
ASH OK 
PI RAMAL 
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 "1". 

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 other 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. 



Company Profile 
Miranda Tools was established in 1945 fl 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 8 Real Estate 

Development. 

Miranda Tools manufactures HSS Tool Bits, Drills, End mills, 

Reamers, HSS Saws and Metal Cutting Handsaw Blades. It has its 

Manufacturing unit 8 Marketing office at Anldeshwar 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 fl 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 Thps 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 fl Marketing network 

comprising Depots/Branches/Resident Engineers fl 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 fl 

Australasia. 



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 F.O.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. 

2 



CertiJication 
Awarded to 

SITE 1: PLOT NO. 903/904, G.I.D.C., ANKLESHWAR - 393 002, GUJARAT, INDIA. 

SITE 2: PLOT NO. A-2/4110, G.I.D.C., ANKLESHWAR - 393 002, GUJARAT, INDIA. 

Bmum Verita.r Cmijkatio11 (India) Prirlaff Limited n1rtify that t/Jr 
MallngetnC/1/ .fy#mt '!/the abot1e orgrmisation bas brO!i ar1dited a11d jotmd 
to be in accorda1tce with the rerptimmllf.r qj'the slaudnrd drtailed be/o111 

ISO 9001:2008 
SCOPE Of' SUJ>PU-

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 CUTIING BAND SAWS AND Bl METAL BAND SAWS. 

PERMiTTED I1Xf..1_US!ON(S) 
7.3 - Design and development. 

Orl.~inol ·lppt~MIDatu: 19 August 1994 

J'11/y~d to !lit t'OnlittJitd .rull<jadory JJptnJfiUtltljllt~ l!tguni.l'tJtion i Mallt~,(r/114/tl Sjrll!/1, 
tbis mtf/iM~ i.tl'lllill tmti/: 10 January 2012 

To c!Jetle!hit mtrfirart wlldi(r pleuu .-u!!: +91 22 6595 6300 

FmtiMr rl.niftmt/aiiJ n:,gmrli~~,g the ,·mp~ 1/j' thu m1i)itl11~ and 1/IH .tpPii, .thili!J• l!f lilt 
MaJ/tJ~r.t7tMt ~ptem rr(puttmenl.t ~~t~JY '" o/tlttilml b)' ro,uu/th(~ I lit Qf'J!.•ftli.rttlion. 

CH11ijiM4 'VtlfiiVtt~ IND96075 Dtllt: 09 February 2009 

R. K. SHARMA 
Director 

!l~tfl'.•ll l··rrt.r( rrlt(I:;Ifirm 
NIIJI'.(_IJ\' ,AM'Nfti.IIH!I 

'f'rfl/ioiJWNNfrtill'rJJfJ,I( ' 

Ctmfi•'llf/1)/f I z.\11/Ht<!/llg O.UitH r lr/JiwJ: · ~uNI~IIIJ Lr.Jtlf'P "()Ill r//}1)1, 1\tt.rhmtJ..J/ Mtlni1t11J :\lf}lg, 
Of'P .. •JNiol [NiiHI/nall~/111,, Q/f.fllh I '1/Nif R•ml, .·JN.1/NJ; (Tirtol), Mw•""' 4QO ()12, INdia 
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MlllAJ'OA TOOlS 

Quafity CJ>oficy 

It is our poficy to 

Provide quafity proaucts and support tfiat 

consistent(y satisfy customer requirements 

}lcfiieve a preferrea status in tfie markgt 

tfirougfi continuous improvement ana innovation. 

rro acfiieve tfiis, we sfia{{ consistent(y 

comp(y witfi ana improve our Quafity 

Management System. 

* 
ASHOK 

PI RAMAL 
GROUP 



M 'MliAIDA 100\S 
TOOLBITS 

""1 ... I -
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M MliAIDA TOOlS 
TOOLBITS 

No. Desaiptlon PllaeNo. 

I HSS FLAT TOOLBITS & PARTING TOOLBITS 7 

2 HSS TOOLBITS SQUARE ZEDD M2 8 

3 HSS TOOLBITS SQUARE I ROUND SIOO M35 9 

4 HSS TOOLBITS SQUARE I ROUND S200 M42 10 

5 HSS TOOLBITS SQUARE I ROUND 5400 T42 11-12 

6 HSS TOOLBITS SQUARE I ROUND 5400 E 13-14 

7 HSS TOOLBITS SQUARE I ROUND ssoo T42 14-15 

8 TECHNICAL DETAILS 16 
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'M 'MliAW'DA 100\S 
HSS FLAT TOOLBITS 

, 
.. -T 
--.--

.... -.:rl f----L ------'.1 
- MAliK Ill ... PCil 

PIUCI! ... Q'IY Mln'CODI I.MIIIIft) 
tr ... ll tr•••ll MM INCH RIJPECE 

JX1DXI50 I.III'Xli4'X6" 10 80QAC 701AC. .£K 

JX1SXI50 I/I'XI'X6' 10 eGIBC 701BC 749 

5X15XISO J/16'XI "X6' 10 810CC 710CC «<l 

6XI1XIOO 114'XII2"X4' 10 e2COC 720IX: 3" 
6XI1XI50 114'X 112"XXI' 10 12.1EC 721EC 415 

6XI6XI50 114'X5Ili"X6' 10 ll2FC 722FC 5" 
6X1DXI50 114"XJ14'X6" 10 «UGC mGC 685 

6X15XISO I/4'XI'X6' 10 GAHC: 72<11-!C: 8:1' 

IGXI2XIGO JI8"X 112"X4' 10 ·~c: ncjC: 475 

IDXI6XIGO JI8")(5J8"X4" 10 emu:: niKC S'J.7 

IGXI6XI50 J/8')(5J8"XX/' 10 eJ:U.C n:u.c 12.4 

ICDaOXISO JJI"Xll4'X6" 10 8J3MC n!MC 950 

IGX25XI50 3/I'XI'X6' 10 e:I4NC 7J4NC 1630 

12XI6XISO lfl'JC5/i"XX/' I 840PC 7..C 10" 

12X1CIKI50 112"X3/4"X6 I 141QC 741QC 1125 

IZlC2SXI50 I/2"XI"X6" I IH2RC 7<URC 1471> 

16X20XI50 .5JII'Xli4'X6" I I505C 7.SOSC ISJl 

2GX15XI50 3/4'XI'X6' I ~ 760TC 2158 

HSS PARTING TOOLBITS 

.. -T 

J I I_ ·. 
\ _,_. 

I· ...-.. 

1111 IQUMILINT MAliK I 
PCil INat MM Q'TT MilT CODE Pilla! 

(rxWxQ (rxWxQ 1.1"1111101) III.II'ECE 

3,1JlXI/2X4 l.38XI1.7XIOI.6 10 90Q,t,C 414 

m2X5I8XS 2.38)(1 5.88)(127 10 ~IBC Sit 

I/8Xl/4X6 3.11XI9ASXI51.-4 10 ,.occ 662. 

IIIX7/IX6 3.11Xl1.2JXI51.-4 10 til DC 774 

3/"XIX6 4.76X25.4XIS2.4 10 9.2DEC 962. 

Naclt: bm morlood •..,. ~ ... ._"""' MIRI0909 
Allterlla tequll'ed ml•"'-" otelerwluoof Rt.. 20,000/·. 
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TG 

MilT ClODI! (LII'OM2) •.--.. 
MM I\ICH .. 

800AC '7DDAC Ill 

eGIBC 701BC 1171 

810CC 710CC 1436 

elCDC OOoW:;* ..... 
12.1EC 721EC 110 

106N:." 006AC." 9J4 

«UGC mGC 1012 

GAHC: 72<11-!C: 1307 

·~c: ncjC: H5 

emu:: niKC 828 

IJ:U.C n:u.c 1-

8J3MC n!MC 1411 

e:I4NC OI:IAC." 1546 

840PC 7..C leGS 

141QC 741QC 1995 

IHlRC 742JU: Dll 

I505C 7.SOSC 1617 

~ 760TC 4141 

I 
L ·I 

T42 

PARI' CODE PIIICE 
(UI ... I) .....,. .. 

201AC." 7l6 

901BC tn 
20l!K:" 1174 

204C:a' 1431 

920EC 1641 



'MliA'IDA TOOlS 
HSS TOOLBrrs SQUARE 

10 X 'lOX 10111MM- M'l --} D ..--'---_ -_ -_ -_ -_ -_ -_ ~------'l;rv 
T ~ l~+-• __ --!:,.L ___ ~-.1 

e 



M MliAIDA TOOlS 
HSS TOOLBITS SQUARE ZEDD M2 

EQUIVALENT PCK 
MM QTY 

14 X 200 9/16 X 8 14.29 X 203.20 26SWC 077HC S90 

16 X 100 S/8 X 4 IS.88 X 101.60 270FC OBOFC 3S9 

16 X ISO S/8 X 6 IS.88 X I S2.40 271GC 081GC S30 

16 X 200 S/8 X 8 IS.88 X 203.20 2nHC 082HC 716 

3/4 X 4 19.0S X 101.60 090JC 496 

3/4 X 6 19.QS X IS2.40 091KC n6 
3/4 X 8 19.QS X 203.20 092LC 993 

20 X 100 280JC 542 

20 x ISO 281KC 791 

20 X 200 282LC 1081 

25 X ISO X 6 2S.40 X I S2.40 290MC IOOMC 1224 

25 X 200 X 8 2S.40 X 203.20 291NC IOINC 1664 

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

HSS TOOLBITS SQUARE/ROUND S I 00 MlS 

EQUIVALENT S 100 Ml5 (SQ.) 5100 M:J5 (RD) PCK 
MM Inch Inch QTY 

IJ (MIR0906) \! 

- 3/32 X 2.1/2 2.38 X 63.S0 - OOOAC - 300AC ISS 10 

- 3/32 X 3 2.38 X 76.20 - OOIBC - 301BC 249 10 

3 X 75 118 X 3 3.18 X 76.20 200AC OIOCC SOOAC 310CC 169 10 

3 X 100 1/8 X 4 3.18 X 101.60 201BC OIIDC SOIBC 311DC 306 10 

4 X 75 5/32 X 3 3.97 X 76.20 210CC 020EC SIOCC 320EC 172 10 

4 X 100 5/32 X ... 3.97 X 101.60 211DC 021FC 511DC 321FC 267 10 

S X 75 3/16 X 3 4.76 X 76.20 220EC 030GC S20EC 33GC 135 10 

S X 100 3/16 X 4 4.76 X 101.60 221FC 031HC 521FC 331HC 200 10 

s X ISO 3/16 X 6 4.76 X IS2A0 222GC 032JC S22GC 332JC 363 10 

6 X 75 1/4 X 3 6.3S X 76.20 230HC 040KC S30HC 340KC 172 10 

6 X 100 l/4 X 4 6.3S X I 0 1.60 231JC 041LC S31JC 341LC 234 10 

6 X ISO 1/4 X 6 6.3S X I S2.40 232KC 042MC S32KC 342MC 383 10 

6 X 200 1/4 X 8 6.3S X 203.20 233LC 043NC 533LC 343NC 636 10 

8 X 75 5/16 X 3 7.94 X 76.20 240MC OSOPC S40MC 3SOPC 225 10 

8 X 100 5/16 X 4 7.94 X 101.60 241NC OSIQC 54 INC 351QC 312 10 

8 X ISO 5/16 X 6 7.94 X IS2A0 242PC 052RC 542PC 3S2RC 497 10 

8 X 200 5/16 X 8 7.94 X 203.20 243QC OS3SC S43QC 353SC 708 10 

- 318 X 3 9.S3 X 76.20 - 060TC - 360TC 263 10 

- 318 X 4 9.S3 X 101.60 - 061VC - 361VC 3S2 10 

- 318 X 6 9.S3 X IS2.4Q - 062WC - 362WC 5S5 10 

- 318 X 8 9.53 X 203.20 - 063XC - 363XC 791 10 

- 318 X 10 9.S3 X 254.00 - 064YC - 364YC 1048 10 

10 X 7S - - 2SORC - SSORC - 287 10 

10 X 100 - - 251SC - SSISC - 383 10 
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M MliAIDA TOOlS 
HSS TOOLBITS SQUARE/ROUND S I 00 MlS 

'-!DAft .... 

EQUIVALENT 5100 M35 (SQ.) 5100 M35 (RD) 
MM 

,. ···- ·--, 
10 x ISO . - 252TC 

10 X 200 - - 253VC 

IQ X 2SQ - - 25""WC 

12 X 75 1/2 X 3 12.70 X 76.20 260AC 

12 X 100 1/2 X 4 12.70 X 101.60 261BC 

12 X ISO l/2 X 6 12.70 X 152.40 262CC 

12 X 200 1/2 X 8 12.70 X 203.20 263DC 

12 X 250 1/2 X 10 12.70 X 254.00 264EC 

14 X 100 9/16 X 

"" 
1 .... 29 X 101.60 303PC 

14 X ISO 9/16 X 6 1 .... 29 X IS2.40 304QC 

14 X 200 9/16 X 8 1 .... 29 X 203.20 305RC 

16 X 100 SIB X "" 15.88 X 101.60 270FC 

16 X ISO SIB X 6 15.88 X I 52.40 271GC 

16 x200 SIB X 8 15.88 X 203.20 272HC 

- 3/4 
X "" 

19.05 X 101.60 -
- 3/4 X 6 19.05 X 152.40 -
- 3/4 X 8 19.05 X 203.20 -

20 X 100 - - 280JC 

20 X ISO - - 281KC 

20 x200 - - 282LC 

25 X ISO I X 6 25.40 X 152.40 290MC 

25 x200 I X 8 25.40 X 203.20 291NC 

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

HSS TOOLBITS SQUARE/ROUND S200 M42 

inch mm Inch 
(MIR0908) (MIR0908) 

- S52TC -
- 553VC -
- 554WC -

070AC 560AC 370AC 

071BC 561BC 371BC 

once 562CC 372CC 

0730C 563DC 3730C 

074EC 564EC 374EC 

103PC 503PC 375TC 

1()4QC S04QC 376VC 

105RC 505RC 3nHC 

OBOFC 570FC 380FC 

OBIGC 571GC 381GC 

082HC 572HC 382HC 

090JC - 390JC 

091KC - 391KC 

092LC - 392LC 

- 580JC -
- SSIKC -
- 582LC -

IOOMC S90MC 400MC 

IOINC 59 INC 401NC 

GRADES 
MM INCH EQUIVALENT S200 M4Z (SQ.) SZOO M4Z (RD) 

(WxL) (WxL) MM 111111 inch mm Inch 
(MIR090Z) (MIR090Z) (MIR090Z) (MIR090Z) 

- 3/32 X 2.1/2 2.38 X 63.50 - OOOAC - 300AC 

- 3/32 X 3 2.38 X 76.20 - OOIBC - 301BC 

3 X 7S 1/8 X 3 3.18 X 76.20 200AC OIOCC 500AC 310CC 

3 X 100 1/8 X 4 3.18 X 101.60 201BC OIIOC SOIBC 3110C 

4 X 75 5/32 X 3 3.97 X 76.20 210CC 020EC 510CC 320EC 

4 X 100 5/32 X 4 3.97 X 101.60 211DC 021FC SIIDC 321FC 

5 X 75 3/16 X 3 4.76 X 76.20 220EC 030GC 520EC 330GC 

5 X 100 3/16 X 4 4.76 X 101.60 221FC 031HC 521FC 331HC 

5 X 150 3/16 X 6 4.76 X 152.40 222GC 032JC 522GC 332JC 

6 X 7S l/4 X 3 6.35 X 76.20 230HC O...OKC 530HC 340KC 

6 X 100 1/4 X 4 6.35 X I 0 1.60 231JC O...ILC S31JC 341LC 

6 X 150 1/4 X 6 6.35 X 152.40 232KC 0...2MC 532KC 342MC 

6 X 200 1/4 X 8 6.35 X 203.20 233LC 0...3NC S33LC H3NC 

8 X 7S 5/16 X 3 7.94 X 76.20 240MC 050PC 540MC 3SOPC 

8 X 100 5/16 X 4 7.94 X 101.60 241NC 051QC 541NC 351QC 

10 

PCX 
QTY 

601 10 

846 10 

1117 10 

416 10 

S5S 10 

855 10 

1195 10 

1676 10 

71 ... I 

1079 I 

1499 I 

916 I 

13n I 

1883 I 

1275 I 

1908 I 

2561 I 

1388 I 

2079 I 

2771 I 

3169 I 

4225 I 

PRICE PCX 
RSJ QTY 

PIECE 

217 10 

348 10 

240 10 

442 10 

246 10 

382 10 

178 10 

261 10 

557 10 

240 10 

318 10 

521 10 

881 10 

307 10 

422 10 



M MliAIDA TOOlS 
HSS TOOLBITS SQUARE/ROUND S200 M42 

GRADES 
MM INCH EQUIVALENT S2CIO M42 (SQ.) SlDO M42 {RD) PRICE PCX 

RSJ (WxL) (WxL) MM 111111 

{MIR0902) 
8 x 150 5/16 X 6 7.94 X 152.40 242PC 

8 X 200 S/16 X 8 7.94 X 203.20 243QC 

- 3/8 X 3 9.53 X 76.20 -
- 3/8 X 4 9.53 X 101.60 -
- 3/8 X 6 9.53 X 152.40 -
- 3/8 X 8 9.53 X 203.20 -
- 3/8 X 10 9.53 X 254.00 -

