 6917 7761 8705
16.00 5/8 2621 2951 3313 3566 3751 4280 4822 5421 6207 7036 7855 8801
16.50 2666 299| 3377 3634 3809 4359 49] | 5535 6301 7111 7935 8855
17.00 2722 3062 12 3677 3860 4425 4978 5597 6375 7198 8012 8938
17.50 11/1& - - 3496 3748 3935 4511 5061 5663 6452 7282 8l14 9022
18.00 - - 3547 3832 3998 4583 5150 5768 6533 7357 8199 92109
18.50 - - 3604 3879 4070 4623 5211 5857 6615 7442 8255 9196
I I I I I I
19.00 3/4 3668 3935 4130 4700 5291 5935 6685 7527 8336 9250
19.50 3713 3979 4171 4785 5395 6056 6769 7616 8435 9340
20.00 3777 4045 4251 4840 5468 6143 6903 7694 8528 9453
20.50 3847 4119 4310 4921 5535 6236 6987 7826 8660 9596
21.00 13/16 3916 4199 4383 5026 5651 6338 7137 7959 8819 9747
21.50 3998 4268 4456 5115 575% 6459 7243 8128 8978 9944
22.00 40384 4382 4583 5211 5857 6567 7357 8253 2121 16102
22.50 7/8 4|87 4474 4682 5299 £935 6637 7484 8368 9278 10270
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MIRANDA

HSS TAPER SHANK TWIST DRILLS ( EXTRA LONG SERIES )

TOOLS

23.00 4389 4684 4856 5474 6065 6755 7592 8521 9415 10420
23.50 4822 - 3362 5877 6461 6986 7850 8762 9699 10741
24.00 15/16 4822 - 5362 5935 6544 7231 8097 92040 9963 11027
24 .50 4973 - 5597 6206 6769 7478 8363 9297 10255 11326
25.00 - - 5801 6434 7036 7708 8600 9567 10541 11643
25.50 1 - - - 6634 7243 7937 8845 9818 10823 11915
26.00 - - - 6903 7505 B195 9109 10108 11104 12232
26,50 - - - FARN 7724 8423 9362 10366 11366 12532
27.00 1.1/16 = - - 7357 7995 B674 9610 10625 11662 12825
27.50 - - - 7592 8199 g8gs 9865 10893 11933 13113
28.00 - - - 7826 8435 9148 10108 11156 12470 13430
28.50 1.1/8 - - - 8078 8684 9375 10342 11428 12512 13707
29.00 - - - 8305 8924 9631 10605 11701 12776 14017
29.50 - - - 8534 9148 9859 10857 11950 13064 14325
30.00 1.3/16 - - - 8777 9394 10102 11104 12220 13340 14607
31.00 1.1/4 - - - 9010 9629 10347 11379 12536 13687 15019
32.00 - - - 9075 9818 10857 11933 13143 14325 15716
33.00 1.5/16 = - - - - 11326 12464 13729 14965 16402
34.00 - - - - - 11821 12993 14317 15614 17108
35.00 1.3/8 - - - - - 12337 13564 14907 16267 17806
36.00 - - - - - 12825 14079 15483 16894 18503
37.00 1.7/16 - - - - - 13312 14607 16072 17528 19177
38.00 1.1/2 - - - - - 13820 15189 16695 18185 19905
39.00 - - - - - 14325 15854 17227 18763 20499
40.00 14942 16309 17833 19397 21173
41.00 1.5/8 - - - - 21874
42.00 - - - - 22846
43.00 - - - - 23859
44.00 - - - - 24855
45.00 1.3/4 - - - - 25868
46.00 1.13/16 - - - - 26963
47.00 - - - - 28053
48.00 1.7/8 - - - - 29147
49.00 1.15/16 - - - - 30219
50.00 - - - - 31437

Note : |. Minimum order value required is Rs.20000.




CENTRE DRILLS

= i

|
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N L -

i

HS5 CENTRE DRILL TYPE-A I5 : 6704

I

]

I

I

T 1
LIS BO0 | 50.00 1 I849FC 238
400 | 1000 | 5600 | | | IBSDGC 292
500 | 1250 | 63.00 I IB51HC 49
630 | 1600 | FLOG | | 18521C 585
800 | 2000 | BLO00 ! 185IKC 06
1000 | 2500 | 0300 | 1 1851LE 1163

BS-| yer | I Lz 1 1H29AC 131
BS-2 ie | s | L I 1H308C 131
BS-3 aar 14 o I 1831CC 150
BS4 T3 518" 214 I 1832DC 236
BS-5 Mg T S | IBIEC i
BS-6 4 | 5@ r 1 1893FC 585
BS-7 Sle | M L2 1 IB33GC 06

MNats ; MOQ Taps for sl sizes - 50 Nos.
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MASONRY DRILLS - CARBIDE TIPPED

—

o T
e

{GROUND FLUTED & BRIGHT PLATED)

76 43

as 44

5 alasjs 316" 0001 Ms 45 90 1o 50
55 ol1IQs 7Ar 0001PS 45 %0 o 58
6 o117%8 | 5764 0001GS 60 1o 1o 58
65 012305 14 000IRS 80 10 13 58
7 0129KS %3 0001 TS 60 1o 10 105
8 0I41YS 516" 000 1'WS 80 120 10 Ins
9 153LS 1132 0001YS BO 120 10 1@
10 O165N5 T QO02AS 0 120 ([ 18
1 OITT™S e QO02ES 115 160 o 150
12 O185AS I5f32" 0002GS 115 160 1o 150
13 O20INS 12 00025 15 160 ([ 150




Twist Drill Terms - General Features

Heel

Body

Land

Body Clearance

k 4

F 3

Flute length

<
Hellx
angle

TS

QOverall langth

Flute length

il
-

Overall length

Twist Drill Terms - Point Geometry

Body
clearance
dlameter

Depth of —

body
clearance Chisel
edge
angle
Lip clearance
angle

Lip length

Lip
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M MIRANDA TOOLS

Drill Selection Guide

SI?EQIII_EI‘_S STANDARD DRILLS HIGH HELIX DRILLS LOW HELIX DRILLS
Helix angle STANDARD (25°-30°) HIGH (34°-40°) LOW (17°-23°)
Th\if::ess STANDARD LOWER THAN STANDARD LOWER THAN STANDARD

It s most suitable for drilling of steel, cast This is most suitable for drilling of non- This is most suitable for drilling of
iron, alloy steel, and malleable cast iron ferrous metal of aluminium, die casted Bakelite, molded plastics, fiber, hard
and possible to drill stainless drill, brass, alloy, magnesium alloy, zinc, copper etc., rubber and suitable for drilling of soft
Choice  shallow hole of aluminium alloy, nickel and deep hole of them and possible to  type BRASS and magnesium alloy.
standard | and almostall kind of material. get fine result of normal driling and
deep-hole drilling for stainless steel
having good machinability,

Wark
material  Sreels Castiron  Alloysteel Aluminium  Copper Stainless Plastics Magnesium  Brass
Q% Steel alloy

té%’ rpm mmfrey  rpm mmfrev rpm mmfrev  rpm mmfrev rpm mmfrev rpm mmfrev rpm mmfrev  rpm mimfrey  rpm mm/rev

Dia. {mm)

2 3550 003 3550 003 [8O0O 002 0000 ©0O03 2800 O0O3 [BOO 003 8000 003 (4000 003 5000 0.04
3 2240 006 2240 D006 1120 003 6300 006 1800 006 1120 006 5000 006 9000 006 3150 008
5 1400 0.1 1400 O.1I 710 005 4000 O.I1I 1120 0.1 710 0.l 3150 0ll 5600 011 2000 O.14
8 900 0.6 200 0ls 450 00B 2500 0.6 710 016 450 0.6 2000 0.6 3550 016 1250 020
12 560 022 560 022 280 0.1 1600 022 450 0.22 280 022 1250 022 2240 0.22 800 028
16 450 026 450 026 224 0.3 1250 026 355 026 224 026 |00 0326 180G 0.26 630 033
20 355 030 355 030 180 0©.I5 1000 030 280 030 180 030 800 0.3C 1400 030 500 038
25 280 034 280 034 140 017 800 034 224 034 140 034 630 0.4 1120 034 400 042
32 224 038 224 D38 12 o9 630 038 180 038 112 038 500 038 %00 038 315 048
40 180 042 180 042 90 021 500 o042 140 042 %0 042 400 042 710 042 250 053
50 140 045 140 045 71 023 400 045 112 045 71 045 315 045 560 045 200 056



i MIRANDA TOOL1S

Drill Point Styles
I. GENERAL PURPOSE DRILL

V/

The 118° drill point is the most commonly used drill point. It
will give satisfactory results in a wide variety of materials. This
point style is supplied on all of our standard special drills
unless specified otherwise except Spot Drills. /

>

2. SPLIT POINT

4

1 18° or 135° split points are self-centering drill points that

require less torque and thrust in hand or machine drilling. This @

point helps break up chips in deep hole drilling and is an " w
excellent choice when used on drills for CNC equipment. /A

3. NOTCH THINNED POINT

\/
7T
of

This particular point style was developed to be used in heavy
duty drilling applications. It produces excellent results in the

drilling of high tensile alloys and steel forgings. / I

4. 135° POINT

Since the 135° drill point has a short cutting lip than a
conventional |18° point and has less lip relief, it has the
needed strength to drill tough, hard material. This point style
can reduce or minimize the burr on breakthrough on many
applications.

ap
of

5. 90° POINT

The 90° drill point angle is most commonly used in wood, ) m

plastic and low density non-ferrous metals. This point will L )
dramatically reduce cracking in drilling plastics. This point is / @

also excellent for accurate spotting. All our standard spot A

drills are manufactured with this point style.

6%



Common Drill Trouble, Shooting and Remedies

INDICATIONS

Quter corners
breakdown

Cutting lips
Chip

Cracks in
Cutting lips

Drill breaks

Tang breaks

Drill breaks when
drilling brass

Drill splits up center

Drill will not enter
work

ROUGH HOLE

Oversize hole

Unequal chip size one
flute to the other

Chips change while
drilling

Drill corners burning
(blue-black colour)

CAUSES

Rpm Too High, Poor Lubrication,
Clogging, Too Much Feed, Poor Lip
Relief.

Feed Too High, Too High Lip Relief.

Running Too Hot, Too Quickly
Cooled While Sharpening.

Point Improperly Ground, Too Much
Feed, Drill Is Dull, Flutes Clogging,
Backlash In Drill Machine.

MIRANDA TOOLS

Reduce Speed And Feed Check Lip
Relief.

Reduce Feed, Check Lip Relief.

Repoint Drill, Check Speed, Feed
Check Lubricants.

Check For Proper Point, Check
Feed, Inspect Drill Machine.

Imperfect Fit Between Taper Shank & Check For Worn Socket

Socket, Flutes Clogged.

Flutes Clogging, Wrong Dirill.

Too Much Feed, Not Enough Lip
Relief.

Dull Drill, Not Enough Lip Relief,
Web Too Heavy, Reverse Chisel.

Dull Point, No Lubricant, Loose
Fixture, Feed Too High.

Unequal Length On Cutting Lips,
Loose Spindle.

Drill Becoming Dull Unequal Lips.

Point Is Not Ground Properly, One
Lip Is Cutting More Than The Other.

Speed Too High, Lack Of Coolant,
Hard Spots.

70

Check For Proper Drill.

Replace With Proper Drill.

Reduce Feed, Check For Proper Lip
Relief.

Resharpen Drill, Check Lip Relief,
Thin Web, Check Chisel Angle.

Repoint Drill, Check For Proper
Lubricant, Check Set Up Rigidity.

Repoint, Measure For Equal Length
Cutting Lips, Inspect Spindle.

Resharpen Drill, Check For Proper
Drrill.

Repoint Drill, Measure For Equal
Length Cutting Lips Check For Equal
Lip Relief.

Reduce Cutting Speed, Chamfer Drill
Corners, Increase Coolant Flow,
Place Nozzle Nearer Drill.



MIRANDA TOOLS
ENDMILLS

VTS

TS !
M1y, o

e i 1
Vi

7l



MIRANDA

TOOLS

ENDMILLS
No. Description Page No.
| HSS PARALLEL SHANK ENDMILLS - IS 6353 - 1991 (M2, M42) 73-74
2 HSS PARALLEL SHANK ENDMILLS - BS : 122 (Part 1) 1953 (M2, M42) 75
3 HSS PARALLEL SHANK ENDMILLS - LONG SERIES IS 6353-1991 (M2, M42) 76
4 HSS PARALLEL SHANK SLOT DRILLS - IS 6352 - 1991 (M2, M42) 77-78
5 HSS PARALLEL SHANK SLOT DRILLS - BS :122 (Part 1) 1953 M2, M42 79
6 HSS PARALLEL SHANK ROUGHING END MILLS - M42 80
7 HSS TAPER SHANK ENDMILLS STANDARD LENGTH - M2 8l
IS:6354-1971 & 1991 TANGED & TAPPED END
8 HSS TAPER SHANK SLOT DRILLS STANDARD LENGTH - M2 82
IS:6388-1971 & 1991 WITH TANGED & TAPPED END TAPER SHANK
9 HSS PARALLEL SHANK 3 FLUTE COUNTER BORES - M2 IS : 5704 - 1988 83
10 HSS M2 SHELL ENDMILLS 1IS:5710- 1988 & BS : 122 (PART - 1) 1953 84
11 TECHNICAL DETAILS - END MILLS 85-88
12 ANNULAR CUTTERS HSS M2 & M42 89-94




b MIRANDA TOOLS
HSS PARALLEL SHANK ENDMILLS

¥
IS : 6353 - 1991

M2 Mad
l::l ::,L PART PRICE PART MeQ
an W CODE RS/ CODE NOS.
(MERDS 1) PECE (MIRBSI)
3 B 40 1503AL 413 I TOIAL S 40
4 1 43 IS4BC 43 | AMBC 5a3e 40
5 13 A7 150506 413 1705CC 511 40
& 13 57 1506DC 452~ 1 706DC. 568" 40
7 14 64 I507EC Ly I7EC 656 30
] 19 53 | 508FC L 1708FC [0 M
9 19 89 I509EC 527* | 7098C £B4 0
10 2 72 I510GC 522% 1710GC 686" 30
1 i) i I1511€E Lyi 1711CC THe 30
12 % 3 I512HC 5age I712HC 737 30
13 2% B3 I513jC &1 1713DC 841 25
14 6 B3 1514)C £70% 1714C 965 25
15 % B3 151502 e 1715KE 116 25
[ 32 92 I516LC 782 I716LC 1170e 25
17 1 92 ISITMC 856" 1I717EC 1256 25
1a 32 9 I518MC 948~ I718MC 1393* 25
19 ¥ v 1519NE Sdpe I7INC 14243 25
0 L] 104 1520NC los]* | 720NC 1508% 5
1l 8 104 M21GC a3 291G 1687 25
1 E" 104 M422PC 1193% 2923PC 1734% 25
ke 34 104 242310 12y5e WLHC 1884 25
24 45 121 MQC |295* 2924QC 2025 5
5 45 121 HLR0 1 389* 2YSREC 2129 5
15 45 121 24765C Pdd I9265C 2365 15
7 45 121 MITSC 1658 e 3083 15
8 45 121 2428TC |982* 1928TC e o IS
19 45 121 2429 1982 BITC 33 15
30 45 121 430VC 2182* 293IVE 3347 15
32 53 133 MITWC 2379 WITWC 3747 15
33 £3 133 I 254 oz y i 474 I5
34 53 133 2434 BT 21934C 4837 I5
35 53 133 2435KC 2873 2935KC 4837 15
3 53 133 2436YC 3132 2936YC 5034 15
7 53 133 23T 34 29A7THC Lo I5
38 &3 155 2438L.C "7 29HLE 8l I5




B MIRANDA TOOLS
HSS PARALLEL SHANK ENDMILLS

.

IS : 6353 - 1991
M M2
,::.. ':: PART FRICE PART MOQ
an O CODE RS/ CODE NO&.
(MIRDE1) PECE (MERDG 1}

39 &3 155 HMITMC s 193940 6322 15
40 X ] 155 407C 4054 PNFC 5545 15
4l &3 155 2441 AC 4054 294 L AC £585 5
2 &3 155 M442ZC 4613 7942BC 7407 5
43 63 155 24385 4513 24300 J407 5
45 $3 155 2445CC Rl&7 IMEDC 345 5
i“® & I55 2446DC 5147 2MEEC 8345 5
47 63 155 447EC 5699 I47FC 9045 5
48 ] 17r 2M4ETC 5499 THNFC 980 5
49 75 177 M49GC £&99 2949HC 980 5
50 75 177 F4S0AC 6252 T950AC 10589 5

Mota: 1. Hom marked* ana exstoci. For Remalnig bem M.O.QL requined.OR { minkmum onrder valkue of Re.20000/-)

. Endmilla part code are for Non-canter cut Endmilla only. Certer cut Endmills also can be supplied with same
price & MOGQ,

4, Endmil cutiers sbove 20 & wil be provided with 8 fules and sbove 50 & - § Flutes uniess otherwise spacified.




M MIRANDA TOOLS

HSS PARALLEL SHANK ENDMILLS
BS : 122 (PART-1) 1953

- i M2 M42
INCH INCH PART PRICE PART MOQ
an o CODE RS,/ CODE NOS.
(MIROSI) PIECE (MIR061)

1/8 y8 1.7/8 1004AC 415 1204AC 502 40
5/32 38 1.7/8 1005BC 415 1205BC 502 40
316 12 2 1006CC 415% 1206CC 502 40
7/32 12 2 1007CC 420 1207CC 518 40
1/4 5/8 2.1/8 1008DC 462* 1208DC 567¢ 10
9/32 34 2.172 1009DC 479 1209DC 625 30
5/16 3/4 2.1/2 1010EC 522+ 1210EC 658* 30
3/8 7/8 2.5/8 1012FC 552* 1212FC 658 30
716 /8 2.5/8 1014GC 525% 1214GC 658 30
112 [ 2.3/4 l016JC 540* 1216)C 738* 30
%16 l.1/8 2.7/8 1018KC 670 1218KC 964 25
5/8 .14 3.174 1020LC 782% 1220LC 1169 25
L1/16 1.3/8 3.3/8 1022MC 876 1222MC 1289 25
3/4 1172 3112 1024NC 952% 1224NC 1422 25
13/16 1.5/8 3.5/8 5226PC 1054 5426PC 1509 25
7/8 1.5/8 3.5/8 5228QC 1196 5428QC 1733 25

I 1.3/4 3.3/4 5232RC 139]* 5432RC 2129 25
1.1/8 1.7/8 4.1/8 52365C 1982 54365C 3331 15
1114 2 4.1/4 5240TC 2379* 5440TC 3747 15
1.3/8 2.1/8 4.5/8 5244VC 2873 5444VC 4838 15
1112 2.1/4 4.3/4 5248WC 3362 5448WC 5207 15
1.5/8 2.3/8 4.7/8 5252XC 4054 5452XC 6585 5
1.3/4 2,12 5.1/8 5256YC 5167 5456YC 8346 5
1.7/8 2.5/8 5.174 5260ZC 5699 5460ZC 9045 5
2 3 5.112 5264XC 6239 5464XC 9807 5

Note: 1. ltem marked * are exstock. For Remainig item M.0.Q. required.OR ( minimum order value of Rs.20000/-)

2. Endmills part code are for Non-center cut Endmills only. Center cut Endmills also can be supplied with same
price & MOQ.

3. Endmill cutters above 20 @ will be provided with 6 flutes and above 50 & - 8 Flutes unless otherwise specified.
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M MIRANDA TOOLS

HSS PARALLEL SHANK ENDMILLS :- LONG SERIES
IS 6353 - 1991

NS ——
G L :l
= e PART - PART ™
FRICE
| o e | e
(1 -3 PECE (MIRDG 1)
3 12 ] 2500AC &le 2T0aAC
4 L] 51 250480 s18 2T04BC
5 a4 58 250500 L] TFOSCC
& M &8 15046DC L 2FEDC
7 an 74 2507EC 76 ZFOTEC
8 38 a2 2508FC Fri 2708FC
- 38 [ 250980 776 27sBC
[+ 45 95 25106 TTE" 710GC
12 53 1o 25 120 o AFIIHC
14 53 1o 2514C o 2TI44C
16 63 123 25 1 6KIC 11500 2TI6KC
18 63 123 a51eLc 1412 2718LC
0 75 141 2520MC 1998 27I0MC
22 75 141 HENC 2276 $10NC
25 20 166 J4MPC 2646 4235PC
26 . |1 &6 GO 753 3600
28 %0 168 JIBRC asay 42I8RC
30 30 2] 33050 4382 42305C
32 [ 186 MI2TC 4948 4232TC
k| 105 18& 3433XC 5480 42330C
3 [ 186 3436 6511 4236YC
40 15 27 34407 C My 12407C
45 125 27 J445EC 1nios 4IMSEC
50 isa 252 J50AC 13417 AZ50AL
Nots: 1. Hem mared*sm sostodk. For Ramalinkg tem M.0.Q. required. OR { minimum order valus of Re.20000/-)
2. Endmills part code are for Mon-canter cut Endmills only. Canter cut Endmills also can be supplied with sama
price & MOQ.