10 X 75 - - 250RC 

10 X 100 - - 2SISC 

10 x ISO - - 252TC 

10 X 200 - - 253VC 

10 X 2S0 - - 254WC 

12 X 75 1/2 X 3 12.70 X 76.20 260AC 

12 X 100 1/2 X 4 12.70 X 101.60 261BC 

12 X ISO 1/2 X 6 12.70 X 152.40 262CC 

12 X 200 1/2 X 8 12.70 X 203.20 263DC 

12 X 250 1/2 X 10 12.70 X 254.00 264EC 

14 X 100 9/16 X 4 14.29 X 101.60 303PC 

14 X ISO 9/16 X 6 14.29 X IS2.40 304QC 

14 X 200 9/16 X 8 14.29 X 203.20 305RC 

16 X 100 5/8 X 4 15.88 X 101.60 270FC 

16 X 150 5/8 X 6 15.88 X 152.40 271GC 

16 x200 5/8 X 8 15.88 X 203.20 272HC 

- 3/4 X 4 19.05 X 101.60 -
- 3/4 X 6 19.05 X 152.40 -
- 3/4 X 8 19.05 X 203.20 -

20 X 100 - - 280JC 

20 x ISO - - 281KC 

20 x200 - - 282LC 

25 X 150 I X 6 25.40 X 152.40 290MC 

25 x200 I X 8 25.40 X 203.20 291NC 

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

HSS TOOLBITS SQUARE/ROUND 5400 T42 

3/32 X 3 2.38 X 76.20 

3 X 7S 1/8 X 3 3.18 X 76.20 200AC 

3 X 100 1/8 X 4 3.18 X 101.60 201BC 

4 X 7S 5/32 X 3 3.97 X 76.20 210CC 

4 X 100 S/32 X 4 3.97 X 101.60 211DC 

II 

Inch Inch QTY mm PIECE 
{MIR0902) {MIR0902) {MIR0902) 

OS2RC 542PC 352RC 679 10 

053SC S43QC 3S3SC 960 10 

060TC - 360TC 365 10 

061VC - 361VC 484 10 

062WC - 362WC 777 10 

063XC - 363XC 1104 10 

064YC - 364YC 1460 10 

- 550RC - 398 10 

- 551SC - S35 10 

- 552TC - 838 10 

- 553VC - 1177 10 

- 554WC - IS56 10 

070AC 560AC 370AC S96 10 

071BC 561BC 371BC 778 10 

once 562CC 372CC 1221 10 

0730C 563DC 3730C 1704 10 

074EC 564EC 374EC 2343 10 

07SFC S64FC 37SFC 960 I 

076GC 262DC 376GC 1450 I 

077HC 277HC 377HC 2018 I 

OSOFC S70FC 380FC 1310 I 

OBIGC 571GC 381GC 1918 I 

082HC 572HC 382HC 2689 I 

090JC - - 1798 I 

091KC - - 2639 I 

092LC - - 3617 I 

- 580JC 390JC 1962 I 

- SBIKC 391KC 2940 I 

- S82LC 392LC 3920 I 

IOOMC S90MC 400MC 4427 I 

IOINC 59 INC 401NC 5904 I 

OOIBC 301BC 365 10 

OIOCC 500AC 310CC 252 10 

OIIOC 501BC 3110C 464 10 

020EC 510CC 320EC 258 10 

021FC 511DC 321FC 401 10 



M MliAIDA TOOlS 
HSS TOOLBITS SQUARE/ROUND 5400 T42 

of'!!!lltAftll:ll! 

EQUIVALENT 5400 T42 (SQ.) 5400 T42 (RD) PCX 
MM 

(Mil=.,..) 
Inch QTY 

(MIR0904) " 5 X 75 3/16 X 3 4.76 X 76.20 220EC 030GC 520EC 330GC 188 10 

5 X 100 3/16 X 4 4.76 X 101.60 221FC 031HC 521FC 331HC 27S 10 

5 x ISO 3/16 X 6 4.76 X IS2.40 222GC 032JC 522GC 332JC 587 10 

6 X 75 1/4 X 3 6.35 X 76.20 230HC 040KC 530HC 3-10KC 252 10 

6 X 100 1/4 X 4 6.35 X I 0 1.60 231JC 041LC S31JC 341LC 33S 10 

6 X ISO 1/4 X 6 6.35 X IS2.40 232KC 042MC 532KC 342MC 549 10 

6 X 200 l/4 X 8 6.35 X 203.20 233LC 043NC S33LC 343NC 927 10 

8 X 7S 5/16 X 3 7.94 X 76.20 240MC 050PC 540MC 350PC 326 10 

8 X 100 5/16 X 4 7.94 X 101.60 241NC 051QC 541NC 351QC 444 10 

8 x ISO 5/16 X 6 7.94 X IS2.40 242PC OS2RC 542PC 352RC 714 10 

8 X 200 5/16 X 8 7.94 X 203.20 243QC 053SC 543QC 353SC 1013 10 

- 3/8 X 3 9.53 X 76.20 - 060TC - 360TC 386 10 

- 3/8 X 4 9.53 X 101.60 - 061VC - 361VC 509 10 

- 3/8 X 6 9.53 X IS2.40 - 062WC - 362WC 817 10 

- 3/8 X 8 9.53 X 203.20 - 063XC - 363XC 1163 10 

3/8 X 10 9.53 X 254.00 064YC 364YC 1538 10 

10 X 75 - - 250RC - 5SORC - 419 10 

10 X 100 - - 251SC - 551SC - 563 10 

10 x ISO - - 252TC - 552TC - 882 10 

10 X 200 - - 253VC - 553VC - 12-10 10 

10 X 250 - - 254WC - 554WC - 1637 10 

12 X 75 1/2 X 3 12.70 X 76.20 260AC 070AC 560AC 370AC 628 10 

12 X 100 l/2 X .... 12.70 X 101.60 261BC 071BC 561BC 371BC 818 10 

12 X ISO 1/2 X 6 12.70 X 152.40 262CC once 562CC 372CC 1286 10 

12 X 200 1/2 X 8 12.70 X 203.20 263DC 073DC 563DC 373DC 1793 10 

12 X 250 1/2 X 10 12.70 X 254.00 264EC 074EC 564EC 374EC 2468 10 

14 X 100 9/16 X 4 14.29 X 101.60 264FC 075TC 564FC 375TC 1013 I 

14 ISO 9/16 X 6 14.29 152.40 265VC 076VC 565VC 375FC 1526 I 

14 X 200 9/16 X 8 14.29 X 203.20 265WC 077HC 565WC 377HC 2124 I 

16 X 100 5/8 X 4 15.88 X 101.60 270FC 080FC S70FC 380FC 1379 I 

16 X 150 5/8 X 6 15.88 X 152.40 271GC 081GC 571GC 381GC 2018 I 

16 x200 5/8 X 8 15.88 X 203.20 272HC 082HC 5nHc 382HC 2832 I 

- 3/4 X 4 19.0S X 101.60 - 090JC - 390JC 1894 I 

- 3/4 X 6 19.0S X 152.40 - 091KC - 391KC 2779 I 

- 3/4 X 8 19.0S X 203.20 - 092LC - 392LC 3807 I 

20 X 100 - - 280JC - SBOJC - 2066 I 

20 X 150 - - 281KC - SBIKC - 309S I 

20 x200 - - 282LC - S82LC - 4128 I 

2S X 150 I X 6 25.40 X 152.40 290MC IOOMC 590MC 400MC 4662 I 

25 x200 I X 8 25.40 X 203.20 291NC IOINC 59 INC 401NC 6214 I 
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M MliAIDA TOOlS 
HSS TOOLBITS SQUARE/ROUND S400E 

~ .......... 
EQUIVALENT S4CIOE M35 (SQ.) S4CIOE M35 (RD) PCK 

MM R:h Inch QTY 

'I (MIR090l) \•~ ... -~--'1 

- 3/32 X 2.1/2 2.38 X 63.50 - OOIBC - 300AC 182 10 

- 3/32 X 3 2.38 X 76.20 - OOOAC - 301BC 292 10 

3 X 75 1/8 X 3 3.18 X 76.20 200AC OIOCC 500AC 310CC 198 10 

3 X 100 1/8 X 4 3.18 X 101.60 201BC OIIDC 501BC 311DC 364 10 

4 X 75 5/32 X 3 3.97 X 76.20 210CC 020EC 510CC 320EC 203 10 

4 X 100 5/32 X 4 3.97 X 101.60 211DC 021FC 511DC 321FC 317 10 

5 X 75 l/16 X 3 4.76 X 76.20 220EC 030GC 520EC 330GC 159 10 

5 X 100 l/16 X 4 4.76 X 101.60 221FC 031HC 521FC 331HC 236 10 

5 ISO 3/16 6 4.76 152.40 222GC 032JC 522GC 332JC 425 10 

6 X 75 l/4 X 3 6.35 X 76.20 230HC 040KC 530HC 340KC 203 10 

6 X 100 1/4 X 4 6.35 X I 0 1.60 231JC 041LC 531JC 341LC 275 10 

6 X ISO 1/4 X 6 6.35 x I 52.40 232KC 042MC 532KC 342MC 451 10 

6 X 200 1/4 X 8 6.35 X 203.20 233LC 043NC 533LC 343NC 747 10 

8 X 75 5/16 X 3 7.94 X 76.20 240MC 050PC 540MC 350PC 267 10 

8 X 100 5/16 X 4 7.94 X 101.60 241NC 051QC 54 INC 351QC 367 10 

8 X ISO 5/16 X 6 7.94 X 152.40 242PC 052RC 542PC 352RC 588 10 

8 X 200 5/16 X 8 7.94 X 203.20 243QC 053SC 543QC 353SC 836 10 

- 318 X 3 9.53 X 76.20 - 060TC - 360TC 309 10 

- 318 X 4 9.53 X 101.60 - 061VC - 361VC 415 10 

- 3/8 X 6 9.53 X 152.40 - 062WC - 362WC 657 10 

- 3/8 X 8 9.53 X 203.20 - 063XC - 363XC 929 10 

3/8 10 9.53 X 254.00 - 064YC - 364YC 1233 10 

10 X 75 - - 2SORC - 550RC - 337 10 

10 X 100 - - 2SISC - 551SC - 450 10 

10 ISO - 252TC - 552TC - 708 10 

10 X 200 - - 253VC - 553VC - 995 10 

10 X 250 - - 254WC - 554WC - 1310 10 

12 X 75 1/2 X 3 12.70 X 76.20 260AC 070AC 560AC 370AC 491 10 

12 X 100 1/2 X 4 12.70 X 101.60 261BC 071BC 561BC 371BC 657 10 

12 X ISO 1/2 X 6 12.70 X 152.40 262CC once 562CC 372CC 1008 10 

12 X 200 1/2 X 8 12.70 X 203.20 263DC 0730C 563DC 373DC 1<107 10 

12 X 250 1/2 X 10 12.70 X 254.00 264EC 074EC 564EC 374EC 1970 10 

14 X 100 9/16 X 4 1-4.29 X 101.60 264FC 075TC 564FC 375TC 842 I 

14 ISO 9/16 6 1-4.29 X 152.40 265VC 076VC 565VC 376VC 1267 I 

14 X 200 9/16 X 8 14.29 X 203.20 265WC onHc 565WC 3nHC 1763 I 

16 X 100 5/8 X 4 15.88 X 101.60 270FC 080FC 570FC 380FC 1080 I 

16 X ISO 5/8 6 15.88 X 152.40 271GC 081GC 571GC 381GC 1618 I 

16 X 200 518 8 15.88 203.20 272HC 082HC 572HC 382HC 2215 I 

- l/4 X 4 19.05 X 101.60 - 090JC - 390JC 1498 I 

- 3/4 X 6 19.05 X 152.<10 - 091KC - 391KC 22-48 I 

13 



M 
HSS TOOLBITS SQUARE/ROUND S400E 

19.05 X 203.20 

281KC 

282LC 

25 X ISO I X 6 25.40 X 152.-40 290MC 

25 X 200 I x 8 25.40 X 203.20 291NC 

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

HSS TOOLBITS SQUARE/ROUND SSOO 

MliAIDA TOOlS 

PCK 
QTY 

092LC 392LC 3012 

1633 

581KC 2449 

582LC 

IOOMC 590MC 400MC 3729 

IOINC 59 INC -401NC 4971 

GRADES 
MM INOI EQUIVALENT 5500 T42 (SQ.) 5500 T42 (RD) PRICE PCK 

RSJ (WxL) (WxL) MM QTY mm Inch mm Inch PIECE 
(MIR0905) (MIR0905) (MIR0905) (MIR0905) 

- 3/32 X 2.1/2 2.38 X 63.50 - OOIBC - 300AC 242 10 

- 3/32 X 3 2.38 X 76.20 - OOOAC - 301BC 387 10 

3 X 75 1/8 X 3 3.18 X 76.20 200AC OIOCC SOOAC OIODC 263 10 

3 X 100 118 X 4 3.18 X 101.60 201BC OIIDC 201CC 311DC 482 10 

4x 75 5/32 X 3 3.97 X 76.20 210CC 020EC 210DC 320EC 264 10 

4 X 100 5/32 X 4 3.97 X 101.60 211DC 021FC 211EC 321FC 411 10 

5 X 75 3/16 X 3 4.76 X 76.20 220EC 030GC S20EC 031GC 194 10 

5 X 100 3/16 X 4 4.76 X 101.60 221FC 031HC 221GC 331HC 287 10 

5 x ISO 3/16 X 6 4.76 X 152.40 222GC 032JC 522GC 332JC 588 10 

6x 75 l/4 X 3 6.35 X 76.20 230HC 040KC 231HC 0-40LC 264 10 

6 X 100 1/4 X 4 6.35 X I 0 1.60 231JC 041LC 231KC 341LC 349 10 

6 x ISO 1/4 X 6 6.35 x I S2.40 232KC 042MC 532KC 442MC 569 10 

6 X 200 1/4 X 8 6.35 X 203.20 233LC 043NC 533LC 343NC 975 10 

8x 75 5/16 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 241NC 051QC 241PC OSIRC 473 10 