3. Endmill cutters abeve 20 @ will be providad with € flutes and above 50 £ - 8 Flubes unlsas othermizs specified.
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M MIRANDA TOOLS

HSS PARALLEL SHANK SLOT DRILLS
IS 6352 - 1991

M2 [ ]
l::l ﬁ:' PART PRICE PART MO
®n o cabe RS/ CODE NOS,
(MIRss1) PECE (MER061 )
B 40 IMAAL 503= Ja03Ac G 4
11 43 JTDABC 503 3MBC &l 40
13 47 FSCC 5= 300500 617 40
13 57 IMEDC 540m I006DC 682 40
1& &0 FHOTEC 540 IMTEC Fikd ]
19 &3 IFR0BFC 540m AB0BFC a0 H
19 &9 ITOBC 540m WBOFRC i 3
1} 3 72 AT 1DGE0 558" 3B 0GE ™ i)
11 32 i ¥ ICC 558 glce BT 30
12 a5 a3 I713HC &1~ MIBHC 49 30
14 26 k] I714C i v b H4DC 1o 25
15 26 k] A7 ISKEC 883 HMiyC 1259 25
& 32 92 & - 1 ek 1299 a5
18 32 92 viaMc vl InisMC 1558 p [
mn L 104 dFHINC 1 G2 HROMNC 1558 a5
21 20 104 72IGC 1264 w216 1794 %
1 n 104 Furc 1 244 p22PC 183z a5
3 ) 104 $THHC 150 S2IHC 213 T
4 45 121 IT240C 1 502" 02400 245 a5

Noda . [tem marked ™ ane exetock. For Remainig kem M.O.Q. requined.OR { minimum ander valua of Re_2000)/-]



M MIRANDA TOOLS

HSS PARALLEL SHANK SLOT DRILLS
IS 6352 - 1991

M2 M4l
l::l ﬁ:' PART PRICE PART MOG
wn it CODE RS/ CODE NOS.
(MIRDS1) PECE (MER0G1)
25 B 40 3TI5RC 15008 MDERC 415 40
% 1 43 ITI8SC FIF 1 30268C 3034 40
30 13 47 IrMve 2604 HI0vVE 043 40
k7] 13 57 INIVC 2604 H3TWE 4036 40
34 Is &0 ITMEC 33 3348C 5183 0
35 9 &3 3735KC 3132 3835KC 5163 0
3 19 &9 3736YC 1362 3836YC 5345 0
38 2 2 mec W17 3BIBLC 6163 0
40 2 s 3I740ZC 78 38402C £459 30
41 26 83 Mice 4389 3B41CC €954 B
4 1% X 3742DC 4389 WIDC €954 25
4 26 83 I743EC 4879 3843EC 7700 5
44 32 92 I44FC 4879 AB44FC 7700 5
45 32 93 A745AC 479 I4EAC 7700 5
6 30 104 A746BC 5416 IB4ERC 8620 b1
47 10 104 TCC 5416 IA7CC 820 b1
8 38 104 17480C 5416 3HMaDC LT 11
& 3 104 I74EC 5941 M9EC 10350 5
50 45 121 A7S0AC 5941 HS0AL 10350 15

MNole:  |tem marked * are exstock. For Remainig bam M.O.Q. reguined.OR { minimum arder valua of Re.20000/-)



M MIRANDA TOOLS

HSS PARALLEL SHANK SLOT DRILLS
BS : 122 (PART-I) - 1953

A OAL M2 M2
INCH INCH PARY PRICE PART MOQ
an o CODE RES CODE NOE.
(MRS PIEECE (R 1 )

e 1.7 50440 503 JH04AC (1 40
Ll 1.7 ASOLBLC 503 3605BC 1) )
¥l& If2 2 5060 503 A606CC 509 4
73l If2 2 I507AC 5aa JOTAC 652 40
14 5B 1M 508D =40 36080 0 40
§llé 4 il A510EC 543 35610EC T 0
34 ¥l i5m I512FC =40 61 2FC 70 0
Hle 8 258 51 4GC 55l 3514GC 762 0
12 1 134 AR 8C Gl HlaC B2y 30
9lé L8 arm 15180 TRz 361 8KC 1107 25
L) .14 114 3520LC 882 AGMDLC 1158 a5
11}1& 1.3/8 im I5R1IMC 998 AE2IMC 1456 25
34 .12 3142 IS NG 1085 JE24NC 1558 25
1316 | 558 a5M IAS26PT 1262 J6MPC [k ] 25
Fi) | 5/8 a5m I5160C 1262 J62BC 183l 25
| 1.3/4 3.3/ 3532RC 1498 JEIIRC 2416 5
1.1 .74 41/ A5IESC 2136 363650 ik E 15
.14 i 414 I540MC 2604 0T 4136 15
.38 F A F 4.5/8 I54PVC 3132 A4V Sle4 15
1152 L4 4314 JEWC 3627 AT 4182 15
1.5/8 1.%8 4.7 ELY Y i 4408 J6520C 554 5
.34 r A Fr L.lm ISEEYC 4879 J654YC FIon 5
.78 1.5/8 S.0M 356020 Mla IS0 ZC BLI0 5
1 3 5.172 ISHAXT 5934 A654XC w%Th 5

Nole : |tam marked * ere sxsiock. For Remainig imm M.O.Q. requined OR { minimum onder value of Re20000/-)



MIRANDA TOOLS

HSS PARALLEL SHANK ROUGHING END MILLS M42
COARSE PITCH TO IS : 6353 - 1991 /BS :122

l,
N
M2 (1]
I::I ::' PART PRICE PART MOQ
@n e CODE RSJ CODE NOS.
(MIRDS 1) PECE (MERDE1 )
& 13 57 S006KC 1211 G106KC 2" )
8 19 &9 S00BKC 1211 &108KE 1648 30
10 22 72 £010KC 1z11® &1 10KE 1&45 30
I V] Fa ) £01 1KIC 1211 &I1IKE 1646 30
12 26 83 £012KC 121 &112KC 1545 30
14 25 83 £014KC 1840 &1 14KE 2504 20
I5 25 &3 £015KC 2046 &115KC 784 20
T3 12 92 601 6KC 268~ &116KE 3090 20
T EY] 92 401 8KC 2766 &118KC 344 20
20 ET) 104 £020IC &120KC 4301 20
2 L 104 £02210C 3309 &122KC 4510 20
2 L 104 £023KC 718 &123KC 5045 20
24 45 121 £02440C 718 &124KC 5321 20
25 45 121 4025KC w02 &125KE 5321 20
26 45 12l S026MC 4a31 S126KE 6491 ]
27 45 121 £0270C 4831 $127KC 6492 ]
28 a5 121 £028M0C $053 $128KC 7l70 o
k) 45 121 £030MC &31% S130KE 8613 ]
k¥ 53 123 S032KC &les S132KC 10520 ]
3 63 155 S03840C $252 S13BKE 15728 ]
40 63 IS5 S040MC 11134 S140KC 20041 (]
oAl M2 Mobes -
INCH PART PRICE MOQ | 1, Hem markad * are esaiock.
L CODE RS/ NOS. |2 Forremanig tem M.O.0. equied. OR
{MIRI43) MECE {minimum cndar valus of Ra 20000
iR S404KC 1211 30 4. E&Ihl‘lﬂ En:nu:%mumzﬁﬂ will
5/1& 34 212 6408KC 1211 30 wﬂ.ﬂ'_
£ 7m 53 s412KC 121 30
12 I 134 S416KC 121* 30
58 114 3,174 £420KC 2268 20
34 1172 312 B424KC 3086* 20
e 1.5/8 53 £420KC 3309 20
I 1.3/4 3374 £432KC 90 20
1.1/8 1.7/8 418 E436KC £053 [1]
1.1/4 2 4154 E440KC &188 T
1112 214 4374 S44BKC ¥252 10



HSS TAPER SHANK ENDMILLS STANDARD LENGTH M2

MIRANDA TOOLS

AS PERI5: 6354 - 1971 WITH TANGED END TAPER SHANK
AS PERIS: 6354 - 199] WITH TAPPED END TAPER SHANK

T e W ¢

— % . e . e
w i I i

- T PART CODE L OAL FART CODE FRACE HMOQ

SHANK TANG BND MM MM TANG BND RsJ NOS.
(MIRTED) (M) (5] (MIRTED) PECE

] MTI 710800 1% 1] 210800 48 15
[} MTI 711000 22 93 211000 Fitll 25
= MTI 711200 26 55 911200 m 25
I+~ MTI 711400 28 [ 1] 911400 1070 0
I3 MT2 711400 32 124 911400 1140 0
1] MT2 711800 32 124 211800 1393 n
2 MT2 712000 ] 130 912000 1615 0
2= MT2 FI X0 6 130 M0 1695 0
s MT3 712500 45 I5T 912500 1M7 0
2% MT3 712600 45 157 912600 2488 [ 1]
n MT3 712800 45 157 91 2800 2782 []
an MT3 713000 45 165 213000 300 1]
n= MT3 7130 a3 165 212200 48 L]
33 MT3 713300 53 185 913300 3937 5
a5 MT3 713500 53 185 912500 4319 5
s MT3 713600 51 203 913400 4732 5
an MT4 713800 &1 203 213800 5ls2 5
40 MT4 714000 (k] 203 214000 £002 5
4] MT4 714100 63 203 214100 002 5
43 MT4 F14300 63 03 F14300 6615 5
48 MT4 714400 63 203 914400 912 5
45 MT4 714500 &3 s 914500 T34 5
45 MT4 714600 3 03 2144600 04 5
4 MT4 714800 Fil 203 214800 80 5
50 MT4 715000 Fil 215 915000 8861 5
51 MT4 715100 75 250 315100 BEE 3
53 MT+4 F15300 75 150 15300 1 2449 ]
E& MT4 715600 bl 250 915600 15729 3
&0 MT4 716000 i 250 216000 16509 3
63 MTS F1&300 %0 265 215300 19794 ]

Noke - lbam marked * ane eatock. For Remainig imm M.O.Q. mgquired OR { minimum onder value of Ra20000/-)




MIRANDA TOOLS

HSS TAPER SHANK SLOT DRILL STANDARD LENGTH M2

AS PER IS : 6388 - 1971 WITH TANGED END TAPER SHANK
AS PER IS ; 6388 - 1991 WITH TAPPED END TAPER SHANK

|

— -—% &d

e L4t

MT FEART COIDE [ B ARl PART CODE PRICE MO
ki TANG END R MM TANG FND RES s
(MIRTEZ) an ) (MIRTED) PIECE
8 MTI 710804 11 0 910850 T 25
18 MTI Flio0] 13 . F1 1000 80 25
|12= MTI F11200 ] w0 21 1200 P06 25
| 4= MTI F1i1400 & 14 71 1400 11403 o
1& MT2 T11600 19 1B 711600 1184 0
18 MT2 71 180q 19 11D 21 1 80n 1357 o]
rlo g M1 7 ] 114 12000 1&%5 .|
1% MT2 Flang 42 118 512000 | &95 F.
25 MTA T12500 a6 143 912500 019 K.
26 MT3 T 12800 16 143 o1 2600 2785 1]
28 MT3 T12800 a5 143 12800 H50 L}
30 MT3 F130080 15 143 13000 3538 1[4
3i= MT3 F131 31 148 B 1330 3538 L
33 MTa F13300 a2 [ 713300 45%5 5
35 I Fi13s00 Er) 148 713500 4595 5
35 MTa F13500 Ep S I 713500 535% L
3 MT4 Flanog aa 186 213800 5359 5
40 M4 F 14000 E|:] 186 2 14000 &Iy L
Mote: 1. lbem marked * are axstock

2 Remaining ltem M.0.Q. required GR: [minkmum order value of Re. 200004 )




MIRANDA TOO1S

HSS PARALLEL SHANK 3 FLUTE COUNTER BORE M2
AS PERIS : 5704-1988

i L —]

= “ - L . ma
. ‘Ldn —i [E] _f
DIA MM e AL PART CODE
@ i | N gt 7 MIRPE) s ey
£00 5 14 7I CEING00 803 I5
£50 5 14 71 CRIGEN a0a I5
a0 5 14 7l CEI0B00 a6 I5
1000 3 T 80 821000 818 I5
11.00 a T 20 CR3| 100 am I5
12.50 ) T o0 CE21750 1000 I5
1500 125 T T CB21500 1188 I5
1400 125 1 100 CB21800 1711 I5
0,00 125 i} [o+] CEXIGM F L[ 15

HS5S TAPER SHANK 3 FLUTE COUNTER BORE M2
AS PERIS:5710-1988

L1

ol p b

W | T e WM | cope |“msy MO\ | e | M| | MM | cooe | Tmay |NS2
(dy @) | 1) | MIRTS) | MECE ) Ly | 4} | (MIRTS} | PECE
1250 MTZ 3 132 | CB1I250 | |636 15 33.00 MT3 &4 190 | CBII300 | 7TM5 1]
1350 MT2 30 132 | CB2IISD | 834 15 34.00 MT3 &4 190 | CRIIDD | TF 1]
1450 | MTi | 30 132 | CBII450 | 828 I5 300 | HMTA | &4 196 | CBXM00 (| a3%4 | 10
1650 MT2 38 140 | CB2I&50 | 2105 15 79.00 MT3 &4 19 (CB2Z¥00( 78 | 10
1750 MT2 H 140 | CB2ITSOD | 22E3 15 4|.00 MT4 76 236 | CRMIDD | 10321 5
1950 | MT2 | B 40 | CBAI9SD | 2673 15 4300 | MT4 | 7 4% | CBM300 | 10T | 5
20,00 MTZ 38 140 | CB23000 | 1780 15 44.00 MT4 ¥& 23 | CRIMEQ0D | 1260 5
2200 MT2 44 150 | CB2XMND | 3183 15 48.00 MT4 Fi 3 36 | CRMB00 | 13199 5
300 | MR | 4 150 | CBIEM0 | 3852 I5 5l0 | MT4 | &8 50 | CBasI00 | 14900 | 5
2500 M1z 4 150 | CBIIS00 | 4458 15 53.00 MT4 88 250 | CB25300 | |8187 5
26.00 MTZ 54 B0 | CBI2eO0 (4952 15 55.00 T4 a8 250 | CRISED0 ( 17818 5
g | MTa | M IB) | CELH0 | 5474 I5 5700 | MT4 | 88 a0 | CBasFa | 19577 | 5
29.00 MT3 54 180 | CBAIO | 5770 15 59.00 MT4 &8 150 | CBISS00 ( 11893 5
3l.00 MTZ 54 180 | CB3IG0 | &324 15 al.00 T4 88 250 | CRIGIDD | 24149 5
Note: [, MAOQ. equired se folows OR{ minimum order value of Re.30000%)

Z. Tools without Pliot will ba supplied as sEendard, unkess apaciiic plot elzs @ given.




M MIRANDA TOOLS

HSS M2 SHELL ENDMILL
AS PER IS ; 6257 - 1982

CUTTING
A | @ | G) | pmem | sumee | MOANeS
40 Is 32 1520040 729 5
50 2 s 1520050 3320 5
&3 27 40 1520063 4 1
80 27 45 1520080 7101 2
100 12 50 1520106 10897 2
128 40 55 1S20125 18271 2
160 50 &3 1520160 4488 2
Note :  Culisrs type "N™ will be supplsd for RH rotation with RH eutting 28 standard.
ASPERBS: 121 (PART - 1) 1953
CUTTING BORE DiA LENGTH PART CODE PRICE MOQ NOE.
DIAINCH (d) {d2) 4 (MERSE) RS, / PEECE
LI (Fr o b BS20040 1678 5
Lz 12 L1g BS2O048 2398 5
.34 " 114" BS20056 i) 5
iy 34" L3 BI04 M3 5
214 I" LIz BS20072 4114 5
riry " (. BSA0OCHN 4787 5
2.3M4 I 1.5 BS20088 5442 5
L LI L3y BS29S 6334 5
312 114 L7 BS201 12 741 3
4 112 2.1 4" BSan|28 11879 3
412 L1a T1M" BS20| 44 14001 3
5 112 214" BS20160 18271 3
Ll r 2,1 4" BS20I 76 21373 3
£ e i B320192 14651 3

Note: Cutbers type "N™ Wil be suppled for BH rotatioh with RH cutting as standand,



M MIRANDA TOOLS

Endmill Terms - General Features

Centre Cut Cutting Face Rake Angle Hellx Angle

Corner

End Teeth

End Primary
Relief Angle

rte Dopth | | M1+
End Secondary
Chip Pocket Clearance Angle

Dish Angle ~/
Dish (Concavity{

Threaded Shank Morse Taper Shank

Draw-Bolt Thread

Chip Flow
End Teeth Forms Centre Cutting Non-Centre Cutting Ball End
and Proflle 1 E @ %g;
2-Flute 4-Flute 4-Flute 2-Flute 4-Flute
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Dimensions of Weldon Flats

MIRANDA TOOLS

One flatted parallel shank
{with d| from 6 to 20mm)

Two flatted parallel shanks
{with d| from 25 to 63mm}
el

——
—)i A - b1 N
459:3. ! e1 i 1 45-#"
< b1
| : 2
el c
r d L &
— . Tef | O« I |
| :
—.A \ Section - ‘A A
" Chamfered
P Chamfered
Other dimensions and data as per figure |
Figure | Figure 2
Size d1 +: :)5 a(: h1 _'5_12
Tolerance hé : h13

0 -1 0

6 4.2 18 4.8 36

8 55 18 6.6 36

10 7 20 84 40

12 8 225 10.4 45

16 10 24 14.2 48

20 1 25 18.2 50

b1 el i 2

a +0,05 0 o +2 +

0 -1 0 0

25 12 32 23 56 17

32 14 36 30 60 19

40 14 40 38 70 19

50 18 45 47.8 80 23

63 18 50 60.8 90 23




Feed Recommendations

Cutting Slotting Heavy Profiling Light Profiling |
Diameter| Feed/Tooth (mm) Feed/Tooth (mm) Feed/Tooth (mm}
{mm) Min Max Min Max Min Max

1-3 0.004 0.004 0.001 0.003 0.003 0.006
4-6 0.011 0.018 0.003 0.004 0.005 0.008
6-8 0.024 0.030 0.010 0.016 0.020 0.032

10-12 0.040 0.060 0.016 0.024 0.032 0.048
16-20 0.070 0.100 0.032 0.050 0.064 0.100
22-25 0.100 0.130 0.050 0.055 0.100 0.110
28-30 0.130 0.160 0.055 0.070 0.112 0.140
3240 0.160 0.180 0.066 0.074 0.136 0.148
Above 40 - - 0.066 0.074 0.136 0.148
Based on Short Series Slot Drill Based on Regular Series End Mills
For Longer Series, reduce Feed rate by 50%

Care During Resharpening

MIRANDA TOOLS

Useful Formulae

Spindle Speed
- =Cutting Speefi (W{min) x 1000 (mm)
{r x Cutting Diameter [mm])
Cutting  Ravs/min x 1 x Cutter Diameter (mm)
Speed =
(Mfl'l'lil‘l) 1000 (mm)
Table Feed :

Feed = Feed/Tooth (mm) x No. of Teeth x
Revs/min (mm/min)

Feed/Tooth Table Feed (mm/min)
{mm) = {No. of Teeth x Revs/min)
T =3.142

Note : Feed/Tooth is generally the same,
whether cutter is uncoated or coated.

Endmills should be resharpened before the cutting edges get excessively blunt.

2. Endmills need resharpening both on the periphery and the end.
3. The parameters to be maintained properly during resharpening of endmiills are :

a

Peripheral primary & secondary clearance angles.

End primary & secondary clearance angles.

b.
¢.  Primary lands for periphery & end grinding.
d

Proper chip flow should be provided after resharpening the end for center cutting type

endmiills.

Guidelines For Resharpening

Parameters to be maintained while resharpening an Endmill :

WORK PRIMARY SECONDARY RADIAL LAND AXIAL LAND

MATERIAL RELIEF CLEARANCE WIDTH WIDTH
ANGLE ANGLE (MM) (MM)

STEELS

*CARBON

*MANGANESE 8-12 16-20 0.50-1.00 0.6-1.5

*NICKEL

TITANIUM 10-14 18-24 0.30-0.70 0.4-1.0

BASE ALLOYS

ALUMINIUM 10-14 18-24 0.30-0.70 0.4-1.1

Note :

These Values Are Only Guidelines. A More Optimum Value Will Have To Be Established

Through Trials.

For Larger Diameters, Smaller Angles And Bigger Land Widths Should Be Selected.
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MIRANDA TOOLS

Common Endmill problems, Causes and Remedies

TOOL SYMPTOMS
INDICATIONS CAUSES AND REMEDIES
Abrasion- Speeds and Feeds | Check tool alloy Harder alloy Be sure work alloy | Coolant-mix ratio,
Rapid tool wear is correct condition
Cratering Holddown-bolster if | Coolant-mix, Tool Geometry- Tool alloy (increase | Feeds & Speeds- Try Conventional
(Edge Pitting) not rigid conditicn, flow to (increase rake, hardness, red heat) | less speed, than milling
point of cut clearance) load/tooth
BUE- Coolant-mix, flow |Flute and edge finish | Feeds & Speeds- Tool gaometry-
{Built-up-edge) regrind if on margin, Increase rake,
Increase clearance
Nicked Edges Improve storage and | Rake angle-more
handling metal behind edges
Chip Welding Feeds & Speeds Coolant-mix,
(Reduce) condition, flow
Chip Packing Flutes space, helix Coolant-mix,
(increase) condition, flow
WORKPIECE SYMPTOMS
INDICATIONS CAUSES AND REMEDIES
Poor Finish Tool for dullness, Feed & Speeds- Change to cutter Run-out-tool and
wear-replace or reduce slighty with more edges | holder; spindle play
regrind (teeth)
Inaccurate Tool for wear, Reduce area of  |Reduce tool slick-out| Bolster set-up Machine alignment,
Machining dullness-replace toolfwork contact also ways and
bearing wear
Scalloping Tool balance, Lower feed per Workpiece End dish, if Tool & tool holder for
try new tool tooth deflection bolster | insufficient, regrind concentricity; check bearings
Set-up
Inaccurate Slot If single pass, go
Pasition rough, then
finish cut
Sloping Slot Sides If using helix, try Rough cut,
Straight two-flute then finish
MACHINE/OPERATORS SYMPTOMS
INDICATIONS CAUSES AND REMEDIES
Chatter Feeds & Speeds; Holddown; bolster | Deflection; reduce Contact area; Tool geometry; relief| Run-out, tool &
up load per tooth as required stick-out; increase reduce, right for size of tool,| holder, check
Tool diameter if doubtful work alloy? spindle bearings
Rubbing Tool sharpness;  |Relief angle for cutter|Deflaction-use larger|  Reduce feed
if dull, replace or | diameter, work alloy diameter tool; per tooth
regrind recluce stick-out
Spindle Stall H.P-raduce contact Tool geometry; If conventional
area, feed rate increase rake angle | milling try. climb
or clearance milling




M MIRANDA TOOLS

ANNULAR CUTTER
ANNULAR CUTTER HSS M2 & M42

25MM CUTTING DEPTH
PART CODE PRICE RE. f FIECE PART CODE PRICE RE. ; MECE MDD
(MIRAZU) HES M2 (ERA4U) H5S M42 NOS,
1415 | $0025 1389 140025 1797 a0
| EXC25 | 50025 1385 | SO025 s an
162025 | &D025 1415 | 4002% 1B4% 0
177G | FO025 1460 | 70025 18%% 20
18025 | 80025 1480 | 80025 169% 15
1 9X3% | 90025 | 549 19002% 199% 15
TOCE5 TO0015 14310 200035 1105 15
21235 21005 1669 210025 218% 15
D35 L202% 1669 12002% 2004 15
235 230015 I7I? 230045 Fifrl 15
245 240025 1%18 240025 M6 15
15035 L5025 1975 5002% 2502 15
H15 260075 2053 250035 2612 15
A5 20025 2115 20025 275 15
bl 280025 2224 28D02% 2852 15
e p ¥ LT 190025 e i ]| 90035 2952 15
HCis Fobo2s 2420 Wog25 3150 15
31205 Ilo0as 1493 F1002% vi]] 15
IS5 20025 2511 120025 ¥ ] 10
335 330025 2585 30025 3393 1]
3OS 40005 G 40035 Aak4 1]
A5X2% 350015 HBrr 350025 yra [1]
OIS F60025 2920 350025 3858 1]
IN0L IA002s 3008 I0as 3988 1a
HDOS 0025 3047 IBO0GS 4099 1]
F¥CE5 390025 308 oS 4167 1]
A5 400025 340 400025 4174 5
412035 4 10025 3234 4 | 00325 4415 L
1015 420025 344 410045 4578 5
4035 4 30025 45 0025 4727 5
4405 440025 1580 440005 4917 5
452015 450015 JHBT 450045 507rF 5
460025 450025 Q] 450025 LI5E 5
47035 470025 Haz 47002% 5364 5
£ vl 480025 3940 480035 5485 5




MIRANDA TOOLS

ANNULAR CUTTER
25MM CUTTING DEPTH

PART CODE | PRICE RS. / PIECE PART CODE PRICE RS. / PIECE MOQ

(MIRA2U) HSS M2 (MIRA4U) HSS M42 NOS.
49X25 490025 4058 490025 5705 5
50X25 500025 4213 500025 5879 5
51X25 510025 4723 510025 6897 5
52X25 520025 4903 520025 7160 5
53X25 530025 5086 530025 7427 5
54X25 540025 5273 540025 7700 5
55X25 550025 5463 550025 7977 5
56X25 560025 5656 560025 8260 5
57X25 570025 5853 570025 8547 5
58X25 580025 6053 580025 8839 5
59X25 590025 6257 590025 9136 5
60X25 600025 6463 600025 9438 5
61X25 610025 6674 610025 9745 5
62X25 620025 6887 620025 10057 5

50MM CUTTING DEPTH

PART CODE | PRICE RS. / PIECE PART CODE | PRICE RS. / PIECE MOQ

(MIRA2U) HSS M2 (MIRA4U) HSS M42 NOS.
14X50 140050 1880 140050 2519 20
15X50 150050 1919 150050 2519 20
16X50 160050 2067 160050 2685 20
17X50 170050 2102 170050 2724 20
18X50 180050 2102 180050 2724 15
19X50 190050 2216 190050 2851 15
20X50 200050 2385 200050 3079 15
21X50 210050 2457 210050 3199 15
22X50 220050 2457 220050 3070 15
23X50 230050 2530 230050 3180 15
24X50 240050 2689 240050 3387 15
25X50 250050 276% 250050 3508 15
26X50 260050 2879 260050 3662 15
27X50 270050 2965 270050 3792 15
28X50 280050 3119 280050 3999 15
29X50 290050 3212 290050 4139 15
30X50 300050 3393 300050 4416 15
31X50 310050 3494 310050 4530 15
32X50 320050 3520 320050 4598 10
33X50 330050 3626 330050 4756 10
34X50 340050 3916 340050 5123 10
35X50 350050 4034 350050 5297 10
36X50 360050 4094 360050 5408 10
37X50 370050 4216 370050 5591 10
38X50 380050 4271 380050 5746 10
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M MIRANDA TOOLS

ANNULAR CUTTER

50MM CUTTING DEPTH

PART CODE PRICE RS. / PIECE PART CODE PRICE RS. / PIECE MOQ
{MIRA2U) HSS M2 (MIRA4U) HSS M42 NOS.
39X50 390050 4357 390050 5842 10
40X50 400050 4402 400050 5991 5
41X50 410050 4534 410050 6190 5
42X50 420050 4689 420050 6416 5
43X50 430050 4829 430050 6627 5
4450 440050 5019 440050 6894 5
45X50 450050 5169 450050 7118 5
46>50 460050 5215 460050 7227 5
47X50 470050 5372 470050 7520 5
48X50 480050 5524 480050 7690 5
49X50 490050 5689 490050 7998 5
50X50 500050 5907 500050 8242 5
51X50 510050 6691 510050 9771 5
52X50 520050 6946 520050 10143 5
53X50 530050 7206 530050 10522 5
54X50 540050 7470 540050 10908 5
55X50 550050 7739 550050 11301 5
56X50 560050 8013 560050 11701 5
57X50 570050 8292 570050 12108 5
58X50 580050 8575 580050 12522 5
59X%50 590050 8864 590050 12943 5
60X50 600050 9157 600050 13371 5
61X50 610050 9454 610050 13806 5
62X50 620050 9757 620050 14247 5
Note : I. All Annular cutters shall be supplied with 19.05mm (3/4") universal shank.
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Technical Details

RECOMMENDED RPM FOR ANNULAR CUTTERS....