8 x ISO 5/16 X 6 7.94 X 152.40 242PC 052RC 542PC 352RC 758 10 

8 X 200 5/16 X 8 7.94 X 203.20 243QC 053SC 543QC 353SC 1079 10 

- 318 X 3 9.53 X 76.20 - 060TC - 360TC 410 10 

- 3/8 X 4 9.53 X 101.60 - 061VC - 361VC 552 10 

- 318 X 6 9.53 X 152.40 - 062WC - 462WC an 10 

- 318 X 8 9.53 X 203.20 - 063XC - 363XC 1239 10 

- 3/8 X 10 9.53 X 254.00 - 064YC - 364YC 1640 10 

10 X 75 - - 250RC - 550RC - 449 10 

10 X 100 - - 251SC - S51SC - 601 10 

10 x ISO - - 252TC - 252VC - 938 10 

10 X 200 - - 253VC - 553VC - 1322 10 

10 X 250 - - 254WC - 554WC - 1743 10 

12 X 75 1/2 X 3 12.70 X 76.20 260AC 070AC 560AC 307AC 654 10 

12 X 100 1/2 X 4 12.70 X 101.60 261BC 071BC 561BC 471BC 876 10 

12 X 150 1/2 X 6 12.70 X 152.-40 262CC once 262DC 472CC 1346 10 

14 



M MliAIDA TOOlS 
HSS TOOLBITS SQUARE/ROUND 5500 T42 

GRADES 
MM INOI EQUIVALENT 5500 T4:Z (SQ.) 5500 T4:Z (RD) PRICE PCX 

(WxL) (WxL) MM Inch Inch 
RSJ QTY 111111 mm PIECE 

{MIR0905) {MIR0905) {MIR0905) {MIR0905) 

12 X 200 1/2 X 8 12.70 X 203.20 263DC 0730C 263EC 373DC IBn 10 

12 X 250 1/2 X 10 12.70 X 254.00 264EC 074EC 564EC 374EC 2618 10 

14 X 100 9/16 X 4 l.of.29 X 101.60 265FC 075TC 564FC 375FC 1079 I 

14 x ISO 9/16 X 6 14.29 X 152.4() 26SVC 076VC 504RC 376GC 1625 I 

14 X 200 9/16 X 8 14.29 X 203.20 265WC IOSRC 565WC 3nHC 2260 I 

16 X 100 518 X .of 15.88 X 101.60 270FC OSOFC 570FC 480FC 1435 I 

16 X 150 518 X 6 15.88 X 152.-40 271GC OSIGC 271HC 4aiGC 2149 I 

16 X 200 5/8 X 8 15.88 X 203.20 2nHC 082HC 2n1c 382HC 2942 I 

- 3/4 X .of 19.05 X 101.60 - 090JC - 490JC 1995 I 

- 3/4 X 6 19.05 X 152.-40 - 091KC - 491KC 2991 I 

- 3/4 X 8 19.05 X 203.20 - 092LC - 392LC 4009 I 

20 X 100 - - 280JC - 580JC - 2174 I 

20 X 150 - - 281KC - 281LC - 3261 I 

20 X 200 - - 282LC - 582LC - -43-46 I 

25 X 150 I X 6 25.40 X 152.-40 290MC IOOMC 590MC SOOMC -4955 I 

25 X 200 I X 8 25.40 X 203.20 291NC IOINC 59 INC -401 NC 6605 I 

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

ZEDD M2 (HSS WITH 0% COBALT) (62-65 HRq 

SIOO M35 (HSS WITH 5% COBALT) (63 -66 HRq 

S200 M42 (HSS WITH 8% COBALT) (65- 68 HRq 

S400 T42 (HSS WITH 10% COBALT) (64- 67 HRq 

S400E M35 WITH CRYOGENIC (ULTRA LOW) HEAT TREATMENT (64-67 HRS) 

SSOOE T42 WITH CRYOGENIC (ULTRA LOW) HEAT TREATMENT (65-69 HRS) 

IS 



M MliAIDA TOOlS 
Toolbits Application Guide 

RECOMMENDED CUTTING SPEED- METER PER MINUTE 

Material 

Mild Steel, Wrought Iron, Soft Brass, Copper, Bronze and Aluminium with 
tensile strength of less than 25 tons per 5e1uare inch. 

Steel & Steel Castings such as slightly hard Mild Steel, Soft Cast Iron & other 
metals like hard Brass, Copper & Aluminium with tensile strength upto 38 
tons per 5e1uare Inch 

Steel & Steel Castings such as Carbon Steel, medium hard cast Iron & other 
metals like hard Brass, Copper, Bronze & Aluminium with a tensile strength 
upto 45 tons per 5e1uare inch. 

Steel & Steel Castings such as Oil Hardened Steel, Chrome Steel, Hard Cast 
Iron, etc. With a tensile strength upto 50 tons per 5e1uare inch. 

Steel & Steel Castings including annealed High Speed Steel, with a tensile 
strength upto 65 tons per square inch. 

• ' 

79-50 

39-26 

29-21 

22-16 

15-13 

70-45 60-40 59-36 

36-2-1 33-32 30-21 

26-18 24-16 22-15 

21-15 20-1-1 18-23 

15-12 14-11 12-10 

RECOMMENDED DEPTH OF CUT 

OPERATION 

Rough turning 

Semi finish turning 

Finish turning 

RECOMMENDED FEED 

Wart.: Material 

Carbon steel & Alloy steel 

10 
Cast I ron Bronze & Alumlnlum Alloys 

Carbon steel & Alloy steels 

5 
Cast Iron, Bronze & Aluminium Alloys 

Carbon steel & Alloy steel 

2.5 
Cast Iron, Bronze & Aluminium Alloys 

~fllcu&d 
N-d~ 

<50 
>50 

All Range 

<50 
>50 

All Range 

<50 
50- 100 
> 100. 

All Range 

16 

DEPTH OF CUT mm 

Depth of cut "" machining allowance 

0.50 to 0.20mm 
OAOto 0.10 mm 

0.3-0.5 0.45-0.60 0.55-0.7 
OA- 0.55 0.55-0.65 0.65-0.7 

0.25-0.4 0.40-0.5 0.5-0.6 

0.18-0.25 0.25-0.3 0.3-0.4 
0.25-0.3 0.3-0.35 0.35-0.5 

0.15-0.25 0.25- OA 0.4-0.6 

0.10 0.11-0.15 0.15-0.22 
0.11-0.16 0.16-0.25 0.25-0.35 
0.16-0.20 0.20-0.25 0.25-0.35 

0.1-0.15 0.15-0.2 0.2-0.35 



M MliAIDA TOOlS 
HINTS FOR MACHINING 

The tool must be kept sharp. I. 
2. 
3. 
4. 
5. 
6. 
7. 
8. 
9. 
10. 
II. 

Tool overhang should be kept to a minimum less than a I :I ratio of overhang to the shank section, to avoid vibrations. 
The finishing point of the tool must be set on the centre line of the work piece. 
Re-grind at the appropriate time to minimise cutting forces. Wom out edges need a higher force. 
Use positive rake angles. Do not use a negative rake angle unless c;~lll!l!d fnr 

The machine must be kept rigid. Carrec:t way of Clamping the Tool. 
The machine should be of adequate power. CORRECT INCORRECT 
The work piece and tool should be well clamped. 
The depth of cut should be deep enough to avoid glazing. 
The feed should be positive to avoid work hardening. 
Minimum chip colourisation is desirable. 

TOOL CLAMPING 
Tool bits should be fitted in the tool post or tool holder with a 
minimum of overhang as shown in figure (in the ratio of I : I 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 
of the tool bit that rests on the tool post. It is not advisable to use a 
bent shim. 

~(1] 
1)0 CORRECT OVER HANG 

(2) 

SHIM 
FULLY 

SUPPORTING 
THE TOOL 

c$; (1) 

l.l 
• TOO MUCH OVER HANG 

R (2) 

SHIM 
SHIM NO SUPPORT 

~(3) 
~SHIM 

NO SUPPORT 

COMMON TOOL PROBLEMS, CAUSES AND REMEDIES 
INDICATIONS 

Chipping 

Cracking or Breaking 

Chatter 

Torn Finish 

Flank wear 

Crater wear 

Glaze 

CAUSES 

Too Keen a cutting edge. 
Chatter. 
Incorrect tool material. 
Too much relief. 
lack of rigidity. 
Improper grinding. 

Feed to heavy. 
Worn out cutting edges. 
Improperly applied coolant. 
Too 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 damping. 

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

Speed too low. 
Dull tool. 
Improper grinding. 

Speed too high. 
Feed to light. 
Improper grinding. 

Speed too high. 
Feed too high. 
Tool of incorrect grade. 

Speed too low. 
Tool finish rough. 

Tool little rake. 

17 

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 to 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 tool 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 tne cutting faces. 
Provide adequate rake. 





M MliAIDA 10015 
HACKSAWS & BANDSAWS 



2 

3 

4 

5 

6 

SAWS 

HAND HACKSAW AND POWER HACKSAW BLADES 

METAL CUTTING BANDSAW BLADES 

METAL CUTTING BANDSAW BLADE (Induction Hardning) 

LOW ALLOY HAND SAW BLADES 

BI-METAL BANDSAW BLADES 

TECHNICIANS DETAILS 

20 

MliAIDA 100\S 

21-22 

23 

25-26 

26 

28 

29 



M MliAJDA TOOlS 
Hacksaw Blades 

12 X 1/2 X 0.025 (23G) X 14 300x 12.5x0.63x 14 050EC 49 651KC 47 
12 X 1/2 X 0.025 (23G) X 18 300x 12.5x0.63x 18 051FC 49 630KC 

12 X 1/2 X 0.025 (23G) X 24 300x 12.5 x0.63 x24 052GC 49 750KC 47 
12 X l/2 X 0.025 (23G) X 32 300x 12.5 x0.63 x32 053HC 49 751KC 47 

POWER HACKSAW BLADES 

I~ o]~ I< ·n.r:l'm "''"""'""""' '"""'B ·~ ~ 
. . • • • ;J, ;t( .. •l=l 

~ {tm'<;~~•·;, :r;~~411im~<irTI1: l~!:-~ ... :~· : ·••c-·. '-'=11 ~I ~~~ . . . IIi!JJ l[EJ"~:Iil' 
ll':"r.<il'lll~ll D:ir1lrn 

12 X I X 0.050 ( 18 G) 300 x 25 x 1.25 21 OOJC I 0 213 II I EHOOO 10 179 

12 X I X 0.050 ( 18 G) 300 X 25 X 1.25 2101KC 14 213 IIIFHOOO 14 179 

1-4 X I X 0.050 (18 G) 350 X 25 X 1.25 2150LC 6 240 JIIDHOOO 6 202 

1-4 X I X 0.050 (18 G) 350 X 25 X 1.25 2151MC 10 240 JIIEHOOO 10 202 

1-4 X I X 0.050 (18 G) 350 X 25 X 1.25 2152NC 14 240 311FHOOO 1-4 202 

16 X I X 0.050 ( 18 G) 400 X 25 X 1.25 2250RC 10 317 ISIIEHOO 10 278 

16 X I X 0.050 ( 18 G) 400 X 25 X 1.25 2251SC 14 317 ISIIFHOO 14 278 

17 X I X 0.050 ( 18 G) 425 X 25 X 1.25 2350WC 10 357 SIIEHOOO 10 303 

17 X I X 0.050 ( 18 G) 425 X 25 X 1.25 2351XC 14 357 SIIFHOOO 14 303 

18 X I X 0.050 (18 G) 450 X 25 X 1.25 2450AC 10 363 711EHOOO 10 310 

18x I x0.050(18G) 450 X 25 X 1.25 2451BC 14 363 711FHOOO 14 310 

14x I l/4x0.062(16G) 350 X 32 X 1.60 2200PC 6 408 322DHOOO 6 339 

14x I l/4x0.062(16G) 350 X 32 X 1.60 2201QC 10 408 322EHOOO 10 339 

16x I l/4x0.062(16G) 400 X 32 X 1.60 2300TC 6 472 1822DHOO 6 387 

16x I l/4x0.062(16G) 400 X 32 X 1.60 2301VC 10 472 1822EHOO 10 387 

17x I l/4x0.062(16G) 425 X 32 X 1.60 2-400YC 6 509 522DHOOO 6 437 

17x I l/4x0.062(16G) 425 X 32 X 1.60 2401ZC 10 509 522EHOOO 10 437 

18x I l/4x0.062(16G) 450 X 32 X 1.60 2500CC 6 525 722DHOOO 6 443 

18x I l/4x0.062(16G) 450 X 32 X 1.60 2501DC 10 525 n2EHOOO 10 443 

18x I l/4x0.080(14G) 450 X 32 X 2.00 2502EC 4 652 - - -
18x I l/4x0.080(14G) 450 X 32 X 2.00 2503FC 6 652 - - -
18x I l/4x0.080(14G) 450 X 32 X 2.00 2504GC 10 652 - - -
18x I l/2x0.062(16G) 450 X 40 X 1.60 2551JC 6 700 - - -
18x I l/2x0.062(16G) 450 X 40 X 1.60 2552KC 10 700 -
18x I l/2x0.080(14G) 450 X 40 X 2.00 2553LC 4 774 743DHOOO 6 641 

18x I l/2x0.080(1-4G) 450 X 40 X 2.00 255-4MC 6 77-4 - -
18x I l/2x0.080(14G) 450 X 40 X 2.00 2555NC 10 774 - - -
20 x I 1/2 x 0.080 (14 G) 500 X 40 X 2.00 2650SC 4 859 2043DHOO 6 708 

21 



M MliAJDA TOOlS 
POWER HACKSAW BLADES 

. ltml ·ll-'4m ,,~ .• ·~ •h< 0 

~··~~··;,. ~~~fllilr-1:• m: [l!:~: ;~ .... • .~ .• IC'·' ~·. 
~I ;, ~••.:· •l:l 

·~ ;;r. . 1ill!ilW 
D:i:r1tm [jjJjj] 'Ho1.1:· miT II' c:il!J ~ 

20 X I 1/2 X 0.080 (14 G) 500 X 40 X 2.00 26SITC 6 859 - -
20 X I 1/2 X 0.080 (14 G) 500 X 40 X 2.00 2652VC 10 8S9 - -
21 X I 1/2 X 0.080 (14 G) 525 X 40 X 2.00 2700WC 4 906 1043CHOO 4 

21 X I l/2 X 0.080 (14 G) 525 X 40 X 2.00 2701XC 6 906 1043DHOO 6 

21 x I 1/2 x 0.080 (14 G) 525 X 40 X 2.00 2702VC 10 906 

22 X I 1/2 X 0.080 (14 G) 550 X 40 X 2.00 2750YC 4 949 2143CHOO 4 

22 X I 1/2 X 0.080 (14 G) 550 X 40 X 2.00 2751ZC 6 949 2143DHOO 6 

24 X I 1/2 X 0.080 (14 G) 600 X 40 X 2.00 2800AC 4 1041 1443CHOO 4 

24 X I 1/2 X 0.080 (14 G) 600 X 40 X 2.00 2801BC 6 1041 1443DHOO 6 

24 X I 1/2 X 0.080 (14 G) 600 X 40 X 2.00 2802VC 10 1041 - -
24x I l/2x0.100(12G) 600 X 40 X 2.50 2802CC 4 1235 - -
24x I l/2x0.100(12G) 600 X 40 X 2.50 2803DC 6 1235 - -
28x I l/2x0.100(12G) 700 X 40 X 2.50 2900jC 4 1489 - -
28x I l/2x0.100(12G) 700 X 40 X 2.50 2901KC 6 1489 - -
lOx I l/2x0.100(12G) 750 X 40 X 2.50 3000NC 4 1659 - -
lOx I l/2x0.100(12G) 750 X 40 X 2.50 3001PC 6 1659 - -

24 X 2 X 0.080 ( 14 G) 600. :50 :2.00 2850EC 4 1461 

24 X 2 X 0.080 ( 14 G) 600 X SO X 2.00 2851FC 6 1461 - -
24 X 2 X 0.1 00 ( 12 G) 600 X SO X 2.50 2852GC 4 1730 1465CHOO 4 