STEEL CAST IRON BRASS
S.S. S.S. Al cl ALUM. &
MILD | (rea cuting)| e o sy | C160f0) | C1harey [ L BRONZE

Ve(m/ min.)
Diameter(mm)
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TROUBLE SHOOTING

What causes annular cutters to break or dull prematurely?

The primary cause of broken or prematurely dull cutters is a feed rate that is teo dlow. Slow feed rates will
reduce the life of your cutter. Using a firm, steady feed pressure throughout the cut will maximize
performance and extend tool life.

Why do 1 have to clear chips from the cutter before every cut?

As the cutter begins remowving material, new chips flow out thraugh the gullets and up the flutes, If these
pathways are not cleared before cutting a new hale, packing or binding may result, causing the cutter to fill
with chips and possibly break.

When do | use a magnetic drill?

It can be time-consuming and cumbersome to try to

jockey a large pipe into position at a stationary drill press
or work center. A portable magnetic drill allows you to

take the drill to the workpiece, instead of trying to bring Because annular outters are hollow,

the workpiece to the drill. A portable magnetic drill press Qe iy RSAE Mne eads o cuemens
. All amting sdges ars lecated near the pariphery

ako may be used in any position—vertical, horizontal, or uf the tool, and surface speeds are conshtent

overhead. The workpiece must be at least 3/8 inch thick. Hikuhout it skl 8.

Is the magnet on my portable drill press strong enough to drill pipet
When you're using a portable drill press, a support system is needed. A safety chain or strap is also
recommended, in case the magnet slips from the suppart, When you are using a magnetic drill and pipe

adapter accessory, mount the adapter securely to the pipe with a tightly wrapped chain (see lead image).
Make sure the suppert systemn forthe drill arbor is rigid and in good condition.

How do [ leeep my magnetic drill from slipping?

Make sure the drill's magnetic base Is clear of chips and debris and Is securely attached to a clean
workpiece. Uneven surfaces or large debris buildup prevents the magnet from obtaining optimal holding
power, which can cause the drill to shift or lift during operation. A safety chain or strap also helpsto prevent
injury if the drill shifts. If it does shift or lifts during the cut, and the motor is not stopped, the cutter will
break. A good magnetic drill will have a built-in safety circuit that stops the motor immediately when the
drill lifts from the material.

What is the purpose of coated culters, or cutiers made from premium steel?

Cutters made from M2 high-speed steel (H55} are recommended for materials with a Brinell hardness
number (BHN) of up to 275. A itanium nitride or similar coating may be applied to M2 to fortify wear
resistance in materiaks up to 325 BHN. For materials up to 350 BHN, cobalt steel (M42) is recommended
with a titanium nitride or similar coating.
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What makes the slug stick in the cutter?

Using lubricant or cutting fluid helps the slug to eject at the end of the cut. But when slug ejection becomes
unreliable or the tube resists cutting, it probably means the cutter's cutting edges are becoming dull.
Resharpen or replace your cutter.

Is coolant necessary?

Always use some form of coolant when drilling to maintain cutting performance and tool life. Any form of
coolant or lubrication helps—even water works better than nothingat all.

What happens when my portable drill press becomes loose or parts wear out?

For the best performance, always maintain your drill as instructed in the operator's manual. Many
magnetic drills feature a slide/gib/way system that requires periodic adjustments to maintain rigidity and
optimal performance. Worn or damaged parts should be replaced to reduce the possibility of injury.
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MIRANDA

TOOLS

REAMERS
No. Description Page No.
| HSS HAND REAMERS AND LONG FLUTED MACHINE REAMER 98-100
2 HSS PARALLEL SHANK CHUCKING REAMERS & TAPER SHANK 101-103
CHUCKING REAMERS
3 MACHINE BRIDGE REAMERS HSS M2 - AS PER IS 5919 : 1978 104
4 HSS M2 SHELL REAMERS AS PER IS 5926 : 1970 WITH [:30 TAPER HOLE 105
5 HSS M2 TAPER PIN REAMERS ( TAPER | IN 50 ) HAND IS 5881-1984 106
& MACHINE IS 5918 - 1984
HSS M2 TAPER SHANK JIG REAMERS IS 11002 - 1984 & BS 122 ( PART 2) 1964 107-108
HSS M2 TAPER SHANK SOCKET REAMERS 109
( TYPE 'A' ROUGHING / TYPE 'B' FINISHING / TYPE 'C' FINISHING )
HSS TAPER SHANK CORE DRILL HSS M2 IS : 5366 - 1978 110-111
TECHNICAL DETAILS 112-116
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REAMERS
REFERENCE STANDARDS
MM SIZE INCH SIZE

HSS HAND REAMERS IS :54d4 - 1978 BS 328 PART-4
HSS MACHINE REAMERS WTTH TAPER SHANK I5: 5445 - 1978 1983

HSS CHUCKING REAMERS WITH PARALLEL SHANK IS : 5446 - 1978

HSS CHUCKING REAMERS WITH TAPER SHANK IS : 5447 - 1978

4,8
e oy -5 T
————— P - . T o E' -.T
o L .

HS5 HAND REAMERS WITH PARALLE] SHANK

HES MACHINE REAMERS WITH TAPER SHANK

W e — B

H$E CHUCKING REAMERS WITH PARALLEL SHAMK

H5E CHUCKING REAMERS WITH TAPER SHANK
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HSS HAND REAMERS AS PER IS5 : 5444 - 1978

o
= 0

F 3
-
L K )

HSS MACHINE REAMERS WITH TAPER SHANK AS PER IS : 5445 - 1978

HSS MACHINE REAMERS WITH TAPER SHANK

HAND REAMER LONG FLUTED MACHINE REAMER
MO
ALMM | OALMM | PART - MT | FLMM |oaLMM| NOS.
L) L (MIRDES) SHANK an (LY
200 | 2i00HE | 87 | W1 & - e 3 : =
4.00 2119.C Bl™ 38 Fj ] FLLY. &l MTI 41 17 5
40 |[200MC | 67 | 4 8l | ZmDC | &7 | MTI | 4 ™ |
500 |2INC | 6I7° | 44 8 | BMEC | &I | MTI | 47 4 | 2
600 | 214QC | 7I® | 47 % | useeC | 718" | MTI | 4 77 |
700 | 21l6C | 718 | 54 107 | sC | 71* | MTI | 58 134 15
800 | 201evC | Bie* | 58 115 | 2360C | 81" | MTI | @& 138 I5
500 | 2120%C | @9 | &2 124 | 262NC | a5 | MTI | 66 4z 15
000 | z12zC | 14 | & 1B | 2e4QC | 1oae | M | 7 8 Is
11.00 11258C 1159 7l 142 23665C 1 159= MTI 75 151 153
1300 2137DC 1208* & 152 LEEVC 1108* MTI TE 1 56 15
1300 | 21FC | 150 | 7 163 | mmwac | s | MT | al 156 I5
1400 | 213IHC | 1s%4* | &l 188 | mmzc | 1s24 | MT | el 161 Is
500 | 213k | 15:2 | &l 163 | 237BC | 15%* | M2 | @ 181 10
1680 | 2134C | 1s32® | €7 175 | Brc | 1592 | M2 | @7 187 10
1700 | 2135MC | 1770 | 7 175 | 230FC | 7% | MT2 | % 167 10
1800 | 2I36NC | 1834 | 9 186 | BGE | 1 | M2 | % 193 10
1900 | 21377 | 2009 | 9 188 | zwiHC | 2009 | M2 | 100 | 19 10
20.00 213800 146" 100 201 A382}C 2245= MT2 100 200 12
21.00 Z139RC 253& 100 201 383K 2538% MT2 o7 200 10
700 | 20405C | 253 | 107 | 215 | z8AC | 25m* | Mm2 | le7 | 207 0
2300 | 24ITC | 2968 | 107 | 215 | 2esMC | 2968 | Mm | 15 | 2m7 10
2400 | 2142vC | ;B4 | 115 | 231 | 23eNC | as4 | M3 | 15 | 242
500 |216WC | 3% | 115 | 21 | merpc | s | M3 | 15 | 42




HSS REAMERS

MIRANDA TOOLS

HAND REAMER

LONG FLUTED MACHINE REAMER

MOQ
FLMM | oaLMM | FORT - MT | FLMM [oALMM| NOS.
wn ® | MiRoss) SHANK | (D) @
2600 | 2144XC | 4068 15 231 | 2388QC | 12944 | MT3 124 242 5
2700 | 2145vC | 4658 124 247 | 2389RC | 4068 | MT3 124 251 5
2800 | 21462C | 4658 124 247 | 2390SC | 4658 | MT3 124 251 5
2900 | 2147AC | 4939 124 247 | 2391TC | 4658 | MT3 124 251 5
3000 | 2148BC | 5328 124 247 | 2392vC | 4939 | Mm 133 251 5
3100 | 2149CC | 5882 133 265 | 2393wC | 5328* | MT3 133 260 5
3200 | 2150DC | 5882 133 265 | 2394xC | 5882 | MT4 133 293 5
3300 | 2151EC | 6685 133 265 | 2395vC | 5882 | MT4 142 293 3
3400 | 2152FC | 7504 142 284 | 2396ZC | 6685 | MT4 142 302 3
3500 | 2153GC | 8209 142 284 | 2398AC | 7504 | MT4 142 302 3
3600 | 2154HC | 8209 142 284 | 2399BC | 8209 | MT4 142 302 3
3700 | 2i55C | 9017 142 284 | 2400cC | 8209 | MT4 152 302 3
3800 | 2156KC | 9017 52 305 |240iDC | 9017 | MT4 152 312 3
39.00 | 2157.C | 9970 52 305 | 2402EC | s017 | M4 152 312 3
4000 | 2158MC | 10885 I52 305 | 2403FC | 9970 | MT4 152 312 3
4100 | 2159NC | 10950 152 305 | 2404GC | 10885 | MT4 152 312 3
4200 | 2160PC | 12944 152 305 | 2405HC | 10990 | MT4 163 312 3
4300 | 2161QC | 12944 163 326 | 2406)C | 12944 | MT4 163 323 3
4400 | 2162RC | 12944 163 326 | 2407KC | 12944 | MT4 163 323 3
4500 | 21635C | 15164 163 326 | 2408LC | 15164 | MT4 163 323 3
4600 | 2164TC | 15164 163 326 | 2409MC | 15164 | MT4 163 323 3
4700 | 2165vC | 1638 163 326 | 24IO0NC | 16381 | MT4 163 323 3
4800 | 2166WC | 17593 174 347 | 2411PC | 17593 | MT4 174 334 3
4900 | 2167%C | 17593 174 347 | 2412QC | 17593 | MT4 174 334 3
5000 | 2168YC | 17593 174 347 | 2413RC | 17593 | MT4 174 334 3

HSS HAND REAMERS AS PER BS 328 PART-4

HSS MACHINE REAMERS WITH TAPER SHANK AS PER IS 1983

HAND REAMER LONG FLUTED MACHINE REAMER
MOQ
PART FL OAL PART FL OAL NOS.
CODE INCH INCH | CODE MT INCH | INCH
(MIR065) (L) O [ @iRoss) - SHANK. | an )

178 2014EC 617 1.5/16 2.5/8 = - MTI - - 25
5/32 2016GC 617 1.1/2 3 - - MTI - - 25
316 2018JC 617 1.3/4 3.7/16 2254EC 617 MTI 1.3/4 4.7/8 75
7/32 2020LC 617 1.7/8 3.11/16 | 2256GC 617 MTI 1.7/8 5 25

14 2022NC 718 2 3.15/16 | 2258)C 718* MTI 2 5.1/8 25
9/32 | 2024QC 718 2.1/8 43/16 | 2260LC 718 MTI 2.1/8 5.1/4 15
5/16 20265C 8I8 2.1/4 412 | 262NC | s8I8 MTI 2.1/4 5.3/8 15
1732 | 2028ve 859 2.7/16 4758 | 2264QC | 859 MTI 2.7/16 | 5.9/16 5

3/8 2030XC 934 2.5/8 5./4 | 22665C | 934 MTI 2.5/8 5.3/4 15
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HSS REAMERS

HAND REAMER LONG FLUTED MACHINE REAMER
MOQ
PART _ PART NOS.
CODE FL INCH |[OAL INCH CODE MT FL INCH [OAL INCH
(MIR065) L L | MIR065) SHANK | @) (]
13/32 2032ZC 1034 2.5/8 5.1/4 2268YC 1034 MTI 2.5/8 5.3/4 15
7116 | 2035BC 1159 | 213116 | 558 | 2270XC 1159 MTI 2.13/16 | 5.15/16 15
15/32 2037DC 1208 3 6 2272ZC 1208* MTI 3 6.1/8 15
1/2 2039FC 1249 3 6 2275BC 1249* MTI 3 6.1/8 15
17/32 2041HC 1524 3.3/16 6.7/16 2277DC 1524 MTI 13/le 6.5/16 15
9/16 2043KC 1524 3.3/16 6.7/16 2279FC 1524 MT2 13/le 7.1/8 10
19/32 | 2045MC 1532 | 3.7716 6.7/8 | 228IHC 1532 MT2 3.7/16 7.3/8 10
5/8 2047PC 1532 | 37118 67/8 | 2283KC | 1532¢ MT2 3.7/16 7.3/8 10
21/32 2049RC 1770 3.7/16 6.7/8 2285MC 1770 MT2 17/1e 7.3/8 10
11/16 2051TC 1770 3.11/16 7.7716 2287PC 1770 MT2 3.11/16 7.5/8 10
23/32 2053WC 2009 3.11/16 7.7/16 2289RC 2009 MT2 11/16 7.5/8 10
3/4 2055YC 2009 3.15/16 7.15/16 229I1TC 2009 MT2 3.15/16 1.7/8 10
13/16 2058AC 2290 3.15/16 7.15/16 | 2293wWC 2290 MT2 3.15/16 71.7/8 10
7/8 2060CC 2536 43/16 8.172 2295YC 2536 MT2 4.3/16 8.1/8 10
15/16 2062EC 3284 4.1/2 9.1/16 2298AC 3284 MT2 4.172 9.2 5
| 2064GC 3356 4.1/2 9.1/16 2300CC 3356* MT3 4.112 9.172 5
1.1/1& 2066)C 4658 4.7/8 9.3/4 2301DC 4658 MT3 4.7/8 9.7/8 5
1.1/8 2068LC 4658 47/8 9.3/4 2302EC 4658 MT3 4.7/8 9.7/8 5
1.3/16 2070NC 5328 5.1/4 10.7/16 2303FC 5328 MT3 5.1/4 10.1/4 5
1.1/4 2072QC 5882 5.1/4 10.7/16 2304GC 5882 MT4 5.1/4 10.1/4 5
1.5/16 20745C 6685 5.1/4 10.7/16 2305HC 6685 MT4 5.1/4 11.9/16 3
1.3/8 2076VC 8209 5.5/8 11.3/16 2306)C 8209 MT4 5.5/8 11.15/16 3
1.7/16 2078XC 8278 5.5/8 11.3/16 | 2307KC 8278 MT4 5.5/8 11.15/16 3
1.1/2 2080ZC 8017 6 12 2308LC 9017 MT4 6 12.5/16 3
1.9/16 2082AC 10885 é 12 2309AC 10885 MT4 6 12.5/16 3
1.5/8 2083BC 10990 6 12 2309MC 10990 MT4 6 12.5/16 3
1.11/1& 2084CC 12944 6.7/16 12.13/16 | 2310BC 12944 MT4 6.7/16 12.3/4 3
1.3/4 2085DC 12944 6.7/16 12.13/16 | 2310NC 12944 MT4 6.7/16 12.3/4 3
1.7/8 2087FC 17593 6.7/8 13.11/16 | 231IPC 17593 MT4 6.7/8 13.3/16 3
1.15/16 2088GC 17593 6.7/8 13.11/16 | 2312DC 17593 MT4 6.7/8 13.3/16 3
2 2089HC 17593 6.7/8 13.11/16 | 2312QC 17593 MT4 6.7/8 13.3/16 T

Note : Item marked * are exstock. For Remainig item M.0O.Q. required.CR { minimum order value of Rs.20000/-)



HSS CHUCKING REAMERS WITH PARALLEL SHANK AS PER IS : 5446 - 1978

H5% CHUCKING REAMERS WITH PARALLFIL SHANK

MIRANDA TOOLS

HSS CHUCKING REAMERS WITH TAPER SHANK AS PER IS ; 5447 - 1978

H5S CHUCKING REAMERS WITH TAPER SHANK

FARALIFl SHANK CHUCKING REAMER

TAPER SHANK CHUCKING REAMER

MOG
ALMM | OALMM m - MT LMM |oALMM | V05
L Q) | em0ss) SHANK, | @b o
.00 2659PC 617 15 6l 2 - MTI - - 25
4.00 25625C &17 } 75 : 2 MTI s 5 25
450 2663TC 617 21 80 271 IRC &17 MTI 13 133 5
5.00 2664VC &17 pX] B4 TIFC &17 MTI 1] 133 25
600 | 2655WC 7le 26 9 2713GC 7i8 MTI 26 138 o
7.00 266EXC 718 3l 108 | 3714HC 7ig MTI 3 150 [H
6.00 HETYC (AT 1 17 2715)C gie MTI 33 156 15
9.00 2666ZC 859 3% 125 2T I6KC g59 MTI 34 162 IS
1000 | 2669AC | 1034 kY 133 271I7.C 1934 MTI 38 168 I5
1L00 | 2670BC | 1159 41 142 | 2718MC 1159 MTI 4| 175 15
1200 HTICC 1208 44 151 2719NC 1208 MTI 44 182 15
13.00 | 2672DC | 1524 44 151 270PC 1524 MTI a4 182 15
1400 | 2673EC | 1524 47 180 | ZRIQC 1524 MTI 47 189 15
1500 | 2674FC | 1532 50 162 2TLIRC 1532 MT2 50 204 [
16,00 HISGC 1532 52 170 2T235C 1532 MT 52 210 10
17.00 = - - - I7247TC 1770 MT2 54 214 10
18.00 - - - - 27I5vC 1a94 MT2 5é 219 10
19.00 z s - - 27IEWC | 2009 MT2 58 223 10
20,00 - - - - 272TXC | 2246 MT 60 228 o
21.00 - - - - 2718YC 2536 MT2 62 232 10
200 - - - - ITTC | 2534 MT2 4 237 [}
23.00 = - - - 1T0AC 2968 MT2 54 241 10
24.00 - - - - 2730CC 1204 MT3 68 268 5
25.00 - - - - 27I0EC 3294 MT2 [+:] 268 5




HSS CHUCKING REAMER

MIRANDA TOOLS

PARALLEL SHANK CHUCKING REAMER

TAPER SHANK CHUCKING REAMER

MOQ
il FLMM |oaLmM | ZORT - MT | FLMM [oaLmM| NOS.
(MIR065) wn ® | ¢MiR0s5) SHANK | (LD ©
26.00 - - - - 2730GC | 4068 MT3 70 273 5
27.00 - - - - 2731HC | 4658 MT3 71 277 5
28.00 - - - - 273C | 4658 MT3 71 277 5
29.00 - - - - 2733KC | 4939 MT3 73 281 5
30.00 - - - - 2734LC | 5328 MT3 73 281 5
31.00 - . - - 2735MC | 5882 MT3 75 285 5
32.00 - - - - 2736NC | 5882 MT4 77 317 5
33.00 - - - - 2737PC | 6685 MT4 77 317 3
34.00 - - - - 2738QC | 7504 MT4 78 321 3
35.00 - - - - 2739RC | 8209 MT4 78 321 3
36.00 - - - - 27405C | 8209 MT4 79 325 3
37.00 - - - - 2741TC | 9017 MT4 79 325 3
38.00 - - - - 2742C | 9017 MT4 8l 329 3
39.00 - - - - 2743UC | 9970 MT4 Y 329 3
40.00 - - - - 2743WC | 10885 MT4 8l 329 3
41.00 - . - - 2743XC | 10990 MT4 82 333 3
42.00 - - - - 2744XC | 12944 MT4 82 333 3
43.00 - - - - 2745YC | 12944 MT4 83 336 3
44.00 - - - - 2745ZC | 12944 MT4 83 336 3
45.00 - - - - 2746ZC | 15164 MT4 83 336 3
46.00 - - - - 2747AC | 15164 MT4 B4 340 3
47.00 - - - - 2747BC | 16381 MT4 B4 340 3
48.00 - - - - 2748BC | 17593 MT4 86 344 3
49.00 - - - - 2748CC | 17593 MT4 86 344 3
50.00 - - - - 2749CC | 17593 MT4 86 344 3
PARALLEL SHANK CHUCKING REAMER TAPER SHANK CHUCKING REAMER
PART FL OAL PART - T FL OAL :82
CODE INCH | INCH | CoDE INCH | INCH
(MIR065) (wn L | MIR06S5) SHANK | @) )
/8 3604EC 617 5/8 2.9/16 - - MTI x . 25
5/32 | 2606GC 617 /4 221732 - = MTI p . 25
3/16 2608JC 617 29/32 3.3/8 - - MTI - - 25
732 | 2610LC 617 132 | 32132 | 2680AC 617 MTI 1132 | 5.7/16 25
1/4 2612NC 718 1.3/32 3.31/32 | 2680MC 718 MTI 1.3/32 5.21/32 25
932 | 2614QC 718 17732 | 49732 | 268INC 718 MTI 1732 | 5.29/32 5
5/16 | 26165C 8I8 19/32 | 4.19/32 | 2682PC 8lI8 MTI 1.5/16 6.1/8 5
11/32 | 2618VC 859 | 1.13/32 | 4.15/16 | 2683QC | 859 MTI 11332 | 6.3/8 I5
3/8 2620XC 934 1172 5.1/4 | 2684RC 934 MTI 1172 6.5/8 5
1332 | 2622zc | 1034 L2 5.1/4 | 26855C | 1034 MTI 112 6.5/ 15
7/16 2624BC I 159 1.5/8 5.13/32 | 2686TC 1159 MTI 1.5/8 6.29/32 15
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HSS CHUCKING REAMERS