24 X 2 X 0.1 00 ( 12 G) 600 X SO X 2.50 2853HC 6 1730 1465DHOO 6 

28x2x0.100 (12 G) 700 X SO X 2.50 2950LC 4 2014 2265CHOO 4 

28x2x0. 100 (12 G) 700 X SO X 2.50 2951MC 6 2014 2265DHOO 6 

30 X 2 X 0.100 (12 G) 750 X SO X 2.50 3050QC 4 2245 1765CHOO 4 

30 X 2 X 0.100 (12 G) 750 X SO X 2.50 3051RC 6 2245 1765DHOO 6 

32 X 2 X 0.1 00 ( 12 G) 800 X SO X 2.50 3100SC 4 2302 1965CHOO 4 

32 X 2 X 0.1 00 ( 12 G) 800 X SO X 2.50 3101TC 6 2302 1965DHOO 6 

36 X 2 X 0.1 00 ( 12 G) 900 X SQ X 2.50 liSOVC 4 2714 2365CHOO 4 

36X2XO.IOO (12G) 900 X SO X 2.50 3151WC 6 2714 2365DHOO 6 

32X21/2XO.IOO (12G) - - - 1975CHOO 4 

# 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/-. 

22 

I =I fo' 

lim 
:rr.:Tml. 
~ 

-
787 

787 

854 

854 

922 

922 

-
-
-
-
-
-
-

1426 

1426 

1643 

1643 

1892 

1892 

1940 

1940 

2284 

2284 

2438 



M MliAJDA TOOlS 
Metal Cutting Bandsaw Blades 

I/4X23G X 100' (30.5 mts) 6.35X0.63 

3/8 X 23G X I 00' (30.5 mts) 9.53 X0.63 

3/8 X 23G X I 00' (30.5 mts) 9.53 X0.63 

3/8 X 23G X I 00' (30.5 mts) 9.53 X0.63 

I/2X23G X 100' (30.5 mts) 12.70X0.63 

I/2X23G X 100' (30.5 mts) 12.70X0.63 

I/2X23G X 100' (30.5 mts) 12.70X0.63 

I/2X23G SKIP X 100'(30.5 mts) 12.70X0.63 

5/8 X 21 G X I 00' (30.5 mts) 15.88X0.80 

5/8 X 21 G X I 00' (30.5 mts) 15.88X0.80 

5/8 X 21 G X I 00' (30.5 mts) 15.88X0.80 

3/4 X 21 G X I 00' (30.5 mts) 19.05X0.80 

3/4 X 21 G X I 00' (30.5 mts) 19.05X0.80 

3/4 X 21 G X I 00' (30.5 mts) 19.05X0.80 

3/4 X 21 G X I 00' (30.5 mts) 19.05X0.80 

3/4 X 21 G SKIP X I 00' (30.5 mts) 19.05X0.80 

I X 20G X I 00' (30.5 mts) 25.40X0.90 

I X 20G X I 00' (30.5 mts) 25.40X0.90 

I X 20G X I 00' (30.5 mts) 25.40X0.90 

I X 20G X I 00' (30.5 mts) 25.40X0.90 

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

I/4X23G X I 00' (30.5 mts) 6.35X0.63 

ll4X23G X I 00' (30.5 mts) 6.35X0.63 

I/4X23G X I 00' (30.5 mts) 6.35X0.63 

3/8X23G X I 00' (30.5 mts) 3.53X0.63 

3/8X23G X I 00' (30.5 mts) 3.53X0.63 

3/8X23G X I 00' (30.5 mts) 3.53X0.63 

I/2X23G X I 00' (30.5 mts) 12.70X0.63 

I/2X23G X I 00' (30.5 mts) 12.70X0.63 

I/2X23G X I 00' (30.5 mts) 12.70X0.63 

5/8X21G X I 00' (30.5 mts) 15.88X0.80 

5/8X21G X I 00' (30.5 mts) 15.88X0.80 

5/8X21G X I 00' (30.5 mts) 15.88X0.80 

3l4X21G X I 00' (30.5 mts) 19.05X0.80 

3/4X21G X I 00' (30.5 mts) 19.05X0.80 

3/4X21G X 100' (30.5 mts) 19.05X0.80 

I X 20G X I 00' (30.5 mts) 25.04X0.90 

I X 20G X I 00' (30.5 mts) 25.04X0.90 

I X 20G X I 00' (30.5 mts) 25.40X0.90 

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

6 1106BC 

8 1108CC 

10 IIIODC 

6 1206BC 

8 1208CC 

10 1210DC 

6 1206PC 

6 1306BC 

8 1308CC 

10 1310DC 

4 1404AC 

6 1406BC 

8 1408CC 

10 1410DC 

6 1406PC 

4 1504AC 

6 1506BC 

8 1508CC 

10 1510DC 

14 1014EC 

18 1018FC 

24 1024GC 

14 1114EC 

18 1118FC 

24 1124GC 

14 1214EC 

18 1218FC 

24 1224GC 

14 1314EC 

18 1318FC 

24 1324GC 

14 I-11-1EC 

18 1418FC 

24 1424GC 

14 1514EC 

18 1518FC 

24 1524GC 

PRICE FOR 10.5 
MTRS.lDNG ROU. 

RSJROLL 

1638.00 

1124.00 

1124.00 

1124.00 

1357.00 

1357.00 

1357.00 

1447.00 

1765.00 

1765.00 

1765.00 

1855.00 

1855.00 

1855.00 

1855.00 

2on.oo 

2465.00 

2465.00 

2465.00 

2465.00 

PRICE FOR 30.5 
MTRS. lDNG ROU. 

RSJROLL 

1638.00 

1638.00 

1638.00 

1124.00 

1124.00 

1124.00 

1357.00 

1357.00 

1357.00 

1765.00 

1765.00 

1765.00 

1855.00 

1855.00 

1855.00 

2465.00 

2465.00 

2465.00 



M MliAJDA TOOlS 
Metal Cutting Bandsaw Welded Coils Racker Set 

3/4X21G X8'3" (2515 mm) 19.05 X0.80X2515 

3/4X21G X8'3" (2515 mm) 19.05 X0.80X2515 

3/4X21G X8'3" (2515 mm) 19.05 X0.80X2515 

3/4X21G X8'3" (2515 mm) 19.05 X0.80X2515 

3/4X21G X8'3" (2515 mm) 19.05 X0.80X2515 

3/4 X 21 G X 9' I 0" (2997 mm) 19.05 X 0.80 X 2997 

3/4 X 21 G X 9' I 0" (2997 mm) 19.05 X 0.80 X 2997 

3/4 X 21 G X 9' I 0" (2997 mm) 19.05 X 0.80 X 2997 

3/4 X 21 G X 9' I 0" (2997 mm) 19.05 X 0.80 X 2997 

3/4 X 21 G X 9' I 0" (2997 mm) 19.05 X 0.80 X 2997 

3/4 X 21 G X I 1'71/2" (3544 mm) 19.05 X 0.80 X 3544 

3/4 X 21 G X I 1'71 /2" (3544 mm) 19.05 X 0.80 X 3544 

3/4 X 21 G X I 1'71 /2" (3544 mm) 19.05 X 0.80 X 3544 

3/4 X 21 G X I 1'71/2" (3544 mm} 19.05 X 0.80 X 3544 

3/4 X 21 G X I 1'71/2" (3544 mm) 19.05 X 0.80 X 3544 

Note : All items required minimum order value of Rs. 20,000/-. 
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6 

8 

10 

14 

4 

6 

8 

10 

14 

4 

6 

8 

10 

14 

3604AC 

3606BC 

3608CC 

3610DC 

3614EC 

3704AC 

3706BC 

3708CC 

3710DC 

3714EC 

3804AC 

3806BC 

3808CC 

3810DC 

3814EC 

PRICE 

RSJCOIL 

206 

206 

206 

206 

206 

234 

234 

234 

234 

234 

269 

269 

269 

269 

269 



M11A11DA 100\S 

Inti .. K:tlan aflncludlan Handa lid Maml Cutdn1 Band w Bladatl 

Miranda Tools haw: introduced, Induction hardening of carbon bandsaw, a~of-the artte<.hnolou 
In theArlldashwarplant. 

ThiJ has nowreplacedd!ecorwentlonal Flame hardenll\fPI ocess. 

INDUCllON VIS CONVENTIONAL FLAME HARDENING OF MCBB: 

Gas basad flame type healing system. I. I.Eiadrk:al & thyristDr Wiibollad heatin;g 
sysqm. 

l. Varyconsilltl!nt hardeninaquafity. 

4. Operatorsldlllsnotverylmportant. 

5. Product is <.amber and 1.wistfree. 

6. Poor back hardll4!M'Qwis. band twisting 6. Uniform back hardness ensurw strai,Plt 
and cuatn;gofJobs. 

ProdiJCt performance -lnc::onsistlant 

7. Hardness pctem of tooth, plet and body 
lseullymalntalned. 

8. Product Is unique by appearance. Body
ceM~er b Metalllc:whke. 

9. Product performance-Wil&istant 

Today Mlra.nda Tools lstheonlycompanyiR India 'Which g!Yesyouthecarbon bandawwtthgreat 
consls«encyand super1orquallty, usll\fd!ls teech;'IOiogy. 



M MliAJDA TOOlS 

Instruction For Bandsaw Product 

I. Running in of new band-saw blade (optimum radius formingofthetooth 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 a material cross section I contact length of up to 500 mm Feed, 
determined according to chip thickness per teeth (mm) 

H 
Low -alloy steel 0.005 - 0.008 FZ= 

40 x m/min x t x TPI 
= Chip thickness per teeth 

Alloy steel 0.004 - 0.008 
H = Material diameter 

Tool steel 0.002 - 0.005 
40 = Constant 

Stainless steel 0.002 - 0.005 
mlmin = Cutting speed 

Bronze I copper 0.008 - 0.0 12 
t = Time per section 

Aluminium 0.0 I 0 - 0.030 
TPI = Teeth per inch 

3. General rule for cutting speed and material 

The harder and tougher the material is, the lower should the cutting speed be. This assures that the 

tooth can 
11WOrks its way 11 

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 

26 



M MliAJDA TOOlS 

LOW ALLOY HACKSAW BLADES 

[i:lill3j 
t]::f.,."'{el: :.li•..:J1-I 

a-'JII'J~I=tlll=l 

HANDSAW 12 X 1n X23G X 14 TPI 6.45 

HANDSAW 12 X 1n X23G X 18 TPI 6.45 
LOW ALLOY HANDSAW BLADES 

HANDSAW 12 X 1n X23G X 24 TPI 6.45 

HANDSAW 12 X 1n X23G X 32 TPI 6.45 

POWER SAW 12 X I X 18G X 10 TPI 27.88 

POWER SAW 12 X I X 18G X 14 TPI 27.88 

POWER SAW 14 X I X 18G X 6 TPI 33.29 

POWER SAW 14 X I X 18G X 10 TPI 33.29 

POWER SAW 14 X I X 18G X 14 TPI 33.29 

POWER SAW 14 X 1.1/4 X 16G X 6 TPI 47.54 

POWER SAW 14 X 1.1/4 X 16G X 10 TPI 47.54 

POWER SAW 16 X I X 18G X 10 TPI 39.04 

POWER SAW 16 X I X 18G X 14 TPI 39.04 
LOW ALLOY POWER BLADES 

POWER SAW 16 X 1.1/4 X 16G X 6 TPI 54.74 

POWER SAW 16 X 1.1/4 X 16G X 10 TPI 54.74 

POWER SAW 18 X I XI8GX 10 TPI 48.86 

POWER SAW 18 X I XI8G X 14 TPI 48.86 

POWER SAW 18 X 1.1/4 X 16G X 6 TPI 64.56 

POWER SAW 18 X 1.1/4 X 16G X 10 TPI 64.56 

POWER SAW 18 x 1.1n XI6G X 4 TPI 80.71 

POWER SAW 18 x 1.1n X 16G X 6 TPI 80.71 

POWER SAW 18 x 1.1n X 16G X 10 TPI 80.71 
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M MliAJDA TOOlS 
BIMETAL BANDSAW 

~ l"1;r, •I ~ Ull1iJ I:J:lll I =I • ~ . 

13X0.65 8,10,1-4, 61 I 0,8/12, I 011-4 521 

13X0.90 6,8,10,1-4, 518,6/ I 0,8/12, I 0/14 562 

20X0.90 6,8,10,1-'4, I 416,5/8,611 0,8/12, I 0/14 583 
FURIANNN 

27X0.90 4,6,8, I 0, 1-'4 /314,4/6,5/8,6/10,8/12,10/14 602 

3-4XI.IO 6 I 3/-'4,-'416,5/8,6/10 7-'41 

41XI.30 6 I 3/4,4/6 1175 

27X.90 2/3,3/4,4/6,5/8,6/ I 0 602 

3-4XI.IO 2/3,3/4,416 741 

41XI.30 1.2/2,2/3,31-'4,-'4/6 1175 
FURIA-VI 

5-4XI.60 0.7511.2, 1.2/2,2/3,31-4,-'4/6 1875 

67XI.60 0. 7511 .2, 1.2/2,2/3 2848 

80XI.60 0.7511.2 ----
27X.90 3/-4 763 

3-4XI.IO 2/3,3/4 9-'40 

TTTAN-VX 41XI.30 1.2/2,2/3,3/-'4 1578 

5-4XI.60 1.2/2,2/3.TPI 2-'402 

67XI.60 0. 7011 ' 1.2/2,2/3 3757 

27X.90 314,4/6 682 

3-4XI.IO 2/3,3/-'4. TPI 841 

KATANA-VX 41XI.30 1.2/2,2/3,31-'4, 1-'409 

5-4XI .60 2/3,0.7/1 .2, 1.2/l.TPI 21-'40 

67XI.60 0. 711 , I .2/2,2/3 335-'4 

20X.90 3.TPI 661 

27X.90 2,3.TPI 682 

ALUMINA-CI 27XI.IO 3 682 

34XI.IO 1.25,2,3 841 

41XI .30 1.25,2 1409 

34XI.I 31-'4, -'4/6 841 

PROFILA-VIL 41XI.30 2/3,3/4, 4/6 1-'409 

5-4XI .60 2/3.3/4 2140 

34XI.IO 2,3,-4 1095 

ULTIMA 41XI .30 2,3,-4 1857 

5.o4XI .60 1.2,2,3 2805 

NOTE: 

# length & TPI of bimetal loop as per requirement. 

# All items required minimum order value of Rs. 20,0001-. 

28 



., MliAIDA TOOlS 
Bandsaw Blades 

Mroutdor.Ha~S. ~ Bloda ... Modo ...... Quban-.1. 
~ Heaol <U11t1S S. I .. R.ola aro ~r.d wllh 4, 6, $, 10. I .f. 1$, 2.4 TPL, ~ 30.50 1'11:1'1. (lOOft) 
Mroutda Ha ~ Bandaw Coils ..,.~r~~~~uf'KD~rod with Raloorand 'WINy101t Bt IMP I' 3' (:!.SIS rnm.) 9' Iff' 2'1'17 mm), 
II' 71\' ()S44rmo} . 
....,., Ha ...m.c BandawWaklod ColloCII'Ibe"'4'plod • .--.rl"'lqliW1MIIIIL 

1/4 G.025 us 
),18 G.025 9.5) 
lfl oms 11.70 
Ill Q.CilS ll.70 
5JI cum 15.88 
3/4 cum 19.~ ,. o.on 19.~ 

0.0)5 25.<40 

II 7 Ill' 

~·--· ISO ISO • 5030 
Aft·) 

Dll&lj:l• ............ 

-S.C .ol,6,.1,10 TPI 
Wooys.t IU+.IHPI 

~ IW, 3/fl',lfl', 511'. 3H' I'Ok 

0.63 
0.63 
0.63 
0.63 
0.80 
0.80 
0.80 
uo 

U5, t.s:J, 12.10. ISM.ItJI5, 2.1.-IOrrm. 

~ 21G,21G,20G,OR 
0.6), 0.10, O.'IOinm. 

IArclh auGM!n. 
011100' 

J05 
J05 
l05 
l05 
J05 
J05 
J05 
l05 

10, 
6,11, 10 
6,11, 10 

' 6,1,10 
4,6,1,10 

' 4,6,1,10 

4,6,$,10 
4,6,1,10 

111,.24, 14 
18, l.f, 14 
18,l.f, 14 

111,.24, 14 
111,.24, 14 

18,)4, 14 



M 

Free machining steel 

Mild Steel 

Carbon Steel 

Annealed Tool & Alloy Steel 

Alloy Construction Steel 

High Speed Steel 

Stainless Steel 

Tubings 

Grey Cast Iron 

Malleable Cast Iron 

Meehanlte 

Copper 

Aluminium 

Phosphor Bronze 

Plastic 

Asbestos 

Phenolic 

Paper 

Rubber (Hard) 

Feed Rate Chart 

Work Thickness 

Carbon Steel 

Cold Rolled Mild Steel 

Cost Iron 

High Carbon, High-Chrome Steel 

Trouble Shooting 

Prall IIIII 

I. lileth Ripping 

l. Excessive blade breakage 

l. Early tlleth wear 

4. Blade twisting 

Pledl 't. P. L 

18 14 10 6 

24 14 10 6 

24 14 10 6 

24 18 10 6 
24 14 10 8 

24 14 10 8 
24 14 10 8 

24 14 
18 14 10 6 

18 10 8 6 

18 10 8 6 

10 8 6 

18 14 6 6 

18 10 10 6 

18 10 8 6 

18 10 8 6 

18 10 8 6 

18 10 8 6 

18 10 8 6 

l/4" l/2" I" 

4.50 2.12 1.00 

9.00 4.00 1.75 

16.00 7.50 3.25 

2.25 1.00 0.50 

c... 
• Teeth too coarse 
• Excesslw f•d I Load 

• Gullets ftlllng up 
• Vibrating Work Plea= 

• MialiJned au ides 
• Very hl&h speed 
• Lack of coolant 
• Weld not annealed 
• Teeth too COUH 

• Very hl&h speed 
• Too lizht a faed 
• Lack of coolant 
• Cut is binding the blade 
• Excealwl blade tanslon 
• Guides too close to work 

30 

MliAJDA TOOlS 

raaw.r 

c:u-..,.... t'eetiMinutle 
2SO 200 175 ISO 
2SO 200 175 ISO 

2SO 200 175 ISO 
100 80 60 40 
175 ISO 125 100 

ISO 100 75 50 
100 75 so so 
175 ISO 
200 ISO 100 7S 
200 175 ISO 12S 

ISO 100 75 so 
1500 1500 1500 

1800 1400 800 600 

1200 900 700 700 

1500 2000 1500 1500 
-4000 3500 3000 3000 

4500 4000 3500 3000 
1500 1500 1500 1500 
-4000 3800 3000 3000 

1-1/2" 3" 6" 

0.62 0.31 0.12 

1.12 0.50 0.25 

2.12 1.00 0.43 

0.25 0.12 0.03 

• Check i( higher TPI saw is requr.d 
• Decrease to recomrnendecl pressure/load 

• Check spri111 tension of blade 
• On verUc:al ma.::hlnes, the work is hand-fed, 

Feeding pi"'ISSUnn should be moderate and study. 
• Use thicker cutting oil 

• CJ.np and levwl securely 
• A slight ~ of the piece causes the teeth to rip out 
• On var1ical machines, u the woric is hand-fed, adequate 

experience and care is required to feed the work with 
st8ady pi"'ISSUnn, at the same time without ausing 
vibration, Advice screw feed wherever possible. 

• Check i( higher TPI saw is recommended. 
• Reduce tension 

• Decrease to recomrnendecl pressure/load 
(IS kg. on Horiz. M/c:.) 

• Adjust auidas. 

• Decrease to recomrnendecl speed. 

• Always use cutdng coolant 
• Anneal the weld sadsfactorily 
• Use a flnar tooth blade. 

• Decrease to recomrnendecl speed 
• lnaeue to recommended pressu,.._lioad 

• Always use cutdi'IS oil/coolant 
• Decr11818 pressunw'lcad 

• Decrease the tension 

• Widen gap between auldes. 
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ULTIA6 lURlA • BIMDII M42 
liUIIIII blrd•trillo!aspodllillatlllll ~ *lallrsuo•y""....,l<ill....,ro, N ... 4il;....,lilll411;~1.1111ti¥Sfoool 111111 OKlJ allllf ... 
lliiiWollktli&lal,....a.lllll ,n..anmot _.l!lGD,HnJd,odfC~~libqP<1'1/mi¥QIIpo4 -oltdfw~!Rdl.ldlll•&'llldnm~IAIIIIII:ialllls. 

IUaiA- COIIIUIII' PIICII 

&10.9 V4t.035 
10..0..9 l/&1.035 
13il0,,5 Vb.OZS 
1a.o..9 1/.IJ.035 
201149 ~4l035 
'l111J..9 lrJIU 
Ma1.1 I V41.042 
41a1.3 11/.11.05l) 
&10.9 V4t.035 

10..0..9 l/&1.035 
IW,65 Vb.OZS 
1a.o,9 Vb.035 
201149 ~4l035 
'l111J,9 I...CSS 
'l1a1,1 I1.GU 
Ma1,1 I V41.042 
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..., 

"' "' 
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•• •• • 
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rn _t a.'-5 
.. 

'1111!, t 11.03 5 .. .. 
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Slll.1 1 1/41<041 • .. 
4hl) 1 112<450 

., ~ 

!;!J 2711,' 1LG!S Slll.l 11/4t.042 
4111,a 11/hD!I) 
1411,, hA63 
&lil,&l~ 
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...,...,..., 

..., "' .. .... ~ ... ........... ... ...,...,...,~ .. .. ~ ~ 
•• .. ..., ........ ..., . ...... 

••• ..... ., ... 
•• 

.... 
.. .. 

• •• :t :1 :1 .. 
• -- [jij~~~~~~~~liil ·:r ... -:.• ... ... ... cctflt"- .... -- lllllt .. ... 
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MliAWDA TOOlS 
DRILLS 

Delatptlon 

HSS PARALLEL SHANK STD, GOLD & SUPER JOBBER SERIES (Imperial Sizes) 

HSS JOBBER DRILL SETS 

HSS PARALLEL SHANK STD, GOLD & SUPER JOBBER SERIES (Metric Sizes) 

GAUGE 

ERGAUGE 

UB SERIES {Imperial Sizes) 

HSSJOBBER DRILLS- WIRE 

HSS JOBBER DRILLS - LETT 

HSS PARALLEL SHANK ST 

HSS PARALLEL SHANK ST 

HSS PARALLEL SHANK LO 

HSS PARALLEL SHANK LO 

HSS PARALLEL SHANK EXT 

HSS TAPER SHANK DRILL 

HSS TAPER SHANK DRILL 

HSS TAPER SHANK TWIS 

HSS TAPER SHANK TWIS 

CENTRE DRILL (lYpe "A• 
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UB SERIES (Metric Sizes) 
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NG SERIES (Metric Sizes) 

RA LONG SERIES (Imperial & Metric Sizes) 
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MliAWDA TOOlS 

HSS PARALLEL SHANK STD, GOLD AND SUPER JOBBER SERIES 

IS : 51 0 I • 1991 

. . ~ ~ LiL~~ ~ 
•~••u=~•~.:L(]Ii Ltl'J:<;t:l ... l~ ltll • 

._.._ 'll"ia;'iill ,,~ .. ,~.,~ 
~ Wif • o;r: ~ 

....._ !1±:] [1.< l;{•;t:i•}J j;:; 

3/64" 16 38 10 OOOICC 263 290 370 

1/16" 20 43 10 OOOIOC 263 290 370 

5/64" 24 49 10 OOOIEC 285 310 400 

3/32" 30 57 10 OOOIFC 285 310 400 

7/64" 33 61 10 OOOIGC 285 310 400 

1/8" 36 65 10 OOOIHC 371 410 520 

9/64" 39 70 10 OOOIJC 377 410 530 

5132" 43 75 10 OOOIKC 459 500 640 

11/64" 47 80 10 OOOILC 567 620 790 

3/16" 52 86 10 OOOIMC n7 BOO 1020 

13/64" 52 86 10 OOOINC 799 880 1120 

7/32" 57 93 10 OOOIPC 864 950 1210 

IS/64" 57 93 10 OOOIQC 961 1060 1350 

l/4" 63 101 10 OOOIRC 1054 1160 1480 

17/64" 69 109 10 OOOISC 13-46 1550 2020 

9/32" 69 109 10 OOOITC 1471 1690 2210 

19/64" 75 117 10 OOOIVC 1689 1940 2530 

5/16" 75 117 10 OOOIWC 1845 2120 2770 

21/64" 75 117 10 OOOIXC 2193 2520 3290 

11/32" 81 125 10 OOOIYC 2326 2690 3510 

23/64" 81 125 10 OOOIZC 2414 2780 3620 

3/8" 87 133 10 0002AC 27-46 3160 4120 

25/64" 87 133 10 0002SC 3061 3520 4590 

13/32" 87 133 10 0002CC 3330 3830 5000 

27/64" 94 142 10 3520 4050 5280 

7/16" 94 142 10 0002EC 3928 4520 5890 

29/64" 94 142 10 0002FC 4139 4760 6210 

15/32" 101 lSI 10 0002GC 4425 5090 6640 

31/64" 101 151 10 0002HC 4693 5400 7040 

1/2" 101 lSI 10 0002JC 4952 5690 7430 

33/64" 101 151 01 0002KC 6162 7090 -
17/32" 108 160 01 0002LC 6553 7540 -
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'MliA'I'DA 100\S 
HSS JOBBER DRILlS 

HSS JOBBER DRILL SETS 

1..50nwn to 6.!1Dmm • ( IJ Pea) I.CIOmm 1D IG.OOmm • (I 'I Pal) I.OOmm to 13.00mm • (2S Pa) 

.. ' ... · - ... - ... ·-
1.50-6.50 01078C 950 12.10 

1.00· 10.00 9150KC 1630 :H05 OISET 

1.00· 13.00 OIIW:: OISET 

. . . ., . 
· .. .. . 

· .. 
1116'. 1/4' 01078C 1210 
1116'. ,.... 9150KC 2810 OISET 

1/16'. 1/1' OIIW:: S7S2 OISET 



M MliAJDA TOOlS 
HSS JOBBER DRILLS 

0:!33 ~ I:..I:Hei=I:I.:1/Jitl, [e,"" . . 
ca!IID J1 l;li.IJI=I•~·lr:llol l•,o'~-;1~1~11'"' lr:JI • 1.:. •njs~ ffi!) 

~ ~ • •):! IE3ltf•J ~ •J Jl• }:J_:J_3_;j J I• : :I =I:~ ii' 
«YD ml 1.:; 1:{•);1---=--i•J;.l::[; r1.:; · 11-l-11 . 1):1 

1.00 12 34 10 0040NC 263 290 -
I. OS 12 34 10 0041PC 263 290 -
1.10 14 36 10 0042QC 263 290 -
I. IS 14 36 10 0043RC 263 290 -
1.20 16 38 10 0044SC 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 ftft '""- 263 290 --·-·-
1.'45 IS 40 10 0049YC 263 290 -
1.50 18 40 10 OOSONC 263 290 -
I.SS 20 43 10 0051AC 263 290 -
1.60 20 43 10 0052BC 263 290 -
1.65 20 43 10 OOS3CC 285 310 -
1.70 20 43 10 0054DC 285 310 -
1.75 22 46 10 OOSSEC 285 310 -
1.80 22 46 10 0056FC 285 310 -400 

1.85 22 46 10 0057GC 285 310 -400 

1.90 22 46 10 0058HC 285 310 -400 

1.95 24 49 10 0059JC 285 310 -400 

2.00 24 49 10 0060KC 285 310 -400 

2.05 24 49 10 0061LC 285 310 -400 

2.10 24 49 10 0062MC 285 310 -400 

2.15 27 53 10 0063NC 285 310 -400 

2.20 27 53 10 0064PC 285 310 -400 

2.25 27 53 10 0065QC 285 310 -400 

2.30 27 53 10 0066RC 285 310 -400 

2.35 27 53 10 0067SC 285 310 -400 

2.40 30 57 10 0068TC 285 310 -400 

2.45 30 57 10 0069VC 285 310 -400 

2.50 30 57 10 0070WC 285 310 -400 

2.55 30 57 10 0071XC 285 310 -400 

2.60 30 57 10 oonvc 285 310 -400 

2.65 30 57 10 0073NC 285 310 -400 

2.70 33 61 10 0074AC 285 310 -400 

2.75 33 61 10 0075BC 307 340 430 

2.80 33 61 10 0076CC 307 340 430 

2.85 33 61 10 W//U\.. 307 340 430 

2.90 33 61 10 0078EC 307 340 430 

2.95 33 61 10 0079FC 307 340 430 

3.00 33 61 10 0080GC 307 340 430 

3.10 36 65 10 OOSIHC 371 410 520 
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M MliAJDA TOOlS 
HSS JOBBER DRILLS 

mll ~ I;< ~He! =I ~\-"1f.U•J.: L11-., . . 
l;l ~·u=-•~.Cl<1lol l•l'J~;u~~~·~· l<11 • oy~~ ~ ~ ~~ ii i o)C IEilrJ.•l ~ o; l 1 : : L3i.i 11 1 : :1..3._;j • 
-ltwJ"~J rio • I)C '11 

3.15 36 65 10 0082JC 3n 410 530 

3.20 36 65 10 0083KC 3n 410 530 
3.25 36 65 10 Oo&4LC 3n 410 530 

3.30 36 65 10 nn<>ro.o,. 3n 410 530 ................ 
3.40 39 70 10 0086NC 3n 410 530 
3.50 39 70 10 0087PC 3n 410 530 

3.60 39 70 10 0088QC 459 500 640 

3.65 39 70 10 0088VC 459 500 640 

3.70 39 70 10 0089RC 459 500 640 

3.75 39 70 10 0090SC 459 500 640 

3.80 43 75 10 0091TC 459 500 640 

3.90 43 75 10 0092VC 459 500 640 

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 UU'I1X- 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 n7 800 1020 

4.55 47 80 10 0099HC 727 800 1020 

4.60 47 80 10 OIOODC n7 800 1020 

4.70 47 80 10 OIOIEC n7 800 1020 

4.75 47 80 10 0102FC n1 800 1020 

4.80 52 86 10 0103GC n7 800 1020 
4.85 52 86 10 0103LC 799 880 1120 

4.90 52 86 10 0104HC 799 880 1120 

4.95 52 86 10 0104MC 799 880 1120 

5.00 52 86 10 0105JC 799 880 1120 

5.10 52 86 10 0106KC 799 880 1120 

5.20 52 86 10 0107LC 799 880 1120 

5.25 52 86 10 0108MC 864 950 1210 

5.30 52 86 10 0109NC 864 950 1210 

5.40 57 93 10 OIIOPC 864 950 1210 

5.50 57 93 10 OIIIQC 864 950 1210 
5.60 57 93 10 0112RC 864 950 1210 

5.70 57 93 10 0113SC 961 1060 1350 

5.75 57 93 10 0114TC 961 1060 1350 

5.80 57 93 10 0115VC 961 1060 1350 
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M MliAJDA TOOlS 
HSS JOBBER DRILLS 

mll ~ ~~ . . 
I= liH=II~.":l("] •:1 L•:l.'~~;rJllll~, L("]l • ''""~ ID!l ~ ~~ ~ I • 10:. ·~~ t • :J_: L=li.i J I • : : l_3_;j r. 