MIRANDA TOOLS

PARALLEL SHANK CHUCKING REAMER

TAPER SHANK CHUCKING REAMER

MOQ
it FLINCH [OAL INCH e MT | FLINCH |oAL INcH| NOS.
(MIR065) n L | (MiRoss) SHANK ( (LD) ®
15132 | 2626DC | 1208 1.23/32 | s.15/16 | 2687vC 1208 MTI 1.3/4 7.5/32 15
1/2 2628FC 1249 1.23/32 | 5.15/16 | 2688WC 1249 MTI 1.3/4 7.5/32 15
17/32 2628GC 1524 1.31/32 6.3/8 2689XC 1524 MTI 1.27/32 1.716 15
9/16 2630HC 1524 1.31/32 6.3/8 2690YC 1524 MT2 1.31/32 8.1/32 10
19/32 2631JC 1532 2.1/32 23732 2691ZC 1532 MT2 2.1/32 8.1/4 10
5/8 2632KC 1532 2.1/32 | 62332 | 2692AC 1532 MT2 2.1/32 8.1/4 10
21/32 - - - - 2693BC 1770 MT2 2.1/8 8.7/16 10
11716 - g » = 2694CC 1770 MT2 2.7/32 8.5/8 10
23/32 = < " z 2695DC 2009 MT2 2.9/32 8.25/32 10
/4 B . - - 2696EC 2009 MT2 2.11/32 | 831132 10
13/16 - - - - 2698GC 2290 MT2 27/16 9.1/8 10
7/8 - - . 2 2700)C 2536 MT2 2.17/32 | %9.11/32 10
15/16 _ R _ _ 2700NC 3284 MT2 2.21/32 | 109/16 5
| “ = - - 27005C 3356 MT3 2.3/4 10.3/4 5
1.I/16 - = a < 2701TC 4658 MT3 2.25/32 10.29/32 5
1.1/8 = . = o 2702VC 4658 MT3 2.7/8 11.1/16 5
1.3/16 z “ - - 2703WC 5328 MT3 2.15/16 11.7/32 5
1.1/4 - - i _ 2704xC | 5882 MT4 3.0/32 | 117716 5
1.5/16 . : j - 2705YC 6685 MT4 /16 | 1221132 3
1.3/8 “ = o o 2706ZC 8209 MT4 3.1/16 12.21/32 3
1.7/16 _ . i - 2707AC | 8278 MT4 31/16 | 123132 3
1.1/2 - - - - 2708BC 9017 MT4 3.l/1é 12.31/32 3
1.9/16 » - - B 2709CC | 10885 MT4 3.7/32 13.1/8 3
1.5/8 _ R _ _ 2708GC | 10990 MT4 3.7/32 13.1/8 3
1.11f16 - - - - 270BEC 12944 MT4 3.1/4 13.1/4 3
1.3/4 - - - - 2708MC 12944 MT4 3.1/4 13.1/4 3
1.7/8 _ § _ B 2708TC | 17593 MT4 | 31332 | 131732 3
I.15/16 “ = - - 2708VC 17593 MT4 3.13/32 | 13.17/32 3
5 - - - - 2709AC 17593 MT4 3.13/32 13.17/32 3
Note : Iltem marked * are exstock. For Remainig item M.0.Q. required.OR ( minimum order value of Rs.20000/-)
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MACHINE BRIDGE REAMERS
HSS M2 - ASPER IS 5919: 1978

i’
« b % >

A AL PART CODE PRICE
B e | @ | B | = MR R e
) MTI 75 151 SF BRIDGAD 1077 15
740 MTI ™ 156 5F BRI0740 1077 I
840 MTI 85 161 SF BRIGBAD 1262 15
940 MTI %0 166 5F BRADSD 1424 15
19.00 MTI 9% 171 5F BRZ1000 1577 15
11.00 MTI T 178 SF BRZI 100 1577 5
11.50 MTI 100 176 SF BR21 150 1844 IS
1200 MT2 105 199 5F BRZIZOD 1544 15
13.00 MT2 105 199 5F BRZ1300 1999 I
13.50 MT2 15 209 SF BRZ1350 1999 15
14.00 MT2 15 709 SF BR21400 1999 IS
1500 MT2 128 219 SF BR2I500 232 T
16.00 MT2 135 9 5F BRZI60C 2879 10
17.00 MT3 135 51 SF BR2I700 2879 10
17.50 MTY 145 261 5F BRZI7SD a2 T
18.00 MT3 145 261 SF BRZ 1500 3232 T
19.00 MT3 145 261 SF BRZI500 3232 T
20.00 MT3 155 271 SF BRI200C 3554 10
2100 MT3 55 271 5F BRIZIDD 3852 T7
21,50 MT3 165 201 5F BR2Z150 3952 10
2200 MT3 165 281 SF BR22200 3952 10
.00 MT3 165 28l SF BrR22300 4209 10
2150 MT3 1€5 T iF BRIZI5D 430 5
2400 MT3 180 29 5F BRIZ400 4686 5
25.00 MT3 180 56 SF BR22500 4686 5
2600 MT3 180 756 SF BR22500 5282 5
2700 MT? 195 311 SF BRA27O0 5282 5
28.00 MT3 195 3l SF BRIZEOC 5720 5
29.00 MT3 195 31 5F BR22900 6176 5
W00 MTY 195 31 5F BRIINOD 6176 5
.00 MT3 210 326 5F BR23 100 6802 5
32.00 MT4 z210 354 SF BRZIZ00 6802 5
33.00 MT4 10 154 SF BR23300 7118 3
.00 MT4 220 34 5F BR300 7852 3
35.00 MT4 10 364 SF BR23500 7852 3
35.00 MT4 0 34 SF BR23800 8379 3
37.00 MT4 20 364 <F BR23700 892l 3
38,00 MT4 10 74 5F BRII600 8921 3
4000 MT4 730 374 SF BRI4COC 14209 3
42,00 MT4 40 384 5F BR24300 16810 3
45.00 MT4 250 54 SF BRIA900 22887 3
Nota: 1. RH culting with LH hallcal fiutos will ba supplied 8 standard.

2. Al itesve recpired mininum order vakon of Ra 20,000/,
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HSS M2 SHELL REAMER :
AS PER IS 5926 : 1970 WITH 1:30 TAPER HOLE

MOQ
NOE,

45 152100 17la ] &1.00 sl 155100 FEa 5

45 K20 98 5 ELOO B 155200 7459 5

45 52300 1914 5 &31.00 BG 182300 fale 5

45 E2400 7l8 5 #4.00 B0 155400 B 3

45 152500 1918 ] 65.00 B 1545500 Baga ]

45 e ] FE ] S60 Bl 1R5600 BEE 3

45 53700 A 5 &7.00 B 15670 9753 ]

415 L5260 il80 5 £4.00 BO 185800 9753 3
2900 45 IS2900 1284 5 £2.00 B 155900 753 ]
080 45 B 2295 ] Lo BO 157000 10a34 ]
aLmn 50 53100 a9 5 71.00 M I57 100 Liree] 3
3iob L] 53200 40% 5 TG 0 187200 0844 3
33,00 50 53300 524 5 7300 20 157300 11784 ¥
34.00 L] 2624 -] T4.00 20 157400 11784 ]
ERL) 50 ZLEE ] 75.00 0 15700 11784 3
34.00 BS 53500 176k 5 7600 o 157500 11960 ]
EFEL 56 £3700 2873 5 FT.00 o0 18770 ke ]| 3
38.00 56 ol 5 THL0 9 157800 13281 3
3900 56 57 5 .00 90 157200 12417 3
40,00 55 s7 5 e ol 153000 14707 3
41080 55 54160 ] o 5 #1.060 o 1521430 14857 3
4200 56 40 2% 5 .00 o0 158200 14857 3
43.00 &3 154300 3613 5 83.00 0 153300 15871 ]
44.00 &3 154400 T6 ] 84.00 0 153400 15871 3
45.00 1 EAR00 833 5 25.00 o 15950 1604 3
4400 a3 54500 ns 5 8500 o0 152500 12 3
470 63 5400 4016 5 #7.00 100 153700 172 ¥
48.00 &3 Is4800 4095 5 8400 100 153800 12 3
453,00 G2 4900 4124 5 &9.00 L] 159900 17165 3
Siv.00 &1 5000 A 5 0,60 14 153604 Ao ]
5100 7l 55100 497 5 21.00 100 159100 20301 ]
5200 7l 15500 8 5 FL00 100 157200 031 3
52,00 7l 155300 =i ] 93.00 100 159300 21015 3
54,00 7l 55400 e ] 54.00 L] 15400 2015 3
55.00 7l IS5E00 BEOL ] 95Ot 140 159500 Flpral ]
56.00 7l 55600 5505 5 P00 100 159400 24441 3
57.00 7l S50 5505 5 ¥7.00 109 159700 24441 3
SR 7l el 173 5 S8.00 L] 1%9800 24614 )
5500 7l B5500 &173 5 S50 M 15 IrH0 3
&0.00 7l 55000 [ b d 5 1 0. 0 100 151000 7160 3

Mote: 1. For Reaming fem M.O.Q. requined. OR { minimum onder vaiee of Re_20000-)

2 RH cutling straight flubes will be supplisd as standan,
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HSS TAPER PIN REAMERS

slale

— — - == [<= =

e — = = [ L1

L L

F 3

HSS TAPER PIN REAMERS (TAPER | IN 50)

HAND - IS : 5881 - 1984

MACHINE - 1S : 5918 - 1984

TAPER PIN HAND REAMER

TAPER PIN MACHINE REAMER

PART PART MOQ
CODE CODE NOS.
(MIRTP) (MIRTP)
6 HR20600 1334 MR20600 1334 20
8 HR20800 1807 MR20800 1807 20
10 HR21000 1999 MR21000 1999 20
12 HR21200 2418 MR21200 2418 20
14 HR21400 2722 MR21400 2722 20
16 HR21600 3029 MR21600 3029 I5
20 HR22000 4712 MR22000 4712 I5
25 HR22500 4994 MR22500 4994 10
30 HR23000 6728 MR23000 6728 10
32 HR23200 7379 MR23200 7379 10
40 HR24000 13210 MR24000 13210 5
50 HR25000 22896 MR25000 22896
HSS TAPER PIN REAMERS (TAPER | IN 48)
HAND / MACHINE - BS 328(PART 4) 1983
TAPER PIN HAND REAMER TAPER PIN MACHINE REAMER
PART PART MOQ
CODE CODE NOS.
(MIRTP) (MIRTP)
1/4 HR20008 1242 MR20008 1242 20
9/32 HR20009 1358 MR20009 1358 20
5/16 HR20010 1508 MR20010 1508 20
11/32 HR2001 | 1700 MR2001 | 1700 20
3/8 HR20012 1734 MR20012 1734 20
13/32 HR20013 1942 MR20013 1942 15
716 HR20014 1999 MR22000 1999 15
172 HR20016 2268 MR22500 2268 10
%16 HR20018 2616 MR23000 2616 10
5/8 HR20020 2915 MR23200 2915 10
3/4 HR20024 3671 MR24000 3671 5
7/8 HR20028 4535 MR25000 4535

Note: 1. For Reaming item M.O.Q. required. OR { minimum order value of Rs.20000/-)

2. RH Cutting with straight flutes with will be supplied standard for Hand Reamer Taper Shank, Taper Pin Reamer
will be supplied with Left Hand Helical Flutes.
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HSS M2 TAPER SHANK JIG REAMERS
AS PERIS : 11002 - 1984

FL MM OAL MM PART CODE
P SHANK @ ) (MIRJR2) :gg
MTI 2% 138 150600 20
MTI 3l 150 150700 1049 20
MTI 33 156 150800 1049 20
MTI 36 162 150900 1137 20
10.00 MTI 38 168 151000 1297 20
11.00 MTI 41 175 151100 1297 20
12.00 MTI 44 182 151200 1487 20
13.00 MTI + 182 151300 1767 20
14.00 MTI 47 189 151400 1767 20
15.00 MT2 50 204 151500 1953 15
16.00 MT2 52 210 151600 1953 15
17.00 MT2 54 214 151700 2254 15
18.00 MT2 56 219 151800 2524 15
19.00 MT2 58 223 151900 2524 15
20.00 MT2 60 228 152000 2753 15
21.00 MT2 62 32 152100 3176 15
22,00 MT2 64 237 152200 3176 15
23.00 MT2 66 241 152300 3176 15
24.00 MT3 68 268 152400 4124 10
25.00 MT3 68 268 152500 4466 10
26.00 MT3 70 273 152600 4993 10
27.00 MT3 71 277 152700 4993 10
28.00 MT3 71 277 152800 5446 10
29.00 MT3 73 281 152500 5905 5
30.00 MT3 73 281 153000 5905 5
31.00 MT3 75 285 153100 6835 5
32.00 MT4 77 317 153200 6853 5
33.00 MT4 77 317 153300 8048 5
34,00 MT4 78 321 153400 9266 5
35.00 MT4 78 321 153500 9266 5
36.00 MT4 79 325 153600 9943 5
37.00 MT4 79 325 153700 10631 5
38.00 MT4 8l 329 153800 10631 5
35.00 MT4 8l 329 153900 10631 5
40.00 MT4 8l 329 154000 12220 5
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FL MM OAL MM PART CODE MO:
MT SHANK @y ® (MIRJR2) NoS.
41.00 MT4 82 333 1S4100 12250 3
42.00 MT4 82 333 154200 13687 3
43.00 MT4 83 336 154300 13687 3
44.00 MT4 83 336 154400 15037 3
45.00 MT4 83 336 1S4500 16330 3
46.00 MT4 84 340 1S4600 16330 3
47.00 MT4 84 340 154700 17803 3
48.00 MT4 86 344 154800 19362 3
49.00 MT4 86 344 154900 19362 3
50.00 MT4 86 344 IS5000 21525 3
HSS M2 TAPER SHANK JIG REAMERS
AS PER BS 122 (PART 2) 1964
FL INCH OAL INCH PART CODE
MT SHANK @ L (MIRJR2) :ng
1/4" MTI 7/8 5.5/8 BS0008 20
9/32" MTI | 5.15/16 BS0009 1049 20
5/16" MTI | 5.15/16 BSO010 1049 20
11/32" MTI 1.1/8 6.1/4 BSOOC!I | 1100 20
3/8" MTI 1.1/8 6.1/4 BS0012 1100 20
13/32" MTI 1.5/16 6.11/16 BS0O13 1275 20
7/16" MTI 1.5/16 6.11/16 BSOO| 4 1275 20
15/32" MTI 1.5/16 6.11/16 BSOO|5 1379 20
172" MTI 1.5/16 6.11/16 BS0016 1410 20
9/18" MT2 1.1/2 7.13/16 BSO018 1724 15
5/8" MT2 1.1/2 7.13/16 BS0020 1858 15
11/16" MT2 1.3/4 8.7/16 BS0022 2201 15
3/4" MT2 1.3/4 8.7/16 BS0024 2432 15
13/16" MT2 1.3/4 8.7/16 BS0026 2668 15
7/8" MT2 2 8.7/8 BS0028 3059 15
15/16" MT3 2 9.15/16 BS0030 3916 10
1" MT3 2 9.15/16 BS0032 4284 10
I.1/16" MT3 2.3/8 10.3/4 BS0034 4806 10
1.1/8" MT3 2.3/8 10.3/4 BS0036 5224 10
1.3/16" MT3 2.3/8 10.3/4 BS0038 5689 5
1.1/4" MT3 2.3/8 10.3/4 BSO040 6593 5
1.5/16" MT4 2.3/8 12 BS0042 7726 5
1.3/8" MT4 2.3/4 13.1/8 BSO044 8612 5
1.7/16" MT4 2.3/4 13.1/8 BS0046 9562 5
1.1/2" MT4 2.3/4 13.1/8 BS0048 10228 5
1.5/8" MT4 2.3/4 13.1/8 BS0052 10541 3
1.3/4" MT4 3.1/8 14.5/16 BS0056 14178 3
1.7/8" MT4 3.1/8 14.5/16 BS0060 17092 k]
2" MT4 3.1/8 14.5/16 BS0064 20711 3
Note: 1. RH cutting with LH helical flutes will be supplied as standard. (All items required minimum order value of Rs. 20,000/-.)
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(TYPE'A' ROUGHING / TYPE 'R PFRE-ANISHING / TYPE 'C' FINISHENG)

TYPE'A' ROUGHING

MIRANDA TOOLS

HS5 M2 TAFER SHANK SOCKET REAMERS
ASPERIS: 5907 - |1

F ]

P

- DERCMATING|  GLIAGE DIA_ oAL PART CODE - —
SIrE [ ¥ (FEAST BEDE
0.00 MTI 9.045 137 ATMTOO0 1663 70
100 MTI 12065 142 AZMITO0 1754 o
200 T 17780 72 AZMTO 2604 0
100 MT3 A1 N5 212 ATMTIG 1504 10
.00 MT3 11 2%6F o AT B3 10
500 M5 o o ni ATTDS 1147 5
o0 MTS 1348 s AZMITOG 6366 5

TYPE'B' PRE - FMNISHING

- DESMNATING | GUAGE DIA. oAL PRHT CORE - MOQ

e - o e HO3,

.00 MTI 2045 177 BIMTSO 1663 e
1 .0 MTI 1 1IES 142 BIMTEG 1754 b
T T2 17 I BaMTaL 2604 10
10 HT3 D5 112 B2MTO 3904 T
400 MT2 31 267 263 BZMTO4 ME T
500 MTS PPE™ ™ BIMTES 11476 5
£00 MTS 1.8 L ) B1MTON por | L

TYPE 'C' FINIEHING

- DESMRNATING | CUWGE DIk oL PART CODE - mog

ZE MM o phettSiiioy HOR,

.00 MTI 045 137 T 1 653 H
130 MTI 12085 42 Fore 754 m
200 HT2 17.700 I M 2604 "
300 HT3 L5 212 TS 34 T
400 MTa 11267 %3 T I T
5Im MTa el e i TS 1147 5
Y] HTS 348 s T4 16256 5

Mo ;A o raeguired minkmum order value off R, 20,000,
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TAPER SHANK CORE DRILL HSS M2
AS PERIS: 5386: 1978

S

_ ARk B
{L) (3] {(MIRTY) NOYS,

2.50 MTI ar 148 CO2EG 195 2%
10.00 MTI &7 168 Oz 1000 795 L3
10.75 MTI 4 1 7% CD2Ig7s 7 25
1100 MTI 4 1 7% co2l o0 nr 5
LTS MTI G 1 7% co2lTs 853 brL 3
1200 MTI 1ai 182 CD2 1100 BS3 s
ILTS MTI 1al 182 CD2ITS 899 15
13.00 MTI 1al 182 CD2 1300 1219 br L)
13.75 MTI o8 169 CD21375 1337 5
1400 MTI 108 189 CD2 1400 1337 L)
14.75 MT2 114 112 CD21475 1434 15
1500 MT2 114 112 CD2 1500 1434 15
15.75 MT2 120 1la CD2I575 1487 15
1500 MT2 120 il8 CD2 | &00 1487 15
1875 MT2 125 13 CDI&75 1544 15
17,00 MT2 125 p ik} CD2 1y 1546 15
1775 MT2 130 128 CD2IT7S 18569 15
1O MT2 13 128 CD2 | Exy 1797 15
1870 MT2 135 133 CD2 gAY 2056 15
19.00 MT2 135 133 CD2 1500 2054 15
1970 MT2 140 138 CD2IFFD 2066 15
20000 MT2 140 138 CD2I000 2068 15
2070 MT2 145 M3 CDL0FD 2209 10
11.00 MT2 145 M3 CD22 100 2209 10
.m0 MT2 1 50 B CD22 Ay 2336 10
1200 MT2 1 50 B CD2I00 2336 10
i MT2 155 253 CDLITR) 2624 10
1300 MT2 155 253 CDIII0H 2634 10
1370 MT3 16D 2581 CDILATD 2B&T 5
2400 MT3 160 . | CD22400 3007 5
470 MT3 160 281 CDI247D 3009 5
15.00 MT3 160 281 CD22500 ez 5
15.70 MT3 165 286 CD2ETD ez 5
2600 MT3 165 286 CDI2E00 3758 5
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HSS TAPER SHANK CORE DRILL HSS M2

FL MM OAL MM PART CODE
27.70 MT3 170 29| CD22770 4307 5
28.00 MT3 170 291 CD22800 4562 5
29.70 MT3 175 296 CD22970 5075 5
30.00 MT3 175 296 CD23000 5075 3
31.60 MT4 185 306 CD23160 6181 3
32.00 MT4 185 334 CD23200 6774 3
33.60 MT4 190 339 CD23260 6917 3
34.00 MT4 190 339 CD23400 7587 3
34.60 MT4 190 339 CD23460 8012 3
35.00 MT4 190 339 CD23500 8012 3
36.00 MT4 195 344 CD23600 8619 3
38.00 MT4 200 349 CD23800 9091 3
40.00 MT4 200 349 CD24000 12089 3
42.00 MT4 205 354 CD24200 12451 3
45.00 MT4 210 359 CD24500 14064 3
46.00 MT4 215 359 CD24600 14582 3
48.00 MT4 220 369 CD24800 15939 3
50.00 MT4 220 369 CD25000 18299 3

Note : |. No. of flutes will be supplied as follows.
* Above 9mm to 20 mm -3 Flutes
* Above 20mm to 50 mm -4 Flutes



Reamer Terms - General Features

A % Tang
|
Shank ‘
i R7us
Overall — i 2
Length i Recess
Length
—Fx
Body Helix
Angle Cut
Length
Bevel
Lead
Angle
r A
F 3
Bevel Lead ,_ —Length of
Diamoter Bevel Lead

Recommended Cutting Parameters

MIRANDA TOOLS

Slze of Square

Taper Lead

Length

B

w—— Clearance

Clearance

\/Angle

Centre Hole

Material Cutting Speed m/mim Feed Rate Code Reaming stock allowance in mm
Spiral | Straight | Spiral | Straight| dia. dia. dia dia. dia.
Flute Flute Flute Flute up to up to up to up to up to
émm 1IOmm | lémm | 25mm | 25mm
Steel up to tensile strength 700 Nfmm® 14 11 2, B 0.1-02] 02 0.2-0.3| 0.3-04| 0.4-0.5
Steel above tensile strength 700N/mm’ I 9 C B 0.1-02] 02 0.2 03 | 0.3-04
Cast steel 10 8 D C 0.1-02] 02 0.2 0.2-0.3| 0.3-0.4
Grey cast iron 12 9 D C 0.1-02] 02 0.2-0.3| 0.3-04| 0.4-0.5
Malleable cast iron 10 8 C B 0.1-02] 02 03 0.4 0.5
Copper 17 14 D C 0.1-02] 0.2-03| 03-04| 04-05 0.5
Brass, Bronze 20 17 E D 0.1-02] 02 0.2-03 03 | 0.3-04
Light alloys 17-20 14-18 F E 0.1-02] 0203 03-04| 04-05 05
Plastics 20 16 B A 0.1-02] 02 04 04-05| 0.5
Cutting speeds and feed may vary by 10-15% depending upen specific application
Reamer Feed Chart
FEED Reamer Diameter
CODE Smm 8mm 10mm | 12mm | l6mm | 20mm | 25mm | 30mm | 40mm
A 0.100 0.150 | 0.170 0.185 | 0220 | 0250 | 0.280 | 0.320 0.390
B 0.150 0.180 | 0.210 0240 | 0280 | 0310 | 0360 | 0400 0.500
C 0.185 0.220 | 0.260 0.285 | 0.335 0390 | 0440 | 0480 0.600
D 0.200 0.270 | 0.320 0360 | 0410 | 0470 | 0540 | 0.600 0.730
E 0.250 0.350 | 0.390 0430 | 0500 | 0530 | 0440 | 0.750 0910
E 0.350 0440 | 0.500 0550 | 0.630 | 0.700 | 0.800 | 0.930 1.200

Feed rates are given in mm/rev.
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Common Reamer problems, Causes and Remedies

INDICATIONS

CAUSES

REMEDIES

Reamer produces
oversize holes

Concentricity error of machine.
spindle, holder or tool.