[tw.J • !LBJ ILL . 11.; I 

5.90 57 93 10 0116WC 961 1060 1350 

6.00 57 93 10 0117XC 961 1060 1350 

6.10 63 101 10 OIISYC 1054 1160 1480 

6.20 63 101 10 0119NC 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 13-46 1550 2020 

6.60 63 101 10 0124EC 13-46 1550 2020 

6.70 63 101 10 0125FC 13-46 1550 2020 

6.75 69 109 10 0126GC 13-46 1550 2020 

6.80 69 109 10 0127HC 13-46 1550 2020 

6.90 69 109 10 0128JC 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 OI33PC 1555 1790 2330 

7.40 69 109 10 0134QC 1555 1790 2330 

7.50 69 109 10 0135RC 1555 1790 2330 

7.60 75 117 10 0136SC 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 0139WC 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 5 0143AC 1845 2120 2770 

8.25 75 117 5 0144BC 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 81 125 5 0148FC 2193 2520 3290 

8.65 81 125 5 0148GC 2193 2520 3290 

8.70 81 125 5 0149GC 2193 2520 3290 

8.75 81 125 5 0150HC 2326 2690 3510 

8.80 81 125 5 0151JC 2337 2690 3510 

8.90 81 125 5 OIS2KC 2337 2690 3510 

9.00 81 125 5 0153LC 2337 2690 3510 

9.10 81 125 5 0154MC 2414 2780 3620 

9.20 81 125 5 OISSNC 2414 2780 3620 

9.25 81 125 5 OIS6PC 2414 2780 3620 
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HSS JOBBER DRILLS 

. . 
• 
• 

9.30 81 125 5 

9.40 81 125 s 
9.50 81 125 s 
9.60 87 133 5 

9.70 87 133 s 
9.75 87 133 5 

9.80 87 133 s 
9.90 87 133 s 
10.00 87 133 5 

10.10 87 133 s 
10.20 87 133 5 

10.25 87 133 s 
10.30 87 133 s 
10.40 87 133 5 

10.50 87 133 s 
10.60 87 133 5 

10.70 142 s 
10.7S 142 s 
10.80 142 5 

10.90 142 s 
11 .00 142 5 

11.10 142 s 
11.20 142 s 
11.25 142 5 

11 .30 142 s 
11.40 142 5 

II.SO 142 s 
11 .60 142 s 
11.70 142 5 

11.7S 142 s 
11 .80 142 5 

11.90 101 lSI s 
12.00 101 lSI s 
12.10 101 lSI 5 

12.20 101 lSI s 
12.25 101 151 5 

12.30 101 lSI s 
12.40 101 lSI s 
12.50 101 151 5 

12.60 101 lSI s 
12.70 101 lSI 5 

12.7S 101 lSI s 

·~ le@!TI0 
l.:;ll:(oH~"i.llol=4 

0157QC 

OIS8RC 

0159SC 

0160TC 

0161VC 

0162WC 

0163XC 

0164YC 

016SNC 

0166AC 

0167BC 

0168CC 

0169DC 

0170EC 

0171FC 

olnGc 

0173HC 

0174JC 

0175KC 

0176LC 

0177MC 

0178NC 

0179PC 

0180QC 

OIBIRC 

0182SC 

0183TC 

0184VC 

018SWC 

0186XC 

0187YC 

0188NC 

0189AC 

0190BC 

0191CC 

0192DC 

0193EC 

0194FC 

019SGC 

0196HC 

0197JC 

0198KC 
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,.~.i J~ I; 
(j . •1+11 . ·~i· 

241 4 2780 3620 

2414 2780 3620 

2414 2780 3620 

2746 3160 4120 

2746 3160 4120 

2746 3160 4120 

2746 3160 4120 

3061 3520 4590 

3061 3520 4590 

3061 3520 4590 

3061 3520 4590 

3330 3830 5000 

3330 3830 5000 

3330 3830 5000 

3330 3830 sooo 
3330 3830 5000 

3520 40SO S280 

3520 40SO S280 

3520 4050 5280 

3520 40SO S280 

3520 40SO S280 

3928 4520 S890 

3928 4S20 S890 

3928 4520 S890 

3928 4S20 S890 

3928 4520 S890 

4139 4760 6210 

4139 4760 6210 

4139 4760 6210 

4139 4760 6210 

4139 4760 6210 

4425 5090 6640 

442S 5090 6640 

4425 5090 6640 

442S 5090 6640 

4693 5400 7040 

4693 5400 7040 

4693 5400 7040 

4693 5400 7040 

4693 5400 7040 

49S2 5690 7430 

49S2 5690 7430 



M MliAJDA TOOlS 
HSS JOBBER DRILLS 

12.80 101 151 5 0199LC 4952 5690 7430 

12.90 101 151 5 0200MC 4952 5690 7430 

13.00 101 151 5 0201NC 4952 5690 7430 

13.10 101 151 01 0202PC 6162 7090 

13.20 101 lSI 01 0203QC 6162 7090 

13.25 108 160 01 0204RC 6162 7090 

13.30 108 160 01 0205SC 6162 7090 

13.40 108 160 01 0206TC 6162 7090 

13.50 108 160 01 0207VC 6553 7540 

13.60 108 160 01 0208WC 6553 7540 

13.70 108 160 01 0209XC 6553 7540 

13.75 108 160 01 0210YC 6553 7540 

13.80 108 160 01 0211NC 6553 7540 

13.90 108 160 01 0212AC 7116 8180 

14.20 114 169 01 0213EC 7116 8180 

14.30 114 169 01 0214CC 7116 8180 

14.50 114 169 01 0215DC 7459 8580 

14.75 114 169 01 0216EC 8032 9240 

15.00 114 169 01 0217FC 8032 9240 

15.15 120 178 01 0217JC 8032 9240 

15.25 120 178 01 0218GC 8032 9240 

15.30 120 178 01 0218HC 8032 9240 

15.50 120 178 01 0219HC 8717 10020 

15.75 120 178 01 0220JC 8717 10020 

16.00 120 178 01 0221KC 8717 10020 

16.70 125 184 01 0222NC 9137 10510 

17.00 125 184 01 0223MC 9137 10510 

17.50 130 191 01 0224NC 9500 10930 

18.00 130 191 01 0225PC 9500 10930 

18.50 135 198 01 0226QC 9500 10930 

19.00 135 198 01 0227RC 9500 10930 

19.50 140 205 01 0228SC 10302 11850 

20.00 140 205 01 0229TC 10302 11850 

Note : All items required minimum order value of Rs. 20,000/-. 
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M MliAJDA TOOlS 
HSS JOBBER DRILLS -WIRE GAUGE 

f:.lE] ~ ~Holli".il. 
·:~I ;l:fJ •l 

[ ("\' ,, ~ rl :t 1• ~·u=~~~ O:l"H: •.1'~ ~; ·1~1,1~~ W'U: . •n-1E:Jt)E ~ • l<1•1 .. _..: :t::J• 

~ if t • : : L3_i.i 

• ls:!Y!) 
[(_~) 

• ljt I ltwJ. ~J ..... 

WGI 57 93 10 0004AC 961 1060 

WG2 57 93 10 0004BC 961 1060 
WG3 57 93 10 0004CC 864 950 

WG4 57 93 10 0004DC 864 950 

WG5 52 86 10 0004EC 864 950 
WG6 52 86 10 0004FC 799 880 

WG7 52 86 10 0004GC 799 880 

WGS 52 86 10 0004HC 799 880 

WG9 52 86 10 0004JC 799 880 

WGIO 52 86 10 0004KC 799 880 

WGII 52 86 10 0004LC 799 880 

WGI2 52 86 10 0004MC 727 800 

WGI3 47 80 10 0004NC 727 800 

WGI4 47 80 10 0004PC 727 800 

WGI5 47 80 10 0004QC 727 800 

WGI6 47 80 10 0004RC 727 800 

WGI7 47 80 10 0004SC 567 620 

WGIS 47 80 10 0004TC 567 620 

WGI9 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 oooscc 459 500 

WG27 39 70 10 0005DC 459 500 

WG28 39 70 10 0005EC 3n 410 

WG29 39 70 10 0005FC 3n 410 

WG30 36 65 10 0005GC 3n 410 

WG31 36 65 10 OOOSHC 371 410 

WG32 33 61 10 0005JC 307 340 
WG33 33 61 10 OOOSKC 307 340 

WGH 33 61 10 0005LC 307 340 

WG35 33 61 10 0005MC 307 340 
WG36 33 61 10 0005NC 285 310 

WG37 30 57 10 0005PC 285 310 

WG38 30 57 10 OOOSQC 285 310 

WG39 30 57 10 0005RC 285 310 

WG40 30 57 10 0005SC 285 310 

WG41 30 57 10 OOOSTC 285 310 

WG42 30 57 10 0005VC 285 310 



M MliAJDA TOOlS 
HSS JOBBER DRILLS • WIRE GUAGE 

:~I :l: 'r.l lilli3 ~~ . :H-t=l:~"fii'.U•J.: •J.."J. 

~ '"I.'H=II.~w·u: •.l'J ~; ·11.1,11.~ l•'H: litJ . 'li iEifii!l llEl • l~•l••..l.' '1=1' 

~ I J .• ;J ,, =I :t 

IB'!l!J!l • I;'; . •Jt!• rl . ,,., u . •Jti• ..... 
WG43 27 53 10 oooswc 285 310 
WG44 27 53 10 ooosxc 285 310 

WG45 24 49 10 OOOSYC 285 310 
WG46 24 49 10 oooszc 285 310 
WG47 24 49 10 0006AC 285 310 
WG48 24 49 10 0006BC 285 310 

WG49 22 46 10 0006CC 285 310 
WGSO 22 46 10 0006DC 285 310 
WGSI 22 46 10 0006EC 285 310 
WG52 20 43 10 0006FC 285 310 

WG53 20 43 10 0006GC 263 290 
WGS4 18 40 10 0006HC 263 290 
WGSS 18 40 10 0006JC 263 290 
WG56 16 38 10 0006KC 263 290 
WG57 14 36 10 0006LC 263 290 
WG58 14 36 10 0006MC 263 290 
WG59 12 34 10 0006NC 263 290 
WG60 12 34 10 0006PC 263 290 . . Note : All items requ1red mm1mum order value of Rs. 20,000/-. 

HSS JOBBER DRILLS - LETTER GAUGE 

l!13JlJ8J mn ~ . :Hei=II:I-"W.UII e ...... 

liii.IJI =II.~W:ll: •1·.1 ~:· ·11..,. 1. ~ .:L•:u: .. ,+ IEifii!l Efi!l (ff."111<1 

~ I 
• ~~~ • ''l=la J • ' 'I =1:\ • . •Jti• I~ n • •1-1-11 II, . ' I .... ,.,.. 

A 57 93 10 0009MC 961 1060 
B 63 101 10 0009NC 105-4 1160 
c 63 101 10 0009PC 105-4 1160 
D 63 101 10 0009QC 105-4 1160 
E 63 101 10 0009RC 105-4 1160 
F 63 101 10 0009SC 1346 1550 
G 63 101 10 0009TC 1346 1550 
H 69 109 10 0009VC 1346 1550 
I 69 109 10 0009WC 1471 1690 

J 69 109 10 0009XC 1471 1690 
K 69 109 10 0009YC 1471 1690 
L 69 109 10 0009ZC 1555 1790 
M 69 109 10 OOIOAC 1555 1790 
N 75 117 10 OOIOBC 1689 1940 
0 75 117 10 OOIOCC 1&45 2120 
p 75 117 10 OOIODC 1&45 2120 
Q 75 117 10 OOIOEC 2193 2520 
R 81 125 10 OOIOFC 2193 2520 
s 81 125 10 OOIOGC 2337 2690 
T 81 125 10 OOIOHC 2414 2780 
u 81 125 10 OOIOJC 2414 2780 
v 87 133 10 OOIOKC 2746 3160 
w 87 133 10 OOIOLC 2746 3160 
X 87 133 10 OOIOMC 3061 3520 
y 87 133 10 OOIONC 3330 3830 
z 87 133 10 OOIOPC 3330 3830 

Note : All items required minimum order value of Rs. 20,000/-. 
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M MIIAI'DA TOOlS 
HSS PARALLEL SHANK STUB SERIES DRILLS 

L 

IS: 5100- 1969 

Ern 

I 
... . ··: . .. 

• 

~ ~ 
. : : .,. • f!5}._ t' • ' • 

~ •jJ 
~· . . .. 

1/r 20 51 10 1194« 361 -9164' 20 51 10 1194HC 375 410 
5/)l' n 55 10 1194JC 418 -11164' 14 58 10 1194KC 4ft 540 
),116' 26 Q 10 IIKC 661 730 
13164' 26 Q 10 1194MC 698 ,., 
7131' 28 66 10 1194NC 756 830 
15164' 28 66 10 1194PC 856 940 
IW' 31 "' 10 1194QC 956 IOSO 

17164' M 74 10 1194kC 1174 I )SO 

9131' M 74 10 1194SC 1189 1480 
19164' 37 " 10 1194TC 147\1 1690 
5116' 37 " 10 1194VC 1619 UNO 
11164' 37 " 10 1194WC 1990 1190 
11131' 40 84 10 119GCI: 2019 1390 

U/64' 40 84 10 119M: 11ft 1S10 ,.. .., .. 10 1194ZC 1190 2630 

15164' .., .. 10 lltsAC 2804 3210 
13/31' .., .. 10 119SIC 3015 ,..,., 
17164' 47 95 10 119.SCC 3395 3900 
7/16' 47 95 10 119SDC 35)7 4lm) 

19164' 47 95 10 119SEC )774 oto 
15/)1' 51 102 10 119SFC 4007 410 
)1/64' 51 102 10 119SGC ..,... 5000 
I~ 51 102 10 119SHC 44)6 5100 

))164' 54 107 01 119SJC 5118 .000 

17/31' 54 107 01 119SKC 5118 .000 
)5164' 54 107 01 119SLC 555l 6380 

9/16' 56 Ill 01 119SMC 6047 69.SO 
)7/64' 56 Ill 01 1195NC 6295 7140 
19/31' sa 115 01 119SPC 6810 1UO 
)9/64' sa 115 01 119SQC 738) 8490 

5/r sa 115 01 119SkC 738) 8490 

11116° Q 123 01 1195WC 738) 8490 
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3.00 18 49 10 1257QC 306 340 

3.10 18 49 10 1258RC 306 340 

3.20 18 49 10 1259SC 375 410 

3.30 IS 49 10 1260TC 375 410 

3.40 20 52 10 1261VC 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 1274JC 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 1282SC 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 66 10 1287YC 856 940 

6.10 31 70 10 1288NC 956 1050 

6.20 31 70 10 1289AC 956 1050 

6.30 31 70 10 1290SC 956 1050 

6.40 31 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 1297JC 1289 1480 

7.10 34 74 10 1298KC 1289 1480 

7.20 34 74 10 1299LC 1289 1480 

7.30 34 74 10 1300MC 1336 1540 

7.40 34 74 10 1301NC 1336 1540 
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7.50 34 74 10 1302PC 1336 1540 

7.60 37 79 10 1303QC 1470 1690 

7.70 37 79 10 1304RC 1470 1690 

7.80 37 79 10 I305SC 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 1311NC 1990 2290 

8.50 37 79 10 1312AC 1990 2290 

8.60 40 &4 10 13138C 2079 2390 

8.70 40 &4 10 1314CC 2079 2390 

8.80 40 &4 10 1315DC 2079 2390 

8.90 40 &4 10 1316EC 2079 2390 

9.00 40 &4 10 1317FC 2079 2390 

9. 10 40 &4 10 1318GC 2193 2520 

9.20 40 &4 10 1319HC 2193 2520 

9.30 40 &4 10 1320JC 2193 2520 

9.40 40 &4 10 1321KC 2193 2520 

9.50 40 &4 10 1322LC 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 1328SC 2804 3220 

10.20 43 89 10 1329TC 2804 3220 

10.30 43 89 10 1330VC 3015 3470 

10.40 43 89 10 1331WC 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 13368C 3395 3900 

11.00 47 95 10 1337CC 3395 3900 

11.10 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 1343JC 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 
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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 51 102 10 1350RC 4349 5000 

12.40 51 102 10 13SISC 4349 5000 

12.50 51 102 10 1352TC 4349 5000 

12.60 51 102 10 1353VC 4436 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 01 1357MC 5218 6000 

13.20 51 102 01 1358AC 5218 6000 

13.30 54 107 01 1358BC 5218 6000 

13.40 54 107 01 1358CC 5218 6000 

13.50 54 107 01 1359BC 5552 6380 

13.60 54 107 01 1359CC 5552 6380 

13.70 54 107 01 1359DC 5552 6380 

13.80 54 107 01 1360CC 5552 6380 

13.90 54 107 01 1360DC 6047 6950 

14.00 54 107 01 1361DC 6047 6950 

14. 10 56 Ill 01 1361GC 6047 6950 

14.20 56 Ill 01 1361KC 6047 6950 

14.30 56 Ill 01 1361QC 6047 6950 

14.40 56 Ill 01 1361RC 6295 n40 
14.50 56 Ill 01 1362EC 6295 n40 
14.60 56 Ill 01 1362FC 6810 7830 