Damaged fit between tool shank,
chuck & collet.

Bevel lead of tool incorrect.
Cutting speed too high.

Feed rate too high.

Unsuitable coolant for work
material.

Correct concentricity error.
Ensure proper fit.

Resharpen bevel lead.
Reduce speed.
Reduce feed.

Use recommended coolant.

Reamer produces
undersize holes

Tool tolerance incorrect.

Material ductile hence contracts
after reaming.

Excessive heating during reaming.
Reamer blunt.

Cutting speed / feed rate too low.
Insufficient stock for reaming.

Use properly designed reamer.
Use quick spiral reamer.

Use sufficient & correct coolant.
Resharpen / change reamer.

Increase speed / feed.

Keep recommended stock for reaming.

Bell mouthing,

Machine spindle non-concentric.

Correct machine error.

Cutting speed too high & feed rate
too low.

Stock removal allowance too small.
Bevel lead incorrect.,

oblong & other hole Bevel lead incorrect. Sharpen reamer correctly.
problems Axis of predrilled hole & reamer Use floating reamer holder.

not in line. Use core drill before reaming.
Unsatisfactory Reamer blunt. Change / resharpen reamer.
surface finish Built up edge on reamer. Use richer coolant, possibly cutting

oil or reduce circular land width to
almost zero.
Adjust speed / feed.

Keep recommended stock for reaming.
Resharpen the bevel lead correctly.

Reamer seizes &
breaks

Back taper incorrect.

Excessive land wear.

Circular land too wide for work
material.

Hard spots in the material.

Stock removal allowance too small.

Material tends to promote jamming,

Refer to the manufacturer.
Reduce speed.
Refer to manufacturer.

Normalize / Anneal material.
Keep recommended stock for
reaming.

Use quick spiral reamers.
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Reamers and their economical application

Reamer Selection

With regard to their application reamers are of two main types.
* Hand reamers

* Machine reamers

Hand Reamers

Hand reamers are turned in the hole by means of a tap wrench which is mounted on the square. The
feeding action is produced manually. To ensure a proper guidance in the hole the taper lead length of
hand reamers is made considerably longer than that of machine reamers.

A Basic Rule For Reaming By Hand : Turn The Tool Only In The Cutting Direction. i.e.
Never Reverse The Tool Contrary To Standard Practice In Thread Cutting. Cutting Edges
Will Become Immediately Blunt If The Reamer Is Turned Back.

Machine Reamers

Machine Reamers are, as the name implies, exclusively designed for use on machines. Depending on

the type of tool carrier, machine reamers can be divided in to the following categories :
* Reamers with straight shank
* Reamers with Morse taper shank
* Reamers with shanks of special design

A further distinctive feature of hand and machine reamers is the geometry of the cutting section,

standardized under the following headings:
¢ Straight- fluted reamers
* | Hspiral reamers

* Reamers with quick spiral (25°/45°) left-hand flutes

Tool with right-hand spiral flutes are only applied in special cases. They produce, like twist drills, a
chip flow up the flutes, which often results in an unsatisfactory surface finish quality.

Reamers with straight flutes are suitable for the machining of blind holes. Here again the absence of
chip space at the bottom of the hole means that swarf must be evacuated up the reamer flutes. For all
other machining tasks, and particularly for interrupted holes (e.g. hole with keyways, intersecting holes
and the like), reamers with left-hand spiral flutes are much more suitable. Chip removal is always in the
direction of the feed and for this reason this flute geometry is used almost exclusively for through holes.

114



M MIRANDA TOOLS

Their application in blind holes is limited to tasks where reaming to the full depth is not required, so

that sufficient space for the chip volume created is available.

A reamer always follows the direction of the predrilled hole and does not correct
alignment error of predrilled holes. Use of core drill after drilling is recommended for
correct reaming results.

Reamers and their economical application

Practical Tips For Reaming

Always use;

* Low cutting speeds

¢ High feed rates

* Good and sufficient coolant

* Floating holders to eliminate alignment errors of drilled hole & spindle axis.

Resharpening Of Reamers

Before resharpening reamers check concentricity between centers and only then decide whether
resharpening is economical. Should diameter and back taper be still within the required tolerance
regrinding of the bevel lead only is sufficient. As a basic rule always resharpen between centers and
position with indexing finger.
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Calculating Tolerance Limits

When it is necessary to define the dimensions of a special reamer, which is intended to cut to a
specific tolerance, eg. D8, this well proven guide can be used.

on the hole on the reamer

|

0.151IT L —a
0.35IT g
g “
; T
= g
) il =
t Flimit of limitoff %
- hole size reamer size| 3
Example of a | 0mm hole with tolerance D8.
Maximum diameter of hole =10.062
Minimum diameter of hole = 10.040
Hole tolerance (IT8) =0.022

The maximum limit for the reamer is the maximum limit of the hole size reduced by 0.15 times the
tolerance for the hole. The value is rounded up to the next higher multiple of 0.00 | mm.

0.15 x Hole tolerance (IT8) = 0.0033

Rounded up = 0.004

The minimum limit for the reamer is the maximum limit of the reamer reduced by 0.35 times the
tolerance for the hole. The value is rounded up to the next higher multiple of 0.00 | mm.

0.35 x Hole tolerance (IT8) = 0.0077
Rounded up = 0.008

Maximum limit for reamer = 10,062 - 0.004 = 10.058
Minimum limit for reamer = |0.058 - 0.008 = [0.050

A similar method can be used for other tolerance when required.
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TAPS
No. Description Pages
| TAPS MANUFACTURING 119
2 ISO METRIC GROUND THREADS - COARSE AND FINE PITCH PRICES
I56175-PART |, 2, 3 - 1992
PART - | { HAND & SHORT MACHINE TAPS ) 120
PART - 2 ( HAND & SHORT MACHINE TAPS ) 120-121
PART - 3 ( HAND & SHORT MACHINE TAPS ) 121-125
PART - 4 ( LONG SHANK MACHINE TAPS ) IS 6175 - 1991 126-127
PART - 5 ( NUT TAPS) IS 6175 - 1991 128-129
3 HSS HAND TAPS - BSW - BS949 ( Part | } - 1992 130
4 HS55 HAND TAPS - BSF - BS949 (Part | ) - 1992 131
5 HSS HAND TAPS - UNC -BS949 (Part | ) - 1992 132
6 HSS HAND TAPS - UNF - BS949 (Part 1 ) - 1992 133
7 HSS HAND TAPS - BSCy - BS949 ( Part ii ) - 1951 134
8 HSS HAND TAPS - BA - BS949 (Part | ) - 1992 135
9 HSS PIPE TAPS - BS949 ( Part | } - 1969 136
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20 SURFACE TREATMENTS 150
21 TROUBLE SHOOTING ACCURACY 151
22 SPECIAL TAPS ENQUIRY 152
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TAP MANUFACTURING

MIRANDA Taps will be supplied in M2, M35, M42 Grade of HSS.

Taps of &7.0mm & below will be supplied with external (male) center on both side or chamfer at Shank side
And ©8.0mm and above will be supplied with internal ( female) center on both side.

TOLERANCE :

Standard Tolerance is ISO Class 2; 6H; 2B; Zone 3; 5G.

Other Telerance like ISO Class 1, 1SO Class 3, 4H, 5H, 7H, 8H, 4G, 6G, IB, 3B, Zonel, Zone2, Zoned.
Or Special tolerance will be maintained as per request of customer.

"We can supply the following Types of Tap with All STANDARD's like ISO , BS , DIN, JIS, ANSI etc
Spiral Flute
Standard Spiral NIB Tap
Basic Taps Pont Right & Left | Right & Left | Right & Left| (H/AH/R &
Eori Hand Hand Hand Lead Guide)
Right Hand & | Right Hand & Standard and
Left Hand Left Hand Slow helix |4 jie Quick helix | pyyppap,
15" -20 30° - 35° 35 -40
Meiiic Size Range Ml to M100 ML.5 to M40 M3toM40 | M3toM40 | M3toM40 | M3toM33
Threads | pitch Range 0.2 to 6.0 mm 0.5t0 3.5 mm
Whitworth | Size Range 1/8" to 3" 1/8"to 1.1.2" /8 t0 1.1.2" | 1/8'to 1.1.2" | 1/8"te 1.1.2"| 1/8"to LI
Threads | o, Range 40 TPl to 3.5 TPI 40 TPIto 8 TPI
Unified Size Range No.0 to 4" 1/8"to 1.1.2" 1/8t01.12 | 1/8't0 1.12" | 1/8"t0 1.1.2"| 1/8"to 1.1/4"
Threads | pitch Range 80 TPI to 4 TPI 80 TPl to 8 TPI
SizeRange | [4BAto0BA I0BAtoOBA | 10BAto0BA| I0BAtoOBA | 10 BAto 0 BA -
BA Threads
Pitch Range 0.230 mmto 1.0 mm =
BSP I Size Range III 6“ to 4" - - - =
BSPT Pitch Range | 28 TPlito |1 TPI . ” . -
NPst/ NpsF 7 |_Size Range st - - - -
NPT /NPTE | Pitch Range | 27 TPito | 1.5 TPI - - - -

APPLICATON & SPECIAL TAPS :
Application Taps or Special Taps can be supplied as per requirement of customer or drawing of Customer or designed by us.
Also Special geometry Taps can be supplied on customer request.

SURFACE TREATMENT & COATING :
We can supply Taps with different surface treaternent and coating like TiN, TiCN, TiAIN,Steam tempered etc.
As per requirement of customer.

MARKING :
Size, Pitch, Brand Name, Material Grade, Batch code.
Or As Per Customer Request.

PACKING :
Split Plastic Box or Plastic Tube.
Or As Per Customer Requirement.




M MIRANDA TOOLS

ISO METRIC GROUND THREADS - COARSE AND FINE PITCH PRICES
IS6175PART |,2 &3 - 1992

PART - | (HAND & SHORT MACHINE TAPS)

— S — % i — e o s D g

iz L -
L
SHANK | THREAD | RECESS |OVERALL SQUARE COARSE PITCH FINE PITCH
SIZE DIA |LENGTH | LENGTH | LENGTH| SIZE |LENGTH CODE PRICE CODE PRICE
PITCH ™1 T 2 L 2 B wrc) |rsmiece| PTH | wrr) | Rs.piece
Ml |o25 | 250 5.50 450 | 3850 | 200 | 400 | MOIO253A | 549 | 020 | MOI2203A | 576
MLI | 025 | 250 5.50 450 | 3850 | 200 | 400 | MII0253A | 549 | 020 | MII0203A | 576

M12 | 025 250 5.50 450 38.50 2.00 4.00 MI120253A 549 020 | MI20203A 576
MIl4 | 030 2.50 7.00 5.00 40.00 2.00 4.00 MI40303A 468 0.20 | MI40203A 524
MILé | 035 2.50 8.00 5.00 41.00 2.00 4.00 MI160353A 468 0.20 | MIs&0203A 524
MI18 | 0.35 2.50 8.00 5.00 41.00 2.00 4.00 MI180353A 468 0.20 | MI80203A 524

M2 0.40 2.50 8.00 5.50 41.00 2.00 4.00 MO20403A 349* 025 | MO20253A 443
M22 | 045 2.80 9.50 6.00 44,50 2.24 5.00 M220453A 349 025 | M220253A 443
M23 | 040 2.80 92.50 6.00 44.50 2.24 5.00 M230453A 349 025 | M230253A 443
M25 | 045 2.80 9.50 6.00 44.50 2,24 5.00 M250453A 349+ 0.30 | M250303A 443
M26 | 045 2.80 9.50 6.00 44.50 2.24 5.00 M260453A 349 0.30 | M260303A 443

PART - 2 (HAND & SHORT MACHINE TAPS) (COARSE PITCH)

——— O E =

13 12 11
L
SHANK | THREAD | RECESS OVERALL_SQUAREW COARSE PITCH

SIZI DIA | LENGTH | LENGTH| LENGTH| SIZE |LENGTH _ FLUTE | SPIRAL P j A
B ] ) T W ki =0 B

M3 0.50 .15 11 7 48 2.50 5.0 MO30503A 204* 243* 272
M35 0.60 3.55 13 7 50 2.80 5.0 M3350603A 204* 243* 272

M4 Q.70 4.00 13 8 53 315 6.0 MO40703A 204® 243* 272%
M45 0.75 4.50 13 B 33 3.55 60 M450753A 217# 272 290

M5 0.80 5.00 16 9 58 4.00 7.0 MO50803A 2|7 272+ 290*

Mé 1.00 6.30 19 11 66 5.00 8.0 MO6 | 003A 2|17% 272% 290*

M8 1.25 8.00 22 13 72 6.30 9.0 MOB1253A 25|* 305* 340*
MI0 1.5 10.00 24 15 80 8.00 1.0 MI0I503A 309* 373* 427




M MIRANDA TOOLS

PART - 2 (HAND & SHORT MACHINE TAPS) (FINE PITCH)
FOIA | LeNGTH | LoneT | LosveH —BZE” TIISRETH eeclaliin

" | mren & H B L = T it “{:‘I-nl':}ﬂ w "w
M3 | 035 | A5 I 7 48 | 250 | S0 | MO20353A | 290 M5 3
M35 | 035 | 355 I3 7 50 | 180 | 50 | MI50353A | 20 M5 3
M4 0s0 | 400 13 B 53 a.18 5.0 FHMEIS0OA, %0 M5 364
M45 | 050 | 450 i3 B 53 355 | &0 | M4S0503A | 290 337 375
M5 | 050 | 500 I6 3 56 | 400 | 7.0 | MOSOS3A | 290 337 388
Mé | 075 | &30 T3 I 66 | 500 | BD | MOKTSIA | 290 3 n
M7 |75 | 710 19 T 66 | 540 | BO | MOPTRIA | 339 407 454
M8 | 075 [ 840 16 13 66 | 630 | 9.0 | MOBO7EIA | 339 407 454
M8 | 1 | & 1] 2 69 6 | 90 | momoma | e 7 e
M | 1 [ 900 19 14 &9 710 | oo | Mosiacaa | 3sie 4279 190%
Mio | 1 | 100 | 20 I5 76 | 800 | 1.0 | MicionsA | asI® 427 450"
Min | 125 [ oo | 2 IS 76 | eoo | 1Lp | Mi2s3A | xie 427 450

PART - 3 (HAND & SHORT MACHINE TAPS) (COARSE PITCH)

s
- ]
— PR ToasHO ! @ _________
BQUANE COARSE PITCH
WAL (| TR | SRR STR.FLUTE | SPIRAL PORNT| SPIRAL AT
SIE pmoy| O | LTWTH | IO Sum |UNGTH) et | onucm | owon | oncn
o1 " L n B PRICE REPIECE

M1 | 050 | 224 T @ 180 | 40 | Mo0SHsA D) 73 217
M35 | D60 | 250 13 50 200 | 40 | MESDGOIA 219 273 7
M4 | 070 | S 13 53 250 | 50 | MO40703A 229 73 3y
M45 | 075 | 355 13 53 280 | 50 | MMSOTSIA 243 289 37
M5 | o8B0 | 400 T3 [T 35 | &0 | MOs0A0dA 242 289% 37
Mé 1.0 450 19 56 355 LH MO | D03 243 Fo EEF o
M3 | 125 | &30 2 7 500 | 80 | MOBIZS3A 202 e 77
Mo | 150 | 8.0 24 a0 630 | 90 | MIDI50NA 330 408" 461*
MI2 | 175 | 9 29 89 710 | 100 | MI2I7s3A 490 5870 &7
M4 | 200 [ 1120 ) v 900 | 120 | MI42003A 696e a0 lozs®
Ml1s 100 1250 3 102 18,00 130 MIS2003A L e |1y
Mig | 250 | 1400 37 nz2 | 1ao | 140 | Miss0A I0iz= 12042 1434
M® | 250 | I1400 37 nz2 | 1nas | 140 | mMozsoaa 13200 I516* 1912
MB | 250 | le00 ) 8 | 1250 | 1a0 | M222503A 13740 597 1983
M | 300 [ 1800 45 130 | 1400 | 1m0 | Mada00A 1546% 1776 2153
M1 | 300 | 1800 45 130 140 | 180 | M253003A 1932 2608 :
M¥% | 300 | 2000 45 135 160 | 200 | re73003A 2381 2976 7
M3 | 350 | 2000 8 138 160 | 200 | ME0as0AA |  2e&° 3328 -
M3 | 250 [ 2240 5l 151 a0 | xo | maaassa 3250 4287 -
M3 | 400 | 2500 57 162 | 200 | 240 | MosdonaA | 4521 5451 -
M3 | 400 | 2800 &0 70 | 24 | 260 | MO%4003A 5250 - -

21



MIRANDA TOOLS

PART - 3 (HAND & SHORT MACHINE TAPS) (COARSE PITCH)
haEnn | o SQUARE CQAI!SE rrrcH_ _ _
SIZE smx LENGTH oLEv:m. SIZE | LENGTH PART pirbincdial | Rdmvepyt i gt
PITCH : (WUF) (WUCP) {wucm)
al 1 L a 3 LobE PRICE RS./PIECE
M42 | 450 | 268.00 60 170 224 | 260 M424503A 6204 _ -
M45 | 450 | 31.50 67 187 25 28.0 M454503A 8338 : =
M48 | 500 | 31.50 67 187 25 28.0 M485003A 8901 . .
M52 | 500 | 3550 70 200 28 31.0 M525003A 11155 ; -
M56 | 550 | 3550 70 200 28 31.0 M565503A 15985 s .
Mé0 | 550 | 40.00 76 21 315 34.0 M605503A 16733 5 =
Meéd | 600 | 40.00 79 224 315 340 M646003A 17601 - -
Mé8 | 6.00 | 45.00 79 234 355 38.0 M686003A 21965 - -
M72 | 600 | 4500 79 234 355 38,0 M726003A 29572 2 -
M76 | 600 | 5000 83 258 40 420 M766003A 36168 - -
M80 | 600 | 5000 83 258 40 420 M806003A 43689 - -
M85 | 600 | 5000 86 261 40 420 M856003A 53952 : -
M% | 600 | 50.00 86 261 40 420 M906003A 67338 : =
M95 | 600 | 56.00 89 279 45 46.0 M956003A 84784 _ -
MI00 | 600 | 56.00 89 279 45 46.0 1006003A 104765 g .




MIRANDA TOOLS

PART - 3 ( HAND & SHORT MACHINE TAPS ) FINE PITCH

MOS X034
MO% 10034
MIDI003A
MIGI2I53A
MI21003A
MIZ1253A
MI11503A
MI41003A
M141253A
MI41503A
MI&1003A
MI&1503A
M1GI003A
M1 B1503A
M1 B203A
g HIEE
PR2OZ003A
M| 5034
MELDADA,
M24| 503A
PR242003A
M25 | 5034
M25I003A
M6 5034
MIEI00%A
M7 | 5034
MEFi003A
M2B 1 503A,
M2BINATA
M3 5034

MabI00 1A

HERunabannetyELBbelehbEEEsEas




M MIRANDA TOOLS

PART - 3 ( HAND & SHORT MACHINE TAPS ) FINE PITCH
SHANK | THREAD |OVERALL St .
SIZE | PITCH DIA |LENGTH |LENGTH| SIZE LENGTH PART ([Tl TORiT| SPWL BT
- cope | WU | oum | e
d1 1 L a 13 PRICE RS/PIECE
M30 3.00 20.00 45 138 16.00 20,00 M303003A | 2990 | 3738 .
M32 1.50 2240 37 137 18.00 22.00 M321503A | 3151 | 3939 -
M32 2.00 2240 37 137 18.00 22.00 M322003A | 3151 | 3939 -
M33 1.50 22.40 37 137 18.00 22.00 M331503A | 3651 | 4564 ;
M33 2.00 2240 51 51 18.00 22.00 M332003A | 3651 | 4564 E
M33 3.00 22.40 51 H 18.00 22.00 M333003A | 3651 | 4564 =
M35 1.50 25.00 39 144 20.00 24.00 M351503A | 5051 | 6314 -
M36 1.50 25.00 39 144 20.00 24.00 M361503A | 5051 | 6314 -
M36 2.00 25.00 39 144 20.00 24.00 M362003A | 5051 | 6314 =
M 36 3.00 25.00 39 162 20.00 24.00 M363003A | 5051 | 6314 Z
M39 1.50 28 39 149 2240 26.00 M391503A | 6268 - -
M39 2.00 28 39 149 22.40 26.00 M392003A | 6268 - -
M39 3.00 28 60 170 22.40 26.00 M393003A | 6268 - -
M42 1.50 28 39 149 22.40 26.00 M421503A | 7004 - -
M42 2.00 28 39 149 22.40 26.00 M422003A | 6981 - -
M42 3.00 28 60 170 2240 26.00 M423003A | 6981 - -
M42 4.00 28 60 170 2240 26.00 M424003A | 6981 - -
M45 1.50 315 45 165 25.00 28.00 M451503A [ 9660 - -
M45 2.00 315 45 165 25.00 28.00 M452003A [ 9660 - -
M45 3.00 315 67 187 25.00 28.00 M453003A | 9660 - -
M45 4.00 315 67 187 25.00 28.00 M454003A | 9600 - -
M 48 1.50 315 45 165 25.00 28.00 M481503A | 10114 - -
M48 2.00 315 45 165 25.00 28.00 M482003A | 10114 - -
M48 3.00 315 67 187 25.00 28.00 M483003A [ 10114 - -
M48 4.00 315 67 187 25.00 26.00 M484003A | 10114 - -
M50 1.50 315 45 165 25.00 28.00 M501503A | 11040 - -
M50 2.00 315 45 165 25.00 28.00 M502003A | 11040 - -
M50 3.00 315 67 187 25.00 28.00 M503003A | 11040 E =
M52 1.50 35.5 45 175 28.00 31.00 M521503A | 12363 “ :
M52 2.00 355 45 175 28.00 31.00 M522003A | 12363 : -
M52 3.00 355 70 200 28.00 31.00 M523003A | 12363 = -
M52 4.00 355 70 200 28.00 31.00 M524003A | 12363 - -
M356 1.50 35.5 45 175 28.00 31.00 M561503A | 16445 - -
M 56 2.00 35.5 45 175 28.00 31.00 M562003A | 16445 - -
M56 3.00 355 70 200 28.00 31.00 M563003A | 16445 G :
M56 4.00 35.5 70 200 28.00 31.00 M564003A | 16445 - =
M0 1.50 40 48 193 31.50 34.00 M601503A | 18348 2 7
M0 2.00 40 48 193 31.50 34.00 M602003A | 18348 5 i
M0 3.00 40 64 209 31.50 34.00 M603003A | 18762 - =

124



PART - 3 ( HAND & SHORT MACHINE TAPS )

FINE PITCH

64 _ M6D4003A
M 64 1.50 40 48 193 31.50 34.00 M641503A | 19901 - -
M 64 2.00 40 48 193 31.50 34.00 M642003A | 19901 : B
M 64 3.00 40 &4 209 31.50 34,00 M643003A | 19901 = =
M 64 4,00 40 64 209 31.50 34.00 M644003A | 19901 : z
M 68 1.50 45 48 203 35.50 38.00 M68I503A | 24754 . .
M 68 2,00 45 48 203 35.50 38.00 M682003A | 24754 3 :
M 68 3.00 45 &4 219 35.50 38.00 M683003A | 25070 : -
M 68 4,00 45 &4 219 35.50 38.00 M684003A | 25070 = z
M72 4.00 45 79 234 35.50 38.00 M724003A | 27600 = =
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MIRANDA TOOLS

IS5 6175 PART - 4 1991 {LONG SHANK MACHINE TAPS) {COARSE PITCH)

| 1l
oo w1 . = e —— — h.
+ | H] — I, |
y L
SHANK | THREAD | OVERALL BQUN w T SRAL
" M L . B PRICE REPIECE
M3 | 650 | 234 1T 6 180 | 400 | MO30S00A 29 337+ 167
M35 | 060 | 1250 130 68 200 | 400 | M3SOS0A 2 337 367
M4 | &p0 | 3.5 2.0 7 250 | 500 | MO4OTmA 2928 ne 387
M45 | 075 | 355 130 7 280 | 500 | M450753A 312 371 39|
M5 | 080 | 400 180 79 315 | &m0 | MOSOBMEA 312" 371* 29|
M6 | 100 | 450 ) ™) 355 | 600 | MOSIGOGA 3 3957 426
M8 | 125 | &30 220 97 500 | 800 | MORIZSIA 370" e 463
M0 | 150 | Boo 4.0 06 | 630 | 500 | MIOIS0A FrYT s42% 7Y
MiZ | 175 | 900 290 19 700 | 1000 | MIZI753A 653" T64n 838
Mi4 | 200 | IL20 | 300 127 | 900 | 1200 | MI4200A 941 1107 1272
Mis | 200 | 1250 | 320 137 | 1000 | 1300 | MI6Z000A 941" 107 1273
Mia | 250 | 400 | 370 149 | 1120 | 1400 | MIS2SmA ) 1551 1748
M2 | 250 | 400 | 370 49 | 1130 | 1400 | MIOI500A 1619 1903 2062
MZL | 250 | 1600 | 380 IS8 | 1250 | 1600 | MZII5EA 1799 2110 2082
M2 | 300 | 1800 | 450 172 | 1400 | 1800 | M43003A 2007 2366 2629
ML | 300 | 1800 45 I 140 | 180 | MZ53003A 2648 : :
MZ | 300 | 2000 45 180 160 | 200 | M2PIOmA W : -
M3 | 350 | 2000 r) 83 160 | 200 | M303500A 3403 7 Z
M3} | 250 | 2240 51 201 a0 | 220 | M33smA 1987 - :
M35 | 400 | 1500 57 215 200 | 240 | M3E40A 5199 - -
M3 | 400 | 2800 @ 225 224 | 260 | MIsMocaA 6262 : :
M4 | 450 | 2800 &0 235 24 | 260 | M4450IA 7147 _ -
M4 | 450 | 3150 & 247 35 | 280 | MM54SG3A 9585 ; :
Mo | 500 | 2150 67 U7 % | 280 | MessomA T . -
M52 | 500 | 3550 0 265 B | 310 | MSZ5000A 12478 : :
MS6 | 550 | 23550 70 25 8 | 310 | MsesstmA 15054 - -
Med | 550 | 40.00 76 294 IS5 | 340 | MSASSOIA 18952 7 z
M&t | 400 | 4000 7 297 A5 | 340 | MesedA | 21384 : :
Méd | 600 | 4500 ™ a2 35 | 380 | MEBSOOIA | 2977 - z
PART - 4 (LONG SHANK MACHINE TAPS) (FINE PITCH)
SHANK | THREAD | OVERALL BN : ":':.T
szE | | DA | IENGTH |LENGTH | smE |LENGTH| maar g TYEER (WMP)
# n L " D i PRICE RS PIECE

M3 | 035 | 224 T 7] 180 | 400 | MOBOIS3A 364 487

M35 | 035 | 250 13 88 200 | 400 | M350353A 408 449

M4 | 050 | 315 13 e 250 | 500 | MOMSO3A 354 425

M45 | 050 | 355 13 7 280 | 500 | M450503A w2 449




MIRANDA TOOLS

PART - 4 (LONG SHANK MACHINE TAPS) (FINE PITCH)
SHANK | THREAD | OVERALL SQUARE . T:;: EA_"::':H ——————
SIZE | PIMCH| DIA | LENGTH | LENGTH | S§IZE |LENGTH PART (WWF) TYBEB (WMFP)
ol T L 2 3 CODE PRICE RS./PIECE
M5 0.50 4.00 16 79 3.15 600 | MO50503A 392 449
M6 0.75 4.50 19 89 3.55 600 | MO60753A 392 464
M7 0.75 5.60 19 89 4.50 700 | M070753A 445 523
M8 0.75 6.30 16 9l 5.00 8.00 | MOB0O753A 445 523
M8 1.00 6.30 19 97 5.00 8.00 | MOBI003A 416* 496
M9 1.00 7.10 19 97 5.60 800 | MOSI003A 491 577
MI0 1.00 8.00 20 108 6.30 9.00 | MIOI003A 491* 577
MID 1.25 8.00 20 108 6.30 900 | MI0I253A 50% 601
M2 1.00 9.00 20 110 7.10 10.00 | MI2I003A 746 859
M2 1.25 9.00 24 19 7.10 10.00 | MI21253A 697 828
M2 1.50 9.00 29 19 7.10 10.00 | MI21503A 697* 828
M 14 1.00 11.20 22 124 9.00 1200 | MI41003A 972 1142
M 14 1.25 11.20 25 127 9.00 1200 | MI41253A 936 1105
M 14 1.50 11.20 30 127 9.00 1200 | MI41503A 936% 1105
M6 1.00 12.50 22 127 1000 | 13.00 | MI&IO03A 972 1142
M6 1.50 12.50 32 137 1000 | 13.00 | MI&I503A 936* 1105
Mig 1.00 14.00 22 135 1120 | 1400 | MI8IO03A 1543 1815
MI8 1.50 14.00 29 142 1120 | 1400 | MI8I503A 1508 1776
MIi8 | 200 14.00 37 149 1120 | 1400 | MI82003A 1508 1776
M20 .50 14.00 29 142 1120 | 1400 | M201503A 1963* 2320
M20 | 2.00 14.00 37 149 1120 | 1400 | M202003A 1963 2320
M22 .50 16.00 33 153 1250 | 1600 | M221503A 2031 2393
M22 | 200 16.00 38 158 1250 | 1600 | M222003A 2031 2393
M 24 1.50 18.00 35 172 1400 | 18.00 | M241503A 2272 2678
M24 | 200 18.00 35 172 1400 | 18.00 | M242003A 272 2678
M 25 .50 18.00 35 163 1400 | 1800 | M251503A 2947 3493
M25 | 200 18.00 35 163 1400 | 18.00 | M252003A 2947 3493
M 26 .50 18.00 35 163 1400 | 1800 | M261503A 2914 3440
M26 | 200 18.00 35 163 1400 | 18.00 | M262003A 2914 3440
M27 | 150 20.00 37 172 1600 | 2000 | M271503A 3486 4419
M27 | 200 20.00 37 172 1600 | 2000 | M272003A 3486 4419
M28 1.50 20.00 37 172 1600 | 2000 | M28I503A 3767 5173
M28 | 200 20.00 37 172 1600 | 2000 | M282003A 3767 5173
M30 .50 20.00 37 172 1600 | 2000 | M301503A 3927 -
M30 | 2.00 20.00 48 172 1600 | 2000 | M302003A 3927 -
M30 | 3.00 20.00 48 183 1600 | 2000 | M303003A 3927 -
M32 1.50 2240 37 187 1800 | 2200 | M321503A 4341 -
M32 | 200 240 37 187 1800 | 2200 | M322003A 4341 -
M33 1.50 22.40 37 187 1800 | 2200 | M33I503A 4741 -
M33 | 2.00 2240 51 201 1800 | 2200 | M332003A 4741 -
M33 | 3.00 240 51 201 1800 | 2200 | M333003A 4741 -
M 35 1.50 25.00 39 197 2000 | 24.00 | M351503A 6595 -
M38 1.50 25.00 39 197 2000 | 24.00 | M361503A 6595 -
M36 | 200 25.00 39 197 2000 | 24.00 | M362003A 6595 -
M36 | 3.00 25.00 39 224 2000 | 2400 | M363003A 6595 -




MIRANDA TOOL1S

IS 6175 PART - 5 1991 (NUT TAPS) (COARSE PITCH)
-ﬂl
e — @{i """""""" R
it e e gy el T : —HJ ] “-_
SHANK | THREAD | OVERALL ot ;rmm
SIFR MTCH = 1% LEMGTH | LENGTH SIE LEMGTH CODE FISCE RS PIBCE
pr H L . o {wven)
M& 1.00 4,50 310 1100 A5E &.00 MDE 10 3A 457=
Ma 1325 &30 400 1250 5.00 B.oO MOBI253A 512=
MIia |50 B.DG 450 1400 8.3 9.00 M 100 5034 692
Miz 1.75 S.00 500 |80.0 714 | .08 MI2N 54 1067
Mie | 200 | Tl | %0 | 2000 T 200 MI42003A 475
MIié .00 |2.50 &3.0 2000 [L1E1] 13.00 M | 6200 3A 1479
MlB 250 |4.00 &3.0 20 109 | 4.5 M |B250 34 21&l
M0 250 |4.00 ToL 2500 1140 |4.00: MI0E50EA F- 1|
2% LED | 600 S0.0 00 13150 [41] M50 ooyl
m# | 30 | a0 | eo | a0 | 4 5.0 M2AB00A 3324
M35 300 |8.00 B0 200 |4.80 18.00 M253003A ITE
MaF 3.00 2000 0.0 3150 1600 20.00 M27300 44, 5108
M1 3.50 20,00 1 k] 31580 16,00 20,06 MINISHTA - xh |
M3 3.50 22 40 1100 3550 18,08 8] [GEEEL"ET Y TU
Mk 4.00 15,00 [10.0 4000 20,0 24.00 MISH0ZA 9185
M3y 4 .00 28,00 1250 4000 22449 2800 39000 34, |48
M4z 450 B0 1250 450.0 12449 28 00 MA2450 34, | 339
M 45 4,50 3150 1408 5800 1500 28 MAEASATA 157285
M4g 5.00 3150 140.0 5000 25.00 28500 MABSHIZA, |a298
PART - 5 (NUT TAPS) (FINE PITCH)
SHANK | THREAD | CVERALL .t :rlm
Lra ] MTOH BiA LENGTH | LENGTH HIE LEMGTH CODE PRCE REPECE
p H L . B (W)

MT .75 5.60 35.0 1160 4.5 7.00 MOTOFS A 545
MB ors &30 A0, 150 .00 500 MOBOTS A G4
MB | ok &30 400 |2.50 5.00 B0 MOE | GO2A EG
MMe | .00 7-10 40,0 1 40.60 580 B.D0 MO 1 B0AA £05
MIid |.DD B.00 450 1 60,0 £.30 .00 MI01003A 606
MIiD 1.25 .00 45.0 100.0 5.30 500 MIDI253A T
Mil 100 5,00 E0.0 80,0 710 [ F MIZ 10034 T
Mt .25 9.00 oo 180, .10 1 M2 12534 1250
MIi2 |58 .00 0.6 | B 7. 18 | G0 MI2 15034 | 250
M4 | 0 [1.20 LT 4] 200.0 900 | 2.00 M4 B03A 1250
Mi4 1325 11,20 S&.0 200.0 2.00 | .00 Mi412534 | B4
M4 |.50 11.20 58.0 200.0 5.00 | .00 M 1415034 | B54
MIé 1.0 1150 3.0 200.0 10,080 R M5 DDA [ B
MIs 1.50 1150 &1.0 2000 1004 1300 Mg I 503A |84
Mla | oG | 400 61.0 220.0 | 1.2 |4.00 MIBIGO3A | 864
MIB | 50 1460 &30 220.0 1120 | 400 MIiaI50aA 2513




M MIRANDA TOOLS

PART - 5 (NUT TAPS) (FINE PITCH)
: SHANK | THREAD |OVERALL o SQUARELENG“_I P::::_E EIRGH
SIZE PITCH DIA |LENGTH |LENGTH 2 CODE PRICE RS./PIECE
d1 " L a i3 (WVFN)
M8 2.00 14.00 63.0 220.0 11.20 14.00 MI182003A 2522
M20 1.50 14.00 700 250.0 11.20 14.00 M201503A 2522
M20 2.00 14.00 700 250.0 11.20 14.00 M202003A 3237
M22 1.50 16.00 80.0 280.0 12.50 16.00 M221503A 3237
M22 200 16.00 80.0 280.0 12.50 18.00 M222003A 3437
M24 1.50 18.00 80.0 280.0 14.00 18.00 M241503A 3437
M24 2.00 18.00 80.0 280.0 14.00 18.00 M242003A 4086
M25 1.50 18.00 80.0 280.0 14.00 18.00 M251503A 4086
M25 2.00 18.00 80.0 280.0 14.00 18.00 M252003A 4592
NOTES : COARSE PITCH :
A set of Non-serial taps consists of Taper, Second, Bottoming Type"A" - 5 Deg. Taper with long taper lead
IS 6175 Part 1: Design will be supplied upte and including 2.6 mm Type'B" - 10 Deg. Taper lead angle with spiral point
IS 6175 Part 2: Design will be supplied from 3 mm to 10 mm including 10 mm Type"C" - 20 Deg. Taper angle with short lead
IS 6175 Part 3: Design will be supplied above 10 mm. Type'D" - 10 Deg. Taper angle without spiral point

Items marked with * are stockable [tems. Remaining all items required minimum order value of Rs. 20000/ - OR
I mmto 6 mm 100 Nos. 7 mm to 16 mm 50 Nos. 18 mm to 24 mm 10 Nos. 26 mm to 36 mm 05 Nos. & Corresponding inch size.

The tap sizes up to Mé will be supplied with male centers on both sides. Above Mé taps will be supplied with female centers on both sides.
Serial Taps at 5% extra M35 Material 359 Extra Left Hand Taps at 25% extra M42 Material 559% Extra

NOTES : FINE PITCH :

A set of Non-serial taps consists of Taper, Bottoming

IS 6175 Part |: Design will be supplied upto and including 2.6 mm Type"A" - 5 Deg. Taper with long taper lead
IS 6175 Part 2: Design will be supplied from 3 mm to 10 mm including 10 mm Type"B" - 10 Deg. Taper lead angle with spiral point
IS 6175 Part 3: Design will be supplied above 10 mm. Type"C" - 20 Deg. Taper angle with short lead

Type"D" - 10 Deg. Taper angle without spiral point
Serial Taps at 5% extra M35 Material 35% extra

Left Hand Taps at 25% extra. M42 Material 55% extra
The tap sizes up to Mé will be supplied with male centers on both sides. Above Mé taps will be supplied with female centers on both sides.

Items marked with * are stockable [tems. Remaining all items required minimum order value of Rs. 20000/ - OR

| mmto 6 mm 100 Nos. 7 mm to 16 mm 50 Nes. 18 mm to 24 mm 10 Nos. 26 mm and above 05 Nos. & Corresponding inch size

Prices inclusive of Excise duty at current rates.

VAT, Sales Tax, Octrei & other Government Levies will be changed extra as applicable.




MIRANDA TOOLS

HSS HAND TAPS - BSW

BS5949 (Part - 1) -1992
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F n L n o PRICE RE/PECE
I 275 (4| 25| 1100 | 700 | 4800 | 250 500 | IoiB408A | 2120 259 | 0@ =
W& | 4762 |24 | 500 | 1600 | 900 | 5800 | 400 700 | i | 2120 159 | 195 .
I 6350 | 20 | 630 | 1900 | 1100 | é400 | 500 200 | IDM208A | 2288 | 279 | 334 | 478
WIE | 7938 | 18 | 80O | 2200 | 1300 | 7200 | &30 9.00 | ISislesA | 2530 307 | 342 | 521
w 9535 | 16 | 000 | 2400 | 1500 | 8000 | @00 11.00 | I038I66A | 301* | 366 | 421 | &4
e | 102 | 14 | Boo | 2500 | ooo | 8500 | &30 900 | I7I6146A | 392 489 | 557 | as4
2 | 1270 [ 12| %00 | 2900 | 000 | 8900 | 7.0 1000 | IDIZIZ6A | 488* | 587 | &77 | 1063
@& | 14288 | 12 | 11.20 | 3000 | 000 | 9500 | 9.00 1200 | 19181264 | 708| 79 | 1041 | 1479
5% | I5875 | Il | 1250 | 3200 | o000 | 10200 | 1000 13.00 | I05BIIGA | 708* | 879 | 1041 | 1479
/18" | 17462 | 11 | 1400 | 3700 | o000 | 11200 | 1120 1400 | I1I6116A | 989 | 1187 | 1405 | 1@18
¥4 | 19050 | 10 | 1400 3700 | 000 | 11200 | 1120 1400 | 1034106A | 1029 | 1214 | 1444 | 2164
7O | 22225 | 9 | 1600 3800 | 00O | 11800 | 1250 1600 | 1078096A | 1387 | 1613 | 1983 | 2925
I* 25400 | 8 | 1800 | 4500 | ome | 13000 | 1400 1800 | 110o086A | 1Bo2* | 1932 | 2383 | 3
LA | 28575 | 7 | o] 4e00 | ome | 1300 | 1600 2000 | [118076A | 2432 - - | 5138
L | nigse | 7 | e | sie | ome | isioo | 1800 100 | 14076 | 21921 - - | &3¢0
1% | 3495 | 6 | 2500 5700 | om0 | 160 | 000 | 2400 | 1120068A | 72| - - | 739
LI | 3mioo | & | 2800 somo | omo | 1700 | 240 2600 | 112066 | 4523] - - | s1ea

Motes : Sarial Taps at 5% coctrn / Left Hand Taps ot 25% eocirn. M5 Material 35% exora / M4l Materisl 55% eodra




HS5 HAND TAPS - BSF

BS949 (Part - 1) -1992

MIRANDA TOO1S
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L 1] H L ] 44 PRICE RS PIRCE

s 4761 | 31 | 500 16.00 .00 56.00 400 7.00 Bl6336A | 217 | 259 | 295 -
I 6350 | 26 | 63 19.00 11.0G &6.00 L a.nn 0142688 | 22p= e 24 478
&le F93m | 11 | 8O0 | 23200 13.00 72.00 &30 .00 15162368 | 250= 7 M1 LY
aw 9515 | 10 | K| 248K 1550 L0 A0 1100 | MEMO0SA | 300™ | 345 | 421 53
7fe M2 | 18 | B0a | 2500 LT 85,00 640 .00 IFIGIB6A | 392 43 | 557 Bo4
i 1230 | 16 | 500 | 2900 e #9.00 710 10.00 RiXlseA | 4080 | 547 | 477 | Iné3
g 4088 | |6 [ 10120 | 3000 4.00 95.00 .00 12 G M141eah 708 a7 | 104l | 1479
58" 15878 | 14 [ 1250 | 3200 0.00 1 om 1000 13.00 W58 | 464 7o are | 14l | 1479
1 If16" 17462 | 14 | 1400 | 3700 0.00 | 1200 1120 14.00 I&al464 | 929 | 1187 | 1405 | |88
yy 19050 | 12 | 490 | 3790 0.00 11200 11326 14.00 HMI26A | 1029 | 1214 | 144 | 2184
wr 015 | 1| 60| 3800 000 1 18,00 1250 1800 OFRIISA | [387 | 1413 | 1983 | 2928
I" 25400 (10 | 1890 ( 4500 0.0 | 3000 14.00 18.00 IDI06A | 1802 | 1932 | 2383 | 3813
.1 2575 | 97 | 2000 | 4800 ¢.00 | 3800 16.00 20.00 1180968 | 2432 - - 5135
L1 AT | 9 | 2240 | ELO0Q 0,00 151.00 18.00 22.00 1140964 | 292| - - &350
L.aw M55 B | 2500 | 500 o400 16200 | 20.00 24.00 11390858 | 3772 - - 7539
L 3000 | 8 | 2800 | 00 LT ] 1700 | Xi4h 26,00 IN1I005A | 45722 - - 9163

Notes 1 Serlal Tups ot 596 sertes / Lol Hoeed Tiges ot 28% axtra MOS Metwrlsl 359% strw / MO Mateeisl BE39% axtra
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M MIRANDA T001S

HSS HAND TAPS - UNC
BS949 (Part - 1) -1992

woraa (U TS0 | s S S | e o S |
BIE | “Tpg |TM| DA IBNTH o | LEWTH | SZE | LENGTH | ooy | rioy| trom| oviumy | TA®
@ | n L 2 B PRICE RAPIECE

Mol 854 | &4 | 250 8.00 550 41.00 200 400 MO0 &bA 470 - - 5
Mal 2084 | 56 | 2180 950 450 44 50 124 500 MNENEREGEA 1~ 1) - - -
Mo4 2845 | 40 | AI5 1109 T 483,00 is0 500 OS8R, 212 - - -
Mo § 175 | 4 .15 1100 T 48.00 150 5.00 OOSH0ES, 212 15% 195 -
Mo b 3505 | 32 | 355 1300 Fo0 50.00 180G 5.00 MODEITEA, 212 | 259 295 =
Ma @ 4166 | 3 | 450 13.00 a.00 53.00 155 5,00 MODET A, 212 5% 295 -
e 10 440 (M | 504 16,00 204 Ea.00 4.00 .00 Mol (st 202 | 5% [ 29 -
Mo 12 5486 | 24 550 1700 9.0 6200 4.50 T.00 MO X458, 218 | I73 N =
[\ LITE | 40 355 13.00 F0 50.00 2180 5.00 W 2664, 21| 15% 308 =
ETil 473 | 32 | 500 14600 9.00 Ean 400 700 3aH8A | 212*| 259 295 .
I 4380 | M [ &30 1900 11.00 &6.00 L] B.O0 HHAX0EA | 2MR | 279 4 478
L1y 7937 | 18 | BOG | 2200 1300 100 &30 .00 ISI6186A | 252% | I0F | 342 511
" 9515 16 | 1000 ( 2400 15.00 8000 800 11.60 1038 | 664, MWi=| I66 411 634
& I.112 | 14 | B4 2500 L1711] 85.00 &30 200 17161468 3| 489 557 854
fr g 1A | 13 | 968 2908 L1314 #9.00 .16 1 0.5 Wixlseh | 486% | SBF &F7 | 1os3
ole I4.08% | 12 | 10X | 300 .00 95,00 2.00 1100 &1 5A O | BT | 1041 1473
o 15875 | 18 | 1250 | 3200 LT ] 10200 10.00 13.00 51 164 Tobs | 9% | 1041 |47
1 If1#° 174863 | 11 | 1400 ( 3700 000 | 1200 1120 14.00 11161164 989 | 1187 | 1405 1918
ur 19050 | 10 | 1400 | 3700 000 | 12200 1120 14.00 041068 | 1039* | 1204 | 1444 | 2184
™ nns |9 16400 | 3800 .00 1 1800 1250 1600 H7a0%eh 1387 | 1613 [ 1983 | 2938
I" SA00 | B | B0 | 4580 .00 1 30,00 14.00 18.00 1000BSS, | 1B02= | (932 | 1383 | |3
.1 575 | 7 | 2000 | <4800 L1144 | 3800 1 6.00 20.00 10 1807EA 432 - - 5135
L1 ATS | T | 2240 ( 5100 000 15100 18.00 2200 IN40784 | 2931 - - 5180
134 34925 | 6 | 2500 | 5700 000 | 6200 .00 24.00 10 580668, i - - T63%
L2 HMI00 | & | 2800 | 000 .00 1 700 2240 26.00 IX0seA | 4500 - - 10 |