14.70 56 Ill 01 1362HC 6810 7830 

14.80 56 Ill 01 1362RC 6810 7830 

14.90 56 Ill 01 I362SC 6810 7830 

15.00 56 Ill 01 1363FC 6810 7830 

15.10 58 liS 01 1363JC 6810 7830 

15.20 58 liS 01 1363PC 6810 7830 

15.30 58 liS 01 1363RC 7383 8490 
15.40 58 115 01 1363SC 7383 8490 
15.50 58 liS 01 1364GC 7383 8490 
15.60 58 liS 01 1364HC 7383 8490 
15.70 58 liS 01 1364PC 7383 8490 
15.80 58 liS 01 1364VC 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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1/8" 69 106 10 1405FC 176 

9/64" 73 112 10 1405GC 176 

5/32" 78 119 10 1405HC 191 

11/64" 82 126 10 1405JC 191 

3/16" 87 132 10 1405KC 191 

13/64" 87 132 10 1405LC 223 

7/32" 91 139 10 1405MC 259 

15/64" 91 139 10 1405NC 282 

1/4" 97 148 10 1405PC 290 

17/64" 102 156 10 1405QC 491 

9/32" 102 156 10 1405RC 491 

19/64" 109 165 10 1405SC 491 

5/16" 109 165 5 1405TC 508 

21/64" 109 165 s 1405VC 508 

11/32" 115 175 5 1405WC 535 

23/64" 115 175 5 1405XC 631 

3/8" 121 184 5 140SYC 557 

25/64" 121 184 s 1405ZC 652 

13/32" 121 184 5 1406AC 589 

27/64" 128 195 5 1406BC 799 

7/16" 128 195 5 1406CC 734 

29/64" 128 195 5 14060C 857 

15/32" 134 205 5 1406EC 757 

l/2" 134 205 I 1406GC 784 

33/64" 140 214 I 1406HC 1204 

17/32" 140 214 I 1406jC 1204 

35/64' 140 214 I 1406KC 1300 

9/16" 144 220 I 1406LC 1204 

37/64" 144 220 I 1406MC 1387 

19/32" 149 227 I 1406NC 1258 

39/64" 149 227 I 1406PC 1424 

5/8" 149 227 I 1406QC 1300 
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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 I-457QC 176 

3.40 73 112 10 I-458RC 176 

3.50 73 112 10 1459SC 176 

3.60 73 112 10 1460TC 191 

3.70 73 112 10 1461VC 191 

3.80 78 119 10 1463XC 191 

3.90 78 119 10 14MYC 191 

-4.00 78 119 10 I-465NC 191 

4.10 78 119 10 1466AC 191 

4.20 78 119 10 1467SC 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 14nMc 223 

5.10 87 132 10 1478NC 223 

5.20 87 132 10 I-479PC 223 

5.30 87 132 10 1481RC 259 

5.40 91 139 10 I-482SC 259 

5.50 91 139 10 1483TC 259 

5.60 91 139 10 148-4VC 282 

5.70 91 139 10 I-485WC 282 

5.80 91 139 10 1487YC 282 

5.90 91 139 10 I-488NC 282 

6.00 91 139 10 1489AC 282 

6.10 97 148 10 1490SC 325 

6.20 97 148 10 1491CC 325 

6.30 97 1-48 10 I-493EC 325 

6.40 97 148 10 1494FC 402 

6.50 97 1-48 10 1495GC 402 

6.60 97 148 10 1496HC -491 

6.70 97 1-48 10 1497JC 491 

6.80 102 156 10 1499LC 491 

6.90 102 156 10 ISOOMC 491 

7.00 102 156 10 ISO INC 491 

7. 10 102 156 10 1502PC -491 

7.20 102 156 10 IS03QC 491 

7.30 102 156 10 ISOSSC -491 

7.40 102 156 10 1506TC 491 
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7.50 102 156 10 1507VC -491 

7.60 109 165 10 1508WC -491 

7.70 109 165 10 1509XC -491 

7.80 109 165 10 1511NC -491 

7.90 109 165 10 1512AC 508 

8.00 109 165 5 1513BC 508 

8.10 109 165 5 1514CC 508 

8.20 109 165 5 1515DC 508 

8.30 109 165 5 1517FC 508 

8.40 109 165 5 1518GC 508 

8.50 109 165 5 1519HC 508 

8.60 115 175 5 1520JC 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 5 152SPC 554 

9.20 115 175 5 1527RC 637 

9.50 115 175 5 1531WC 557 

9.80 121 184 5 1535AC 652 

9.90 121 184 5 1536BC 652 

10.00 121 184 5 1537CC 589 

10.20 121 184 5 1539EC 652 

10.50 121 184 5 1543JC 703 

10.70 128 195 5 15-45LC 799 

10.80 128 195 5 1547NC 799 

11.00 128 195 5 1549QC 73-4 

11.20 128 195 5 1551SC 857 

11.50 128 195 5 1555XC 757 

11.80 128 195 5 1559BC 857 

12.00 134 205 5 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 1573TC 1204 

13.50 140 214 I 1578XC 1204 

13.80 140 214 I 1579AC 1300 

14.00 140 214 I 1583CC 1204 

14.25 144 220 I 1583FC 1204 

14.50 144 220 I 1585EC 1276 

15.00 144 220 I 1587GC 1276 

15.25 149 227 I 1587KC 1300 

15.50 149 227 I 1589JC 1300 

15.75 149 227 I 1589MC 1300 

16.00 149 227 I 1591LC 1328 
. . Note : All items requ1red mm1mum order value of Rs. 20,000/-. 
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MliA'NDA TOOlS 
HSS PARALLEL SHANK EXTRA LONG SERIES 

IS: 7823- 1975 
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M MliAJDA TOOlS 
HSS TAPER SHANK DRILLS 

IS: 5103- 1969 
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MliAW'DA TOOlS 
HSS TAPER SHANK DRILLS 

1.57/64" 220 369 2555CC MT4 14865 2.31/32" 447 MTS 54285 
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HSS TAPER SHANK DRILLS 
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MliAW'DA TOOlS 
HSS TAPER SHANK DRILL 
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M MliAJDA TOOlS 
HSS TAPER SHANK DRILLS 

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

HSS TAPER SHANK TWIST DRILLS ( LONG SERIES) 

-D d 

-+ 

IS: 8305- 1976 {Type N) 

SIZE . ' 
PRICE SIZE .. PRICE 

RSJPIECE RSJPIECE 
MM INCH [ID] 

I 
MM INCH [ID] 

s.oo 13/64 155 670 22.2S 289 289 

ISS 670 22.50 296 296 

S.20 155 670 S7/64 296 296 

S.50 7/32 161 746 22.75 296 296 

161 746 23.00 296 296 

S.80 15/64 161 746 29/32 296 296 

161 746 23.25 319 319 

6.00 161 746 S9/64 319 319 

6.20 1/4 167 835 23.50 319 319 

167 835 23.75 327 327 

6.50 17/64 167 835 IS/16 327 327 

174 897 24.00 327 327 

6.80 174 897 61/64 327 327 

7.00 9/32 174 897 24.25 327 327 

174 897 24.50 327 327 

7.20 174 927 31/32 327 327 

7.50 19/64 174 927 24.75 327 327 

181 980 25.00 327 327 

7.80 5{16 181 980 25.25 335 33S 

181 980 I 335 33S 

8.00 181 980 25.50 335 33S 

8.20 21/64 181 1000 25.75 335 335 

181 1000 26.00 335 33S 

8.50 11/32 181 1000 1.1/32 335 33S 

188 1083 26.25 335 33S 

8.80 188 1083 26.50 335 33S 

9.00 23/64 188 1083 26.75 343 343 

188 1109 1.1/16 343 343 

9.20 188 1109 27.00 343 343 

9.50 3/8 188 1109 27.25 343 343 

197 1109 27.50 343 343 

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 MliAJDA TOOlS 
HSS TAPER SHANK TWIST DRILLS { LONG SERIES) 

SIZE . . PRICE SIZE .. PRICE 
RSJPIECE RSJPIECE 

MM INCH I::WIW] MM INCH L"J:::J 
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 7/16 206 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 

12.80 215 1717 31.50 360 360 

13.00 33/64 215 1717 31.75 1.1/4 369 369 

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 2-443 1.11/32 406 406 

245 2-443 34.5 406 406 

14.5 37/64 245 2-443 1.3/8 406 406 

245 2-447 35.00 406 406 

14.75 245 2-447 35.50 406 406 

15.00 19/32 245 2-447 1.13/32 416 416 

251 2555 36.00 416 416 

15.25 39/64 251 2555 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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M MliAJDA TOOlS 
HSS TAPER SHANK TWIST DRILLS { LONG SERIES) 

SIZE . ' PRICE SIZE .. PRICE 
RSJPIECE RSJPIECE 

MM INCH MM INCH 

17.00 -43/64 257 2723 1.9/16 -426 426 

263 2956 40.00 426 426 

17.25 11/16 263 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 23132 269 3011 1.21/32 436 436 

269 3011 42.50 -436 436 

18.50 -47/64 269 3011 1.11/16 447 447 

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 25132 275 3233 1.25/32 -459 459 

275 3195 45.50 459 459 

20.00 51/64 275 3195 46.00 -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 

21.00 I 53/64 282 3309 1.7/8 -470 470 

282 38-4-4 48.00 -470 470 

21.25 27132 289 38-4-4 1.29/32 470 470 

289 38-4-4 48.50 -470 470 

21 .50 289 38-4-4 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 : I. Minimum order value required is Rs.20000. 
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M MliAJDA TOOlS 
HSS TAPER SHANK TWIST DRILLS ( EXTRA LONG SERIES) 

d 

IS: 7822- 1975 

SIZE 

MM INCH 

10.00 1259 1-426 1609 1879 216-4 2363 2-463 2758 3110 3-460 

10.50 1295 1479 1717 1985 2275 246-4 2588 2960 3326 3748 

11.00 1323 1526 1733 2017 2318 25-45 2655 JOI-4 3381 3743 

11.50 7/16 13n 1557 1778 2068 2374 2588 2705 3095 J-469 3879 

12.00 1629 1855 2150 2-463 2690 2825 3195 35-47 3979 

12.50 1/2 1717 1918 2227 25-40 2775 2903 33-46 3777 4268 

SIZE 

MM INCH 

13.00 2275 2607 2960 3213 3381 3847 4318 4851 

13.50 2349 2660 3041 3292 3-441 3920 4425 4973 

14.00 2427 2739 3095 3359 J-496 3998 4516 5068 

14.50 9/16 2-4-43 2776 31-41 3377 35-47 -4073 4594 5158 6064 6769 7617 85-43 

15.00 2497 2837 3217 3-4-49 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 5-421 6207 7036 7855 8801 

16.50 2666 2991 3377 363-4 3809 4359 4911 5535 6301 7111 7935 8855 

17.00 2nl 3062 J-412 3677 3860 4425 4978 5597 6375 7198 8012 8938 

17.50 11/16 J-496 3748 3935 4511 5061 5663 6452 7282 8114 9022 

18.00 35-47 3832 3998 -4583 5150 5768 6533 7357 8199 9109 

18.50 3604 3879 4070 -4623 5211 5857 6615 7442 8255 9196 

SIZE 

MM INCH 

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 93-40 

10.00 3m -4045 4251 4840 5-468 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 5759 6459 n43 8128 8978 9944 

22.00 4084 4382 4583 5211 5857 6567 7357 8253 9121 10102 

22.50 718 4187 447-4 4682 5299 5935 6637 7484 8368 9278 10270 
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M MliAJDA TOOlS 
HSS TAPER SHANK TWIST DRILLS ( EXTRA LONG SERIES) 

SIZE 

MM INCH 

23.00 4389 -4684 4856 5-474 6065 6755 7592 8521 9415 10420 

23.50 4822 5362 san 6461 6986 7850 8762 9699 10741 

24.00 15/16 4822 5362 5935 654-4 n31 8097 9040 9963 11027 

24.50 4973 5597 6206 6769 7478 a363 9297 10255 11326 

25.00 5801 6434 7036 nos 8600 9567 10541 11643 

25.50 6634 n43 7937 8845 9818 10823 11915 

26.00 6903 7505 8195 9109 10108 11104 12232 

26.50 7111 m4 8423 9362 10366 11366 12532 

27.00 1.1/16 7357 7995 8674 9610 10625 11662 12825 

27.50 7592 8199 8888 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 

SIZE 

MM INCH 

29.00 a30S 8924 9631 10605 11701 12n6 14017 

29.50 8534 9148 9859 10857 11950 13064 14325 

30.00 1.3/16 am 9394 10102 11104 12220 13340 14607 

31 .00 1.1/4 9010 9629 10347 11379 12536 13687 15019 

32.00 9075 981a 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/a 12337 1356-4 14907 16267 17806 

36.00 12825 1-4079 15483 16894 18503 

37.00 1.7116 13312 1-4607 16072 1752a 191n 

38.00 1.1/2 13820 15189 16695 18185 19905 

39.00 14325 15854 17227 18763 20499 

SIZE 

MM INCH 

40.00 14942 16309 17833 19397 21173 

41.00 1.5/8 21a74 

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/a 29147 

49.00 1.15/16 30219 

50.00 31437 

Note : I. Minimum order value required Is Rs.20000. 
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M Mlll'N'Dl TOOlS 

CENTRE DRIU.S 

HIS UNTRE DRILl. TYPE-A IS: 6708 

HSS CEKTRE. DIUU. TYPE-B.S * l2ti'ILI1950 

(·~ . . . . ••• 

I! 1·~ I; 

~ 
!"' • . ... , .. 

• , . [ . 
ill • . .. .. 

~I 1/H' Ill' 1.112" I latAC Ill 

~l 1116" 3/16' l.t/4' I 183GBC Ill 

~~ J(J7' 114' 7' I IN ICC 158 .... 1/tr 5116' 2.114' I IU2DC 236 

~ 3/16" 7/16' l.l/2" I INJEC )II 

IIU ll'r 511' .,. I INJFC 585 

~7 5116" !14' 1.1/2" I IN)GC to& 

N!M: MOQTtp~forella.-SO NOJ. 



M11Ali'DA 100\S 
CENTRE DRIU.S 

HSS CENTRE DRILL TYPE·B IS: 670P 

[ ; ~ [!.~ ... . .. 
i if·.- ~ ~ 

. . ..... 

(;:;:;[ ' • • -. 
1.00 4.GO J7.50 I 1861MC 217 

l.l5 SAIO 40.00 I 1861LC 2M 
1.60 uo 41.00 I 1861NC: 27J 

2.00 8.00 Sl.AIO I 18611'(. ... 
150 IOAIO HAlO I 1861QC -J.IS 11.20 UAIO I 1861RC 656 
4.GO lUG JQAIO I 1861SC 8111 
s.oo 18.00 111.00 I 1861TC IW 

6.30 20.00 ta.AIO I 18611/C 147J 

IIJIO 25.00 1- I 1861lGC 1912 

10.00 II .GO 125.GO I 1861ZC 22111 
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M MIIAIIDA 100\S 
MASONRY DRILLS ·CARBIDE nPPED 

r 

(GROUND FLUTED & BRIGHT PLATED) 

CI::I ~ . .. 
. . . . •• • . .... ••• : ' . " 

@~ [i! • . . 