MNotns : Serlal Taps st 5% mctre / Laft Hand Thps st 25% extrs M35 Materisl 35% axtre / M41 Material 55% extra
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MIRANDA TOO1S

HSS HAND TAPS - UNF
BS94% (Part - 1} -1992
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o DiA LENGTH (WTID) | (WTIF) | (WTIT}
M H L a n PRICE RS.PIEECE
Mo D 1.52¢ | 80 | 250 | 840 500 4100 | 100 400 | NODDBOSA | 470 | - = :
Mol 1854 | 72 | 250 | 800 5.50 4100 | 200 400 | NOOITZBA | 470 | - 3 -
Mo} 2084 |64 | 280 | 950 £.00 4450 | 224 500 | NOOZ&deA | 250 | - - -
Na4 a5 |48 [ 35S | 100 | T a0 | 250 500 | NODd4seA | 202 | - E 7
No5 1175 [ 44 | A5 | 1M | T 4900 | 150 500 | NOOS448A | 212 | 2159 | 295 :
Mo 3505 (40 | 355 | 1300 | YOO 5000 | 280 500 | NOOGHOSA | 212 | 25% | 295 -
Nafl 4166 | 36 | 450 | 1300 | 800 5300 | 355 S00 | NOOBISSEA | 212 | 259 | 295 .
MNolo | 4826 |32 | 500 | 100 | 900 5400 | 400 700 | NOIORGA | 212 | 259 | 295 -
Nell | 5466 |28 | 540 | 1700 | %00 6200 | 450 700 | NOIZIGSA | 18| 271 | 95 -
f. 3 2175 |40 | 355 | 13O0 | FOM 5000 | 280 5.00 0I8408A | 212¢| 259 | 308 -
yle 4763 | 32 | 500 | 1600 | 900 5800 | 400 7.00 DI6326A | 212 | 259 | 295 2
14 6350 (28 | £30 | 1900 | 1100 | &A00 | 500 B.0O OI4284A | 238 | 279 | 3M | 478
5lg 7oma | 24 | BOO | 200 | 1300 | 700 | 430 2.00 ISla246A | 253 | 307 | 342 | 531
e 9515 | 24 | 1000 | 2400 | 1500 | 8000 | A 1.00 | M4eA | MNI%| - - 534
e 1112 | 20 | 800 | 2400 | 000 g5.00 | 830 9.00 I7IGI08A | 392 | - - B
I 12700 |20 | 900 | 2900 | 000 o0 | 710 1000 | WIZ08A | 486% | - - 1083
wiE 4288 |18 | 1120 | 3000 | 000 95.00 | 900 1200 | BDIGISGA | 706 | - - 1479
s I5675 | 18 | 1250 | 2200 | 000 o0 | 1000 1300 | WSaIseA | Foer | - - -
116 | 17463 | 11 | 1400 3700 | 000 HZoo | 1120 1400 | IIIGII6A | 989 | - : 2
r 19050 | 16 | 1400 | 3700 | 000 oo | 1120 1400 | W03MI168A | 1029% | - - 5
7 30 | 14 | 1600 | 3800 | 0.00 Ham | 1250 1600 | O7RI46A | 1287 | - 3 5
" 0400 | 12 | 1800 | 4500 | 000 13000 | 1400 00 | 100126A | lome* | - - -
LI | 20575 | 11 | 2000 | 4800 | 0 1300 | 16500 20000 | IN8I28A | 2432 | - - -
LI | 31750 | 12 | 2240 | 5100 | 000 15100 | 18.00 2200 | INI4128A | 2921 | - & i
138 | M530 (12 | 2500 | 5700 | 000 16200 | 20000 2400 | 113BI128A | 372 | - : -
Lig | 3000 | 12 | 2800 | &000 | 000 om0 | 2200 2600 | IN12126A | 4522 | - : :

Mot : Serisl Taps ad 5% wotrn f Laft Hond Taps ot 15% soctra M35 Material 35% soohve [ M4 Material 55% eocra
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M MIRANDA T001S

HSS5 HAND TAPS - BSCy
BS949 (Part - 2) - 1951

a
————— 0N %3 % O Sy v O

_ BASIC | oo, | SHANK | THREAD | GVERALL SOUARE STRIGTH R
SIFE HANDR DiA | LENGTH | LENGTH BZE LENGTH PART CODE PRICE
DA _ : (WHQD) [ F
1 L] L [ ]
1455 2273 56 0.128 76 134 0.105 1] 4 51456094, sl
10 SWEG asay . ] 0.144 11f16 2 o1& 1113 S 1040044, 204
EWG 1995 | 0.159 524 1 o0.123 4 SOOH0S9, 204
531 BSCy 1964 n 0159 E 1 ilm iz 14 ISITFINA a7
16 BSCy 4,752 7 0.189 i 238 0. 149 4 13163294, 237
7732 BSCy 5.556 % 0.22| i 238 o.in 14 17322694, 253
14 BSCy £.250 2% 0.253 | 218 0.197 932 42684 268
514 B3Cy 7937 b ] 0315 .18 134 0242 113 15142694 315
7716 BSCy ILIIZ 26 0,323 L14 3 0242 1332 IF16259A, 491
If2 BSCy 12700 2 0.367 .14 3 0375 7e K 22894, 613
816 BSCy 14.287 24 0.429 L2 | B2 2 9162894 976
1. BSCy 25400 4 0800 L1z 114 0600 13/1& 1112494, [-1+]
1.3T0 BSCy M M 1.108 1.1/2 4 il | L.1f1& W 3 T0sA, ko
1.375 BSCy H.925 4 1.108 L2 4 083l LIfl& ¥l 37544, 399

Tha reeuiecturing rangs of BECy teps b 14 Svey upwardds, For tha s abers 1. 172", quavtation will be piven on Spaeciie roquast.

M35 Material 35% / M2 Material 55% extra
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MIRANDA TOOLS

HSS HAND TAPS - BA
BS99 (Part - 1) -1992
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d1 " L n n b REMIECE | RESPECE

Ma 1000 | 5000 &30 1900 11.00 56,00 500 ann MDBLA, | DA, o m
M| DA | 5300 | 540 (1704 2.00 #2300 4.5 7.00 MNIBASRA o i
Mo LElO | 470 oo 16.00 .00 58.00 4050 700 hIBARIEA Pl M3
Mo 3 L7 | 4100 450 13.00 am 53.00 3.55 600 M2BATIAS o) 242
Mo 4 0860 | 2400 3155 13.00 Foo 50.00 180 500 MARASLEA, o o 2408
Ma 5 DM | 3200 AIE 11.00 Fon 48.00 150 5.00 MEBAST6A b 42
Ma§ D53 | L) = .50 &00 44,50 34 5.00 MNSBAS A, 0= g
Mo B DA ( 2300 ( &0 [ 950 #.00 4450 i 500 MBEAAIEA 443 2
Ma 10 0350 | Lo | LS50 B.0G (] 41.640 100 400 IOBAIESA 5 -
Mall B3lg 1.500 250 B.00 500 4100 100 o O 11 BASIEA Ly £
Mo |2 0.280 1. 30 250 .00 500 43,00 200 4.00 1ZBAZOEA 54 5
Mo |3 0.250 1200 250 5.50 450 38.50 100 4.00 13BAT5EA 578 -
Mo 14 0.230 1060 250 550 4.50 38.50 100 4.00 4BAZIEA 575 -

e rsrmafiscturing rireps of BA bipe B Mo |4 upecards and ugeto Mo.0.

All the tap sizas will bs wuppiisd with mals centers on both sidas.

Heam mariosd with ® are sbacabls loeme Remalining sl leerma required minimam order Gty as Follows

MNs. 0 to 3/14" = |00 Noa.

4" to 58" m M Ns. 34" "= |0 No LI/B" to L.12° = § Nou.

M35 Matarial 35% wctra / M42 Material 55% extra




MIRANDA TOOLS

HSS HAND TAPS - BSP - (G/Rp)
BS949 (Part - 1) -1969

: e _ Y "
'_' gy e Pyt }-
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- T L
DIA | St LENGTH|  cooe | qwrmy | owian) | cwHumy | (wHRD) | (NTED} | (D
! -] H L ] B FRICE RE.MECE
A | o34 | 28| 0318 | 4 | i@ | 0238 | /16" | IDIE2AGA | 23p%| 385 | 460 | 4ap | ope| 51
I | OSI8 | 19 | 0429 | LIfI6 | 276 | 0322 | FI&" | 10I4196A | 524%| 655 | BI1 | MM Fue| eS8
Y | 0656 | 19| 0542 | LIS | 25716 | 0406 | 12" | I038ISEA | 77| BI7 | SA3 | I013* | IDI2*| 1196
' | oM | 14| 0587 | LM | A1 | 05IS | 58" | 10020146A | 1102%| 1185 | 1426 | 1461 | 1481 | 1748
W | 0902 | 14| o800 | 1LAB | 2316 | 0600 | 11/16" | 10SAI4EA | 1260 - - o e s
Y| O1o4l | 14| 0906 | LAB | A1M | 0679 | 11/16" | IOB4I4EA | I650%| 1748 | 30AT | 2174 | 2IT4| 2576
7| LIS | 14| 1093 | 196 | 212 | 0812 | 34" | I07Al46A | 0% | - - - -| -
| 1309 | 01| L35 | 134 | 334 | 084 | 1316 | 1100116A | 2604* | 2950 | 3531 | 3393 | 3393 | 4014
LI | 1650 | 11| 1312 | 134 4 G984 | 15/18" | 1II4116A | 4018 | 4550 | - 4968 | 4958 | 5917
L | lem | 01| 1500 | 134 | 414 | LIS 1" | IIIXI16A | spay| 5687 | - 6038 | 03| -
L3 | 2016 | 11| 1635 | L34 | 438 | 1218 | Lig | 1IMI06A | 6276 | - - - - | -
| 237 | 11| IBTR | L34 | 412 | 1408 | L | I200106A | 8993 | 10166 | - 491 | M| -
i | 2567 | 11| IB7S | L34 | 412 | 1406 | LI | 1204106A | 15565 | - = m el
1" | 2959 | 11| 235 | 2563 | EI/2 | 1647 | LIM' | I2020106A | 1299 | - - | sapsa| yayma| -
L3 | 3210 | 11| 2375 | 2563 | G3M | 1781 | L5/14"| 1234106A | 250M| - z = 5 n
r 346 | 11| 2835 | 1425 L] 1966 | 134" | LODITNA | df0S6 | - - 4264 | 426 | -
LIA | A% | 11| X8I | L&BA &5 2,000 | L2 | 1F2016A | 37134 - . 56074 | 560T4| -
£ | 445 | 11| 3000 | 27 | &75 | 223 | 158" | MOOIINA | 46730 - - | 70535 | 70835| -

Hane mariced with ® are stockebla ems. Remaining all Bems required Minkmom ordar valus of Ra. 200007 Medt.

I 58" = B0 Mos, 34 tm 1" = 10 Noa,

L1I/8" to LL1/2" = § Nox, pbove 1.1/2"x 2 Nog sach,

Serial Taps st 5% moirs. M35 Material 35% moirs.  Left Hand Tape t 25% soire,  Md2 Maberial 55% extra.




NIB TAP

M3 0.50 230 160 0.0

M4 o7 2m 1.0 65.0 LMM07UID = r
M5 0.50 3.80 ' L0 o0 LMOS0B03D 411"
Mé 1.00 440 ' 00 ™0 NMO& 10030 457
Me 1.25 .10 38.0 0.0 NMOB12530 493
MI0 1.50 7.0 45.0 950 NMI01508D 24
M2 1.75 950 5.0 1920 NMIZI753D 7ier

Tha abowa taps will be suppled with TICN & M35 materisl costing

The tap sires upte Mé" will be suppllied with malecenters on both sides, sbove Mé taps will be mupplied with femals centers
on both sides.

Tha tnp sham up to M6 will be supplied with 3 fluies, shove Mé will be supplied with § flube, Aoy other styls of Nib taps can
b colifiteraed] vt B Piscquanit.

Ivoma marked with ® are stocmbls lens. Remalining ol items required Minknwem order value of Ra. 10000/ Nett.
or 5 Mos. for size whichever Is higher.

Tha munuinchering rengs of nib taps b M3 upywards, for the dees abew M2, quotstion will be ghren on Spedific reguest,
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M MIRANDA TOOLS

TAP SELECTION CHART
SUITABILITY HAND TAPS MACHINE TAPS
(@) MOST DESCRIPTION | STD SERIAL STR.FL STR.FL STR.FL BF BF BF BT BT BT TN | TIN TIN
SUITABLE SET SET TPR = SEC BTM SPPT | SPRL SPRL = SPPT | SPRL SPRL | SPPT | SPRL SPRL
30° 15" 30 15° 0’ 15°
{©)SUITABLE
TPR |Rougher
+ +
TYPES OF
TAP SEC | Inter
+ +
BTM Finisher
CHAMFER = = A D c B C (o B C C B C C
LEAD (NO. 6-8 |3-45
OF THREADS) - - (3.5-5) (2-3) | 1,5-2) 3-5 | 2-3 | 2-3 | 3-5 | 2-3 | 2-3|3-5|2-3 | 2-3

TYPE OF MATERIAL Noete: STR.FL. Taps with larger diameter or fine pitch my be used to tap deeper; In leng chipping materials due toa
greater Flute Volume : Metal Removal ratio.

STEEL UNDER 450 N/mm2 e | o | o] o o o

STEELS UP TO 750 N/mm2 [ [ [ ] [ ] @] O O L ] [ ] O O O O
STEELS UP TO 1000 N/mm2 o @ o |l o|lo|lo|lo|e|e| o |e
STEELS OVER 1000 N/mm2 o | e s |l a |8 |8
STAINLESS STEELS o e o o | o o | o

CAST IRON (SHORTCHIPPING) | o | @ o | o o
MALLEABLE CAST IRON

(LONG CHIPPING) . . - Qe 2 * | ®

BRASS (SHORT CHIPPING) e O e o o
BRASS (LONG CHIPPING) e O o e o o

SOFT ALUMINIUM,

COPPER, ZINC, ETC. LN & & | & o
ALUMINIUM ALLOYS,

MALLEABLE BRONZE, ETC. ¢ | e © | & | ©

TOUGH ALUMINIUM (Si > 10%)

HARD BRONZE ETC. g 1" ~ |l =R | 2 = | B ®
SOFT PLASTICS,

THERMO PLASTICS PYC. ETC. | - S A

HARD PLASTICS, BAKELITE, ETC. O o | o o

SPECIAL ALLOYS, TITA NIUM,

INCONEL, ETC. TAPS WITH SPECIAL GEOMETRY CAN BE SUPPLIED ON SPECIFIC REQUEST.

Special coating - TIAIN / TICN coated taps also can be provided on request for specific application.
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TAP TERMONOLOGY - ABBREVIATIONS

Length of
square Diameter Charnfer (lead) Internal
of recess +—> cantre
Is l |
T ﬁ f
. Axis _ Shank | | "2 =l 93 Nominal
i oftap dia dq Point Diameter Diameter
v/ i
I <
Length of , Length of thread sty
4#? tre
recess / ] eer
L. Overall length -
L Ll
Width of Land
Rake (Straight Hook(Curved Cutingface | | }._a’
Size of square @ Cutting Face) Gutting Faca)
Fﬁe Heel
Tap Centre | Tap Centre | G Core Diameter
‘ Rake Angle_| Hook Angle _| Web Tw*"ess
‘ B B Thread Relief |
(radial} }
o
BTM Bottoming UNF Unified Fine Thread
SEC Second UNEF Unified Extra Fine Thread
TPR Taper UN Unified
BOT Bottom UNS  Unified Special Thread
S03 Set of Three NPS  American Standard Straight Pipe
502 Set of Two NPSF  Dryseal American Standard Pipe Thread
SER SO3 Serial Set of Three {Leak - Proof Joint)
SPPT Spiral Point NPT  American Standard Taper Pipe Thread
SPRL Spiral Flute NPTF Dryseal American Standard Taper Pipe Thread
MC Metric Coarse {Leak - Proof Joint)
MF Metric Fine NGT  National Gas Taper Thread
BSW British Standard Whitworth Coarse Thread API American Petroleum - Instite Pipe Thread
BSF British Standard Whitworth Fine Thread BF Bright Finish
BA British Association Standard Thread BT Steam / Blue Tempered
BSCy British Standard Cycle Thread Ni Nitride
BSB British Standard Brass TiN Titanium Nitride
G British Standard Parallel Pipe (Mechanical Joint) TiCN  Titanium Carbo Nitride
Rp British Standard Parallel Pipe (Leak - Proof Joint) TiAIN  Titanium Alluminium Nitride
Rec British Standard Tapered Pipe (1:16 Conical Taper) LS Long Shank
NC American National Coarse Thred LH Left Hand
UNC Unified Coarse Thread RH Right Hand
NF Americal National Fine Thread




POPULAR THREAD FORMS

Sr. No. Name Of Thread Symbol Form Of Thread Standard
IS 4218
DIN 13, DIN 14
' 15 METRIC THREAD M JIS B 0205, JIS B 0207
BS 3643
S
°° ANSIB 1.
2 UNIFIED THREAD U \%\\ _ Blg I|3 5;%6
~ JIs B 0208
i
3 WHITWORTH THREAD w BS 84
DIN 259
R DIN 2999
4 STRAIGHT PIPE THREAD BSP DIN 3858
PF BS 21
JiS B 0203
55
. DIN 2999
5 TAPER PIPE THREAD BSP Es": |3853
Et _ JIS B 0203
Taper1:16
6 AMERICAN STANDARD
STRAIGHT PIPE THREAD NPS ANSIE2.|
o
7 AMERICAN STANDARD NPT mg: : ﬂo 3
TAPER PIPE THREAD NPTF / ANSIB 1.20.4
4 . i
Taper1:16
PG DIN 40430
8 STEEL CONDUIT THREAD c 1S B 0204
A
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POPULAR THREAD FORMS

Sr. No Name Of Thread Symbol Form Of Thread Standard

A

N

9 SEWING MACHINE THREAD SM §\\\\ JIs B 0226
FG i =~ DIN 75012
10 BYCYCLE THREAD BSCy e BS Bl
BC JIS B 0225
47° 30
I BRITISH ASSOCIATION - &x g\\\ ——
e NZN
L i/ §
12 AUTOMOBILE TYPE Vg &L DIN 7756
VALVE THREAD v \S\% JIs D 4208

SEaN &
L k\\\ DIN 103
_

13 ACME THREAD E o 1oy
DIN 405
DIN 20400
14 KNUCKLE THREAD Rd DN 20400
DIN 3182
DIN 7273
\\s\\// DIN5I3
15 BUTTRESS THREAD g § /
DIN 2781
7
DIN 40400

16 EDISON SCREW THREAD E
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TYPE OF CHAMFERS

HAND TAPS
Chamfer Style View Description
: T Taps set of Two Pieces - Fine Pitch
TAPER \p
ROUGHER ] Non Serial Taps - Taper
L.=Bp Serial Taps - Rougher
,/*—\—T Taps set of Three Pieces - Coarse Pitch
TAPER d
ROUGHER __A——— = Ncn Serial Taps - Taper
L=7p Serial Taps - Rougher
/i—'\ J Taps set of Three Pieces
SECOND ]
INTERMEDIATE W E'l Non Serial Taps - Second
|L59.—l Serial Taps - Intermediate
. Taps set of Two Pieces &
\ Three Pieces
BOTTOMING ] j
FINISHER L22p \Izoo Non Serial Taps - Bottoming
Serial Taps - Finisher
NIB TAPS & NUT TAPS
CHAMFER VIEW DESCRIPTION
7T
\ - - =]
Specially designed Nib Tabs for
_“‘LT—— highspeed nut tapping on cold
1,=18p forged components.
LONG LEAD = 224p
75 - 80% OF
THREAD LENGTH
Conventional Nut Taps with long
" thread length suitable for nut
= 20p tapping of hot forged components.
A
1,2 30p
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TAP AND COMPONENT TOLERANCES

MIRANDA TOOLS

Generally speaking taps will cut threads larger than the tap themselves. This oversizing will depend on material, speed, lubrication
and alignment of tap to hole amongst other variables. However, under normal conditions, MIRANDA tap size can be selected

according to the component size required as per the tables shown below. Tolerances "to manufacturer's discretion."
(eg 6HX, 6GX).

METRIC THREAD FORMS
TAP SIZE GENERAL CLASS OF COMPONENT THREAD
ISO MARK | + DIN MARK ]IS MARK JIS CLASS ISO AND DIN CLASS
la, Ib Ist

SO | ISO | (4H) = 2nd 4H 5H

ISO 2 ISO 2 (6H) lll, 6H* 3rd 4G 5G 6H

15O 3 ISO 3 (6G) 6G* 6G 7H 8H

Note:

Because the JIS system is in transition to I1SO 2857, JIS Il taps (~ISQ 1/4H} are offered for user of the old B4430 Type

Spec, whilst 6H (ISO 2} and 6G (ISO 3) taps are offered to users who require ISO 2857 tolerances, but still use Type |
collect sizes in their machines.

WHITWORTH THREAD FORMS UNIFIED THREAD FORMS
Tap size ey occemer
ISO MARK | DIN MARK | JiIS MARK | B.S.CLASS ISO MARK | DIN MARK CLASS
CLI CF CF CLOSE FIT CLI 3B 3B
CL2 MF MF MEDIUM FIT CL2 2B 2B
CL3 FF FF FREE FIT CL3 IB IB
BSP THREAD FORMS 55’
TAP SIZE COMPONENT
ISO BS IIs is TYPE OF THREAD
5969 | EQUIV | EQUIV | EQUIV GENERATED
G BSPF 228 PF ISO 228 Mechanical Joint
Rp BSPP 2999 PS ISO 7/1 Leakproof Joint
Re BSPT 2999 PT ISO 7/1 CONIC, 1:16 Taper

NATIONAL (Unified) PIPE THREAD FORM 60°
TAP SIZE COMPONENT
1SO MARK TYPE OF THREAD GENERATED
NPS Mechanical Joint or Coupling
*NPSF Dryseal (leak proof)
NPT I : 16 Taper NOTE : Altered crest and root profiles of Dryseal taps ensures and
*NPTF Dryseal, | : 16 Taper interference fit on crests and roots which prevent leakage.
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MIRANDA TOOLS

Recommended Rake Angle and Cutting Speed for Taps

Material Rake Angle *Cutting Speed m/min

Steel up to 50 Kg/mm?2 Tensile Strength 15-18 7-10

Steel 50-70 Kg/mm2 Tensile Strength 12-15 3-8

Steel 70-90 Kg/mm2 Tensile Strength g-12 4-6

Steel (Alloy) 90 - 100 kg/mm?2 Tensile Strength 6-10 2-3

Steel casting up to 70 kg/mm2 Tensile Strength 12-15 3-5

Malleable castiron ] 6-10 5-8

Cast iron above 200 BHN 0-3 2-3

Cast iron soft 3-5 8-10

Stainless Steel 10- 12 3-5

Brass 0-3 8-10

Bronze 6-12 6-8

Copper long chipped 15-20 8-12

Copper short chipped 6-9 8-12

Aluminium 20-25 10-18

Synthetic and plastic material 0-3 3-5

*The speed mentioned is recommended speed only, under favourable and near to ideal weorking condition, this can be further
increased.
The suggested peripheral speed shown in the following table is only starting points which may be
varied considerably to suit service conditions
Speed 'Vc' .
Work material _ Cutting Fluids
Metre/min Ft./mm
ALUMINIUM 15-45 50- 150 Kerosene & Lard Oil or Kerosene & Light Oil
Aluminium Bronze 6-24 20-80 Soluble OIl
Bakelite 15-30 50 - 100 Dry
Brass 15 -60 50 - 200 Soluble Oil or Light Base Qil
Cast iron 15-30 50 - 100 Dry or Soluble il
Copper 9-18 30-60 Mineral Oil with lard or Light Base Qil
Fibre 24-27 80-90 Dry
Magnesium 22-60 75 - 200 Light Base Qil Diluted with 40% - 509% Koresene
Malleable iron 10-18 35-60 Soluble Oil or Sulphur base Oil
Manganese Bronze 9_18 30- 60 Mineral Qil with lard or Light Base Oil
Monel Metal 6-12 20-40 Sulphur base Oil
Naval brass 24 - 30 80 - 100 Mineral Qil with lard or Light Base Qil
Phosphor Bronze 9-18 30-60 Mineral Oil with lard or Light Base Oil
PLASTICS:
Thermo - Plastic I5-30 50 - 100 Dry or Air Jet
Thermo - setting 15-30 50 - 100 Dry or Air Jet
STEELS :

Free Machining AISI 1100 Series 18 - 30 &0 - 100 Soluble Oil or Sulphur base Qil
Low carbon (up to 0.25%) 12 -24 60 - 80 Soluble Oil or Sulphur base Qil
Me"'”{;_gzbg:g':")m“d 9-18 30- 60 Sulphur base Oil
Sl 7-15 2550 Chiorinated sulphur base Ol

Stainless steel 1.5-10 5-35 Chlorinated sulphur base Oil
Titanium alloys 3-12 10 - 40 Chlorinated sulphur base Oil
Zinc - Die Castings 18 - 45 60 - 150 Kerosene & Lard Oil




MIRANDA TOOLS

RECOMMENDED TAPPING DRILL

MC ISO METRIC COARSE | | MF 15O METRIC FINE | | MF (continued) 150 METRIC FINE | |MF (continued) 1SO METRIC FINE
SIZE PITCH | DRILL SIZE PITCH DRILL SIZE PITCH DRILL SIZE PITCH | DRILL
mm mm mm mm mm mm mm mm mm mm mm mm
Mi 0.25 0.75 M2 0.25 1.75 Mi8 2 16 M42 4 38
MLI 0.25 0.85 M2.2 0.25 1.95 MI9 1 18 M45 1.5 435
Ml.2 0.25 0.95 M2.3 0.25 2.05 M20 | 19 M45 2 43
Ml .4 0.3 1.1 M2.5 0.35 2.15 M20 1.5 18.5 M45 3 42
Ml.6 0.35 1.25 M2.6 0.35 225 M20 2 18 M48 1.5 46.5
ML.7 0.35 1.35 M3 0.35 2.65 M22 | 21 M48 2 46
Ml.8 0.35 1.45 M3.5 0.35 3.15 M22 1.5 20.5 M48 3 45
M2 04 1.6 M4 045 3.65 M22 2 20 M48 4 44
M2 0.45 1.55 M4 0.5 35 M24 | 23 M50 1.5 48.5
M2.2 045 1.75 M5 0.35 4.65 M24 1.5 225 M50 2 48
M2.3 04 1.9 M5 0.5 4.5 Mz24 2 22 M50 3 47
M2.5 0.45 2.05 M5 0.75 425 M25 1 24 M52 1.5 50.5
M2.6 0.45 2.15 M5.5 0.5 5 M25 1.5 235 M52 2 50
M3 0.5 2.5 Mé 05 5.5 M25 2 23 M52 3 49
M3 0.6 24 Mé 0.75 5.25 M27 I 26 M52 4 48
M3.5 0.6 29 M7 0.75 6.25 M27 1.5 25.5 M56 2 54
M4 0.7 33 M8 0.5 75 Mz27 2 25 M56 4 52
M4 0.75 3.25 M8 0.75 7.25 M28 | 27 G (BSP) MECHANICAL JOINT
M4.5 0.75 3.75 M8 1.0 7 M28 1.5 26,5 Rp {BSP) LEAKPROOF KOINT
M5 0.8 42 M9 0.75 8.25 M28 2 26 | & RP
M5 0.9 4.1 M9 1.0 8 M30 1 29 size | pren| priLL| DRILL
M5.5 0.9 4.6 MIQ 0.5 9.5 M30 1.5 285 Inch | TPl | mm | mm
Mé | 5 MIO 0.75 9.25 M30 2 28 1/8 28 88 86
M7 | 6 MI0 | 9 M30 3 27 1/4 19 18| 1.5
MB 1.25 6.75 MI0 1.25 8.75 M3z 1 31 3/8 19 15.25 15
M9 1.25 7.75 Ml 0.75 10.25 M3z 1.5 305 1/2 14 19 185
Mi0 1.5 8.5 Ml | 10 M3z 2 30 5/8 4 2l 20.5
Ml 1.5 9.5 Ml 1.25 9.75 M33 1.5 315 3/4 14 24.5 24
Mi2 1.75 10.2 MIi2 0.5 1.5 M33 2 31 7/8 14 28.25| 27.75
Mi4 2 12 MIi2 0.75 11.25 Ma3 3 30 " I 30.75 | 30.25
Mlé 2 14 Mi2 | | M35 1.5 335 1 1/4 11 39.5 39
Mi8 25 15.5 Mi2 1.25 10.75 Mas 2 33 1/2 I 45.25| 44.75
M20 2.5 17.5 Mi2 1.5 10.5 M35 3 32 1 3/4 ] 513 | 505
M22 25 19.5 MIi4 | 13 M36 | s 2 I 572 | 565
M24 3 21 Mi4 1.25 12.75 M3s 155 345 21/4 11 63.3 | 625
M27 3 24 Mi4 1.5 12.5 M3s 2 34 212 1] 728 | 723
M30 35 26.5 MI5 0.75 14.25 M36 3 33 3 11 85.5 a5
M33 35 29.5 MI5 I 14 M38 i 37 Rc (BSPT)
M39 4 35 Mli6 0.5 15.5 M3a 2 36 Inch TPI mm
M42 45 37.5 Mlé 0.75 15.25 M39 1.5 375 1/8 28 8.6
M45 4.5 40.5 M6 | 15 M39 2 37 1/4 19 11.5
M48 5 43 Mlé 1.25 14.75 M39 3 36 /8 19 15
M52 5 47 Mlé 1.5 14.5 M40 | 19 172 14 185
M56 5.5 50.5 MI7 | 16 M40 1.5 385 34 14 24
Mé&0 55 54.5 MI7 1.5 15.5 M40 2 38 " 1 30
Mé4 6 58 Mi8 0.75 17.25 M40 3 37 1 1/4 | 39
Mé8 6 62 MI8 | 17 M42 1.5 40.5 11/2 1 45
M72 6 66 MI8 1.25 16.75 M42 2 40 2" 11 56.5
M76 6 70 Mi8 1.5 16.5 M42 3 39 21/2 1 71.5
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RECOMMENDED TAPPING DRILL

UNC BSW BSF UNF
SIZENo | PITCH | DRILL SIZE | PITCH | DRILL SIZE | PITCH | DRILL | [ SIZENe | PITCH | DRILL
or Inch TPI mm Inch TPl mm Inch TPl mm or Inch TPl mm
No. | 64 1.55 118 40 2.6 3/16 32 4 No. 0 80 1.25
No. 2 56 1.85 5/32 32 3.1 7132 28 47 No. | 72 1.55
No. 3 48 2.1 3/16 24 3.6 114 26 5.4 No. 2 64 1.9
No. 4 40 2.35 114 20 5.1 9/32 26 6.2 No. 3 56 2.15
No. 5 40 265 5/16 18 6.5 5/16 22 6.8 No. 4 48 24
No. 6 32 2.85 3/8 16 79 3/8 20 8.3 No. 5 44 27
No. 8 32 35 7116 14 9.3 716 18 9.8 No. 6 40 2.95
No. 10 24 3.9 12 12 10.5 112 16 1.2 No. 8 36 35
No. 12 24 4.5 9/16 12 12 9/16 16 12.7 No. 10 32 4.1
1/4 20 5.1 5/8 [ 13.5 5/8 14 14 No. 12 28 47
5/16 18 6.6 11/16 1 I5 11/16 14 15.75 1/4 28 55
3/8 16 8 3/4 10 16.5 3/4 12 17 5/16 24 6.9
7/16 14 9.4 78 9 19.25 758 1 20 3/8 24 8.5
112 13 10.8 A 8 22 " 10 23 7/16 20 9.9
916 12 12.2 11/8 7 24.75 11/8 9 26 12 20 1.5
5/8 1 13.5 I 1/4 7 28 | 1/4 9 29 916 18 129
3/4 10 16.5 112 6 335 138 8 32 5/8 18 14.5
7/8 9 19.5 1 3/4 5 39 11/2 8 35 3/4 16 17.5
" 8 2225 2 45 445 | 5/8 8 375 78 14 20.4
I 1/8 7 25 21/4 4 50 | 3/4 7 40 I" 12 23.25
| 1/4 7 28 2172 4 56.5 2" 7 46.5 11/8 12 26.5
| 3/8 6 30.75 I 174 12 29.5
1172 6 34 UN-8 UN- 12 13/8 12 32.75
| 3/4 5 39.5 1172 12 36
2 | as | s | [oEE T PG [ oR | SRR T PRCH [ ORL | o e
212 g s I 1/8 8 25.30 | 5/8 12 39.10 NPS | NPSF
23/4 Py e I 1/4 8 28.50 | 3/4 12 42.30 SIZIE Nho P!I_TlﬁH DRILL | DRILL
3 " — 1 3/8 8 31.60 17/8 12 4540 | | orme .| [T
1172 8 34.80 2 12 48.60 8 | 27 89 | 87
| 5/8 8 38.00 2 1/4 12 55.00 1/4 18 | 115 ] 1130
UNEF | 374 8 41.20 2 1/4 12 61.30 3/8 18 | 15.00] 14.70
SIZENo | PITCH | DRILL | 7/8 & 44.30 " 12 23.50 172 14 | 18501 1820
or Inch TPI mm I L 8 4750 3/4 14 24.00 | 23.50
No.12 32 4.70 2 1/4 8 55.00 " | 11172 3000 29.50
1/4 32 5.50 212 8 61.30 I1/4 | 111/2] 39.00 | 38.50
5/16 32 7.10 1172 | 11172 | 45.00 | 44.50
38 32 8.60 NPT/ NPTF 2" | 111/2] 57.00 | 56.50
716 28 10.10
172 28 11.70 I:16 | PITCH | DRILL
9/16 24 13.00 BIey| ™ mm
5/8 24 14.75 Inch
11/16 24 16.25 1716 27 6.30
3/4 20 17.50 1/8 27 8.50
13/16 20 19.25 1/4 18 110
/8 20 20.75 3/8 I8 14.70
15/16 20 22.25 172 14 18.00
I" 20 23.75 3/4 14 23.00
| 1/8 18 26.75 I" 112 29.00
I 1/4 18 30.00 L1714 | 11172 38.00
| 3/8 18 33.00 12 | 12 44.00
| 1f2 18 36.00 2 11172 56.00




APPLICATION - HAND TAPS

STANDARD SET

Taper Rougher
Second
Bottom Finisher

sizes for use In biind or through holes,

Hand Tape with full thresd profills for general purposs use; Recommended for preciion hand tapping in through
Right and Laft Hand threads are avallable In most popular or blind holes. The progressive truncated thread Form s

expachlly sultexd for tough materials such as stainles or
high tenalle stesls.

STR. FL TPR. STR. AL SEC STR. FL BOT
A mralght flute t@p for usa malnly in For use In shallew or medium depth For use through or blind holes In
shallow through holes.Tha SO through holes In long chipping material short chipping meterials and whara
Coarseand Fne tapshaven 5'and 7 | or blind haoles In short chipping | It might be nacessary to thread to
hevd rmspactively, materials. Fine thread holes can be tha battom of tha hole.

threaded deaper without long ISO Bottom lead - 23° (Coarse)
chips choking the flutes. and 21F (Fine)

IS0 Second lead - 10*{Coarss)
and | 2* (Fine)
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APPLICATION - MACHINE TAPS
SPIRAL FLUTE TAPS

Spiral Aute Tapa are desinged for machina tapping of blind holaand are pardoularty usalul whera
chip disposal poses problams. Tha right hand spiral fluces direct the chips back slong the flume
and out of thy hole. They are svalisble In stow (15%, standard (309, fast (40%) flute helboes. The
shortaned thread lsngth ofthe 30" and 40° DIN and 150 Spiral Fhube taps allow for more effident
chip removal as walll as lower torque loads. These are sultable for tapping desp holes In avariety
of different matarials. Various types are avallable.

BF SPAL 30°

Bright Finish 30° Spiral Fhxe Taps

are sulhle for mpping blind holes In
non-ferraus materials and steel where
cold welding dass nat pots & problam,

TIN SPRL 30"

Tinium Nitridad 30° Spiral Fluta Taps
are sultabile for tapping blind holes In
abrasive materisle, or whers higher spasds
ahd a longer tool e are regquired,

BT SPRL 30"

Steamn Tempered Spiral Fhute Taps are
sutinhie for tapping blind holes In most stecls,
whare cold welding occurs. Supplied 29

standard whars na halbe or surfscs textmants

spaciiied,

SO SPAL 30"

TICN / TIAIM Spiral Fhets Taps

have spechlly adapted paometry for
tapping biind holes In hard steels where
tap wear out 1 high.

SLOW SPIRAL FLUTE TAPS (~15")

BF SPRL 15°

Bright Antsh 30" Spiral Fhuts Taps
ars sultabls for tapping blind holes In
togugher non-farrous materiale with
medium to long chipa, or steels

up to 1000 Nimm' whers cold
vlding dous ot pose a problem.

TIN SPAL 15°

Tianlum Nitfded 15°Spiral Flute Taps are
suitable for tapping blind holes In tough,
abrasive materials whers highe tapping
spesds or longer tool e 2re required.

BT SPRL 15°

Stean Tempered |5'Spiral Auta Taps are
sultable for tapping biind holes In tough
stande up to 1000 N/mm’ whars cold
wnkding occury, Suppllad as standard whare
surfacs traatrant not spaciied,

SO SPRL 15"

TICM f TIAIM Spiral Fhste Tops

hawe specially adapted peometry for
tapping biind holes In hard stecls whers
tap waar out ks high,




M MIRANDA TOOLS

APPLICATION - MACHINE TAPS
SPIRAL POINT TAPS

bl

AN

Alse lanvown 2a Gun Typa, Bull Nose or Chipdrivar taps. MIRANDA Spiral Point taps ara designad
For through hola tapping, as the chips are driven shaad of the tap, with coolant flowing, frasly
through shallow fhutes to the cutting sdgss,

The gresster strungth ared reducsd torgue lsads sl for highsr Gapping speeds, thus making this
an kieal prodution madhine tap. Various types are offersd.

\
BF 5PPT BT SPPT
sepberbeess il [, || mepeamiees: | 1
no s treatment and are u tapping ealn Sl
normally used for mpping through 3 ; most steals, aspacially whens cold welding 3 :
hales In non-ferrous material or ‘:»': Iz a problam. Thiz i the most commeon SP E A
steads where cold wekding does nat P tap and Ik suppiied st srandard when o : ]
poss & probism. 'EL~ - 4 othar surface traatmant It spacifiad, b !
TIN COATED SPPT SO SPPT
Titandurn Nitrided Spiral Point Taps I | TWCN / TiAIN Spiral Point Tape are
arw uand for tapping twough holes gy used for tapping through holes for Z l—”lz
in abrasive materkls, or whare 3 g high tap wear out. ;i
higher spesds and 2 longer tool e 3 : 5 i
are equired, < ¢ % 2
%' 'f '-._.?’
PIPE TAPS
_=-;| e o i — ek e e, . L
: : & : AP FIIEER b
—= R | =g
T M A MR AAAA ; B s s idaiicasstdansins

MIRANDA Fips Taps are wvailable in a verinty of thresd forrres and norres which cover mest popular application. Thase cater for
both IS0 {(Whitwarth 55° - old BSP Thered Form) and American (607 threading system. Thesa may be categorised as follows :

PARALLFL PIPE THREADS CONICAL PIPE THREADS
THREAD FORM N THREAD FORM E
G (BSF Medhmnical |oint) 55° RC {1:16 Taper) 55"
G (BSP Muchamical Joirt) 55° NPT {1:16 Taper) 60"
RP (BSP LaalcProof Jaint) 55" NFTF (Dryssal |:16 Tapar) 60"
RP (BSP Leal-Proof Joint) 55"
NPS (Mectmnical Joint NPSM / NPSC) &0
NPSF (Dryseal Laak-Proof oint} 60"




M MIRANDA TOOLS

SURFACE TREATMENTS :- CHAMFER LEADS

SUHREs heatmerts offsred by M1 DA areasfollons - The following chamfer, or lead, angles will be used for different types

of taps in I1SO, JIS and DIN. The angles should be used as a guide only,
BF -  Bright Finish - for non-ferrous metals or as angles and clearances are often altered according to no. of flutes,

steels which do not cold-weld. geometry and application of tool.

BT -  Steam Tempered - black oxide treatment for Coarse Fine No. of | Lead
all steels, especially those prone to cold welding. Threads | Threads | ™ Flukes Threads| Angle
Supplied as standard, unless otherwise specified. Taper A Straight 6-8 E2

TiN - Titanium Nitride - PVYD process imparts a hard Taper 6-8 | 7
wear-resistant golden surface with low friction, D Straight 35-5 g°
thus allowing for greater tapping speeds. Second Straightwith | 3-5 | g-10°

Spiral Point | Spiral Point | B Spiral Point
TiCN and TiAIN treatments have similar properties, Spiral Flute | Spiral Flute Spiral Flute | 2-3 | I5°
and are also available against special request. Bottom Bottom c Straight 15-25] 20°
E |Straight & Spiral|l 1.5-2| 23°

CLOSE FIT AND FREE FIT TAPS

CLOSE FIT Taps are used when a close or tight fitting thread is required. They are also recommended when a standard tap
generates an oversize thread due to machine run-out, soft material, or application conditions.

FREE FIT Taps are used when afree or loose fitting thread is required, or when the application allows for a tap with a greater wear
allowance to be utilised in abrasive materials such as castiron. These taps are available in most popular thread forms and types. For
more details see section under tolerances.

SPECIAL TAPS

Many sizes, overall geometry and thread forms not listed in this catalogue may be available and in some cases ex-stock at our
factory. If not, custom made taps may be manufactured to order.

The following data is required before quotations can be given:

Quantity required.

Nominal Size.

Pitch of TPI {coarse pitch assumed unless specified.)

Threadform.

Right hand or Left hand (right hand assumed unless specified.)

Type of tap (i.e. taper, second, bottom, spiral point, spiral flute etc.)

Class of fit required,

Material to be threaded.

9. Depth of hole.

10, Type of hole.

1. Through hole or blind hole.

12. Will there be keyways or cross holes in the component to be tapped ?

13. Is the job to be tapped vertically or horizontally ?

14, And finally we would like to know the machine doing the tapping, if possible.

0O NG R W =

For better price and delivery, special taps are normally made from ISO, DIN or JIS blanks held in stock. If this is unsuitable please
supply overall dimensions or preferably drawings giving all relevant details.
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TROUBLE SHOOTING GUIDE
DIMENSIONAL ACCURACY SURFACE FINISH
Over Size Pitch Diameter Torn or Rough Treads
Causes Solutions Causes Solutions
Incorrect tap a) Use proper tolerance taps. Chamfer a) Increase the chamfer length.
b) Use longer taper lead taps. Toc Short
Chip Packing a) Use spiral fluted taps. ; :
b)Y Rischice nuibierof fldtes ooiricrease Wrong Cutting | a) Select the correct cutting face angle.
< Angle
space for chips.
¢} If tapping a blind hole, allow the extra . -
depth for chamfer or reduce the faslling :)) ::3:::?:‘ dr?‘::;v;d s
chamfer length. ) "
, c) Use proper surface treated taps like
d): Use properubricant. steam tempered or TIN coated.
: : d) Use over size drill.
Galling a) Use proper surface treated taps like g :
steam tempered or TIN coated. e) ?abmn dpmpi ljgnimson becween
b) Use proper cutting lubricant. P andwo
<) Reduce tapping speed.
d) Use proper cutting face angle in Chip Packing a) Use Spiral fluted taps.
accordance with material being tapped. b) Use over size drill.
e} Use larger hole size.
Operating a) Apply proper tapping speed.
Conditions b) Correct alignment of tap and drill hole.
c) Use proper tapping speed to avoid TOOL LIFE
torn or rough threads. Breakage
d} Use pitch control tapping. N L
; L Incorrect a) Avoid chip packing in the flutes of
8], e propartapping maching with Tap Selection beetom of the hole.
suitable power. b) Use sprial fluted taps for blind holes
f) Avoid mis alignment of the tap with ) Lnesaprinl flutad faps:tor blind holes;
respect to workpeica. c) Use proper surface treated taps like
steam tempered or TIN coated.
Under Size Pitch Diameter
. Excessive a) Use larger drill size.
Incorrect Tap a) Use oversize taps for Tapping Torque | b} Increase the chamfer length.
i) Cutting materials such as copper alloy, <) Increae cutting angle.
aluminium alloy and cast iron. d) Apply a tap with more thread relief
b) Use proper chamfer angle. and reduced land width.
¢} Increase cutting angle of tap in relation
with material to be tapped.
Operating a) Reduce tapping speed.
Damaged a) Use proper reversing speed to avoid Conditions b) Avoid misalignment between tap and
thread damaging tapped thread on the way the hole and tapered hole.
out of the hole. c) Use floating tap holder.
: d) Use tapping holder with torque adjustment.
TOOL LIFE &) Avoid hitting bottom of the hole with tap.
Wear
Incorrect a) Apply spectally designed taps for tapping Tool Condition | a} Do r:lot grind the bottom -ofthe flute.
: x : b) Avoid toc narrow land width
Tap Selecton high tensile materials. €) Regrind ool mare frequently
b) Change to a type of high - speed tap that g =3 '
contains vanadium. ez
Edge Ch
c) Use proper surface treated taps like dge Chipping
steam tempered or TIN coated. Incorrect a} Reduce cutting angle.
d) Increase chamfer length. Tap Selecton b) Increase chamfer length,
Operating a} Reduce tapping speed. Operating a) Reduce tapping speed.
Conditions b) Apply proper cutting lubricants. Conditions b) Avoid misalignment between tap and the hole.

c) Avoid work hardened hole.
d) Use largerhole size.

c) Avoid sudden return or reverse in

blind hole tapping.
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DATA SHEET FOR TAP
Branch Name : Date of Visit :
Name of Person : Contact Person :
Name of Customer & Address :
Tele.No. : Fax. No : E-mail :
. . Tap Sizes
Sr.No. Required Details I ) 3 i

1 Tap Size & Pitch

2 Tap Material

3 Dimensions : Fl Length,OAL,Sh Dia

4 Thread Form Metric / BSW / Other

5 Thread Type ( Right / Left)

6 Type of Tap ( Straight , Spiral, SPPT )

7 Spiral Tap - Angle

8 Class of Fit / 6H,4H,5H,6G/Other

9 Work Piece Name / Material

10 Hardness / Strength

11 Type of Hole (Blind/Through)

12 Depth of Thread & Hole

13 Tapping ( Vertical/Horizantal )

14 Cutting Speed / RPM

15 Coolant Used

16 Types of Machine

17 Tap Clamping

18 Currently used Tap

19 Tool life of Current Tap

20 Price of Current Tap

21 Order Volume

22 Any Problem with present Tap used

Comment

MIRANDA TOOLS
903 / 904,GIDC INDUSTRIAL ESTATE, ANKLESHWAR,GUJARAT-393 002.
PHONE : (02646) 326767, 321832, 227162, 252368, 239707 FAX : (02646) 251326 MOB : 093130 23480
-MAIL ID : marketing@mirandatools.net , mirandal@narmada.net.in WEBSITE : www.mirandatools.in

Note : 6G Tolerance,Gauge Dimension Required , BSP Taps,RP/G Series Confirmation.