J oo.IGS IW OOOIHS 40 76 10 ..., 
.. Oll9lWS 5/3't' CIOOIICS 45 as 10 <46 

5 0105JS J/16" OOOIMS 45 90 10 50 

5.5 OIIIQS 7/J'l" OOOIPS 45 90 10 58 

6 0117)CS 15164" OOOIQS ~ 110 10 58 

6.S OIUDS 1/4" OOOIRS ~ 110 10 58 

7 01191CS 913't' ooons ~ 110 10 105 

• 0141'1'5 5116" OOOIWS eo 110 10 105 

9 015JLS llll't' 0001'1'1 eo 110 10 118 

10 OIUNS ,.... 0002AS eo 110 10 118 

II 0171MS 7/16" 0002ES 115 1110 10 150 

11 0189AS ISJ]'t' 0001GS 115 1110 10 150 

IJ OlOINS 111" OOIV,IS liS 1110 10 150 



MliAWDA TOOlS 
Twist Drill Terms- General Features 

Flute Heel 

Axis 

Shank 

Overall length 

Flute length 

Overall length 

Twist Drill Terms- Point Geometry 

Body 
clearance 
diameter 

Depth of ----. 
body 
clearance 

Lip clearance -r--------z::::=t1'JI 
angle 

Chisaledga 

~------Outercomar------~ 
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MliAW'DA TOOlS 
Drill Selection Guide 

- -~ -~ -
DRILL STANDARD DRILLS HIGH HEUX DRILLS LOW HEUX DRILLS 
SERIES 

= ~ = := = 
Helbc.,.te STANDARD (25° -30j HIGH (34°-40") LOW(Ir-23j 

= ...... ...._ 

Web STANDARD LOWER THAN STANDARD LOWER THAN STANDARD 
Thlckn .. 

It Is 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 stalnless 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 almost all kind of material. get fine result of normal drilling and 

deep-hole drilling for stalnless steel 
having good machinability. 

_II 

r\~ Steels Cast Iron Alloyateel Aluminium Copper Stalnt .. Plutlcs Maanes~um Brus 

\~ Sceel alloy 

rpm mm/rw rpm mmlrw rpm mm/rev rpm mmlrev rpm mmlrw rpm mrn/rw rpm mmlrw rpm mmlrw rpm mmlrw 

Dia.(mm;\ 
2 3550 0.03 3550 0.03 11100 0.02 10000 0.03 21100 0.03 11100 0.03 8000 0.03 1-4000 0.03 5000 0.04 

3 2240 0.06 2240 0.06 1120 0.03 6300 0.06 1800 0.06 1120 0.06 5000 0.06 9000 0.06 3150 0.08 

5 1400 0.11 1400 0.11 710 0.05 4000 0.11 1120 0.11 710 0.11 3150 0.11 5600 0.11 2000 0. 14 

8 900 0.16 900 0.16 450 0.08 2500 0.16 710 0.16 450 0.16 2000 0.16 3550 0.16 1250 0.20 

12 560 0.22 560 0.22 280 0.11 1600 0.22 450 0.22 280 0.22 1250 0.22 2240 0.22 1100 0.28 

16 450 0.26 450 0.26 224 0.13 1250 0.26 355 0.26 224 0.26 1000 0.26 1800 0.26 630 0.33 

20 155 0.30 355 0.30 180 0.15 1000 0.30 280 0.30 180 0.30 BOO 0.30 1400 0.30 500 0.38 

25 280 0.34 280 0.34 140 0.17 800 0.34 224 0.34 140 0.34 630 0.34 1120 0.34 400 0.42 

32 224 0.38 224 0.38 112 0.19 630 0.38 180 0.38 112 0.38 500 0.38 900 0.38 315 0.48 

40 180 0.42 180 0.42 90 0.21 500 0.42 140 0.42 90 0.42 400 0.42 710 0.42 250 0.53 

50 140 0.45 140 0.45 71 0.23 400 0.45 112 0.45 71 0.45 315 0.45 560 0.45 200 0.56 
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Drill Point Styles 

I. GENERAL PURPOSE DRILL 

The I 18° 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 

II SO 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 

excellent choice when used on drills for CNC equipment. 

J. NOTCH THINNED POINT 

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. 

4. I 35° POINT 

Since the 135° drill point has a short cutting lip than a 

conventional I 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. 

5. 900 POINT 

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

plastic and low density non-ferrous metals. This point will 

dramatically reduce cracking in drilling plastics. This point is 

also excellent for accurate spotting. All our standard spot 

drills are manufactured with this point style. 
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MliAWDA TOOlS 
Common Drill Trouble, Shooting and Remedies 

INDICA110NS 

Outer comers 
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 comers 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. 

REMEDIES 

Reduce Speed And Feed Check Lip 
Relief. 

Reduce Feed, Check Lip Relief. 

Repoint Drill, Check Speed, Feed 
Check Lubricants. 

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

Imperfect Fit Between Taper Shank & Check For Worn Socket 
Socket, Flutes Clogged. Check For Proper Drill. 

Flutes Clogging, Wrong Drill. Replace With Proper Drill. 

Too Much Feed, Not Enough Lip Reduce Feed, Check For Proper Lip 
Relief. Relief. 

Dull Drill, Not Enough Up Relief, Resharpen Drill, Check Up Relief, 
Web Too Heavy, Reverse Chisel. Thin Web, Check Chisel Angle. 

Dull Point, No Lubricant, Loose Repoint Drill, Check For Proper 
Fixture, Feed Too High. Lubricant, Check Set Up Rigidity. 

Unequal Length On Cutting Lips, Repoint, Measure For Equal Length 
Loose Spindle. Cutting Lips, Inspect Spindle. 

Drill Becoming Dull Unequal Lips. Resharpen Drill, Check For Proper 
Drill. 

Point Is Not Ground Properly, One Repoint Drill, Measure For Equal 
Lip Is Cutting More Than The Other. Length Cutting Lips Check For Equal 

Lip Relief. 

Speed Too High, Lack Of Coolant, 
Hard Spots. 
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Reduce Cutting Speed, Chamfer Drill 
Comers, Increase Coolant Flow, 
Place Nozzle Nearer Drill. 



M Mlll'N'Dl TOOlS 
ENDMIU.S 
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M MliAIDA TOOlS 
ENDMILLS 

No. Description Page No. 

I HSS PARALLEL SHANK ENDMILLS- IS 6353 - 1991 (M2, M42) 73-74 

2 HSS PARALLEL SHANK ENDMILLS- BS: 122 (Part I) 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 I) 1953 M2, M42 79 

6 HSS PARALLEL SHANK ROUGHING END MILLS - M42 80 

7 HSS TAPER SHANK ENDMILLS STANDARD LENGTH- M2 81 

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 HSSM2SHELLENDMILLS IS:5710-1988&BS: 122(PART-I) 1953 84 

II TECHNICAL DETAILS -END MILLS 85-88 

12 ANNULAR CUTTERS HSS M2 & M42 89-94 
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MIIA'NDA TOOlS 
HSS PARAllEL SHANK ENDMILLS 

~ $¢$$ 

IS: 6353- 1991 

I L1 

----------------------~~ 1 
l 

L 

MOQ 
NOll. 



I 

MliAliDA 100\S 
HSS PARALLEL SHANK ENDMIU.S 

~ $$4 
IS: 6353 • 1991 

I. L1 

·-··-·-··-·-··-·-··---~4 Q 
l 

L 

MOQ 
NOI. 

No1l9 ; 1. Item merited • are 8ilC8II>clt. For Remain lSI lbam M.O.O. reqund.OR ( mtntnum ordel'valu& of Rs.200001·) 

3. Ermtla p11rt code .-e for Nan-center cut Endmlla only. c.m.-cut Ermtla 111ao cen be a!pplllld with aarne 
Plf~»&MOQ. 

4. Enctnll cuttersllbow 20 tl wll be po'Oidad with 6 flu1Bs 111111 abowl SO 111 • 8 Flutaa unless alhecwlle epeclfled. 

7-4 



M 

FL 
INCH 
(LI) 

l/8 318 

5/32 3/8 

3/16 1/2 

7/32 1/2 

1/4 5/8 

9/32 3/4 

5/16 3/4 

3/8 7/8 

7/16 7/8 

1/2 I 

9/16 1.1/8 

5/8 1.1/4 

11/16 1.3/8 

3/4 1.1/2 

13/16 1.5/8 

7/8 1.5/8 

I 1.3/4 

1.1/8 1.7/8 

1.1/4 2 

1.3/8 2.1/8 

1. 1/2 2.1/4 

1.5/8 2.3/8 

1.3/4 2. 1/2 

1.7/8 2.5/8 

2 3 

MliAJl)A TOOlS 

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

OAL M2 

~-INCH PART PRICE PART 

(L) CODE RSJ CODE 
(MIR061) PIECE (MIR061) 

1.718 1004AC 415 1204AC 502 

1.7/8 1005BC 415 1205BC 502 

2 1006CC 415* 1206CC 502 

2 1007CC 420 1207CC 518 

2.1/8 1008DC 462* 12080C 567• 

2.1/2 1009DC 479 12090C 625 

2.1/2 IOIOEC 522• 1210EC 658* 

2.5/8 1012FC 552* 1212FC 658 

2.5/8 1014GC 525• 1214GC 658 

2.3/4 1016JC 540• 1216JC 738* 

2.7/8 1018KC 670 1218KC 964 

3.1/4 1020LC 782• 1220LC 1169 

3.3/8 1022MC 876 1222MC 1289 

3.1/2 1024NC 952• 1224NC 1422 

3.5/8 5226PC 1054 5426PC 1509 

3.5/8 5228QC 1196 5428QC 1733 

3.3/4 li.?'l?llC"" 1391• li-4 'l?llC"" 2129 

4.1/8 5236SC 1982 5436SC 3331 

4.1/4 5240TC 2379• 5440TC 3747 

4.5/8 5244VC 2873 5444VC 4838 

4.3/4 5248WC 3362 5448WC 5207 

4.7/8 5252XC 4054 5452XC 6585 

5.1/8 52S6YC 5167 5456YC 8346 

5.1/4 1;.?~7("" 5699 ~;..u.n7r 9045 

5.1/2 5264XC 6239 5464XC 9807 

MOQ 
NOS. 

40 

40 

40 

40 

40 

30 

30 

30 

30 

30 

25 

25 

25 

25 

25 

25 

25 

15 

15 

15 

IS 

5 

5 

5 

5 

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

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

3. End mill cutters above 20 0 will be provided with 6 flutes and above 50 0 - 8 Flutes unless otherwise specified. 
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rl 

31 

MIIAIIDA 100\S 

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

MilT 
CODE ...... ) 

l507EC 

M:UTC 

t----@ 
MOQ 
NaiL 

IS 

Nota : 1. Item nwlclld • ere ustock. Far Rllmlllnlg Item M.O.Q. required. OR ( mWrrun order wlua of Rll.20000/·) 

2. Endmllls pert CXIde ere for Nanocllnter art Endmlla only. Center art Endmlla elao Cllll be .upplllld with same 
prlce&MOQ. 

3. End mill cutters aboYe 20 1/J 111111 be Jli'0\'1ded wt1h 611utes and abow60 s-8 Flulll811111188 ottw.·a apedtled. 
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M M11AIDA TOOlS 
HSS PARALLEL SHANK SLOT DRILLS 

IS 6351- 1991 

~~j_d 
II~ 
1"----. _ _____:::,._L ~ ·IT 

Me* ; Item marlclld •-9lCIIInr;l(. For ~rnaWg bm M.O.Q. l'eqUniCI.OR { mnlmum ordw value of Re.200001·) 

17 



M M11AIDA TOOlS 
HSS PARALLEL SHANK SLOT DRILLS 

IS 6351· 1991 

~~j_d 
1..___1 --~~~ 
1. L •1r 

Me* ; Item marltlld • - exsll)cl(, For RsrnaWg lbllm M.O.Q. l'eqUnld.OR { mnlmum ordenalue of Rs.200001·) 



M M11AIDA TOOlS 
HSS PARALLEL SHANK SLOT DRILLS 

as: 122 (PART-I)- 1953 

~~j_d 
1..___1 --~~~ 
1. L •1r 

Ml* : llllm m11rltad •-exBtac:lr. Far Rernairig am M.O.Q. reqlirad.OR ( rrinimum order \'lllue Ill Ra..20000/·) 



M M11AIDA TOOlS 
HSS PARALLEL SHANK ROUGHING END MILLS M4:t 

COA.'UEPITOITOIS:6l53· 1991/85:122 

I'IIICE 
UJ 

PII!CI! 

80 

Not&: 
MDQ 1. 11em m.ertcad • are &XItock. 

MOQ ..... 

N0L 2. For remanu ltl!lm M.O.Q. ntetUnd. OR 
(mnn.Jm on:lllr'llliua of Ra.20000(..) 

3. AcuQhno Ei!(tnil ouuwa.,.... 26 e wil 
b. pn~ilded wt1h 61lrtea urii!IIRS otiMII wile 
8j)eCifled. 



M M11AIDA TOOlS 

HSS TAPER SHANK ENDMIU.S STANDARD LENGTH M2 
AS PER IS: 6354 • 1971 WFrH TANGED END TAPER SHANK 
AS PER IS: 6354 • 1991 WFrH TAPPED END TAPER SHANK 

c=--.-.~~ 

MOQ 
NOll. 

Mole : Item matklld •-«lCCIIoclr. For Remano illllm M.O.Q. teqlired.OR ( trinimum crdef value ~ Ra..20000/·) 
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M MliAIDA 100\S 
HSS TAPER SHANK SLOT DRILL STANDARD LENGTH M2 

AS PER IS: 6388- 1971 wrrH TANGED END TAPER SHANK 
AS PER IS: 6388- 1991 WI1H TAPPED END TAPER SHANK 

NO(&: 1. I bam INIIIced •--lode. 
2. Rern11~lng Item M.O.Q. required OR (mlnhun orderw~ of Ra. 20000/·) 

MOQ 
MOL 



MliAJDA TOOlS 
HSS PARALLEL SHANK 3 FLUTE COUNTER BORE M2 

AS PER IS: 5704·1988 

.~~ ' 

~·· l -
DIAMM R. GAL PART CODE PIIICE MOQ IHANK.DIA ..... -(d) (1.1) ft.) 

(MIIIPI) RS.IPIECE NDL 

&.00 s 14 71 ~ 80:1 IS 

6.50 s 14 71 C'2"""SQ 80:1 IS 

e.oo s 14 71 <:120800 eJ' IS 

10.00 8 18 10 <:121000 eJ(, 15 

II .GO e 18 eo <:121100 m IS 

l:t.SO • 18 eo <:121250 1000 IS 

IS.GO IU 22 100 <:121500 lu• 15 

le.GO IU 22 100 <:121100 1711 IS 

20.00 IU 22 100 cmooa 1516 IS 

HSS TAPER SHANK 3 FLUTE COUNTER BORE M2. 

AS PER IS: 5710.1988 

DIA 
MT 

... GAL PART PMCE MOQ ..... .. .. MM CODE filS./ 
(d) 

SHANK 0.1) (1.) (MilliS) PIECE NOS. 

DIA 
Ml' 

... CML Min' PIIICE MOQ MM .... MM CODE R5J 
(d) 

IHMK (LI) (1.) (MilliS) PIECE NOS. 

12.50 Mn 30 132 <llll2.50 1636 15 .n.oo Ml'3 64 lt'O Qll)300 7245 10 

13.50 Mn 30 132 Qlll)$0 1636 IS 34.00 Ml'3 64 lt'O ClUJ.oiOO 771! 10 

14.50 Mn 30 Ill CB214SO l$2.$ IS 3&.00 Mn 64 lt'O QU)600 $)94 10 

16.50 Mn .. 1-40 all I~ 2105 15 3'1.00 Ml'3 64 lt'O <lllJ900 94111 10 

17.50 Mn • 1-40 <llll7!i0 l2£l IS 41.00 Ml'.ol 7' 23& QruiOO lOlli s 
19.50 Mn • 1-40 CB2"50 1.673 IS 4).00 HT4 7(, 23& Cll24)00 10679 s 
20.00 Mn .. 1-40 CB22000 2780 15 46.00 ...... " 23& <lll4600 121~ 5 

22.00 Mn '"' 150 QU2200 311D IS 48.00 Ml'.ol 7(, 23& Cll2oC800 IJI9t s 
23.00 Mn 46 ISO C822)00 3652 IS $1.00 HT4 .. l50 CB25100 14t'OO 5 
25.00 Mn 46 150 <322500 +168 15 noo ...... .. l50 CB25300 16187 5 
2{,.00 MTI u 180 (822600 4M2 IS ss.oo Ml'.ol .. l50 CB25500 17118 s 
28.00 Mn u 180 CB22800 5474 IS $7.00 HT4 .. l50 CB25700 19$77 5 
29.00 MTI u 180 CB22'JOO 5770 15 59.00 ...... .. l50 CB25900 21693 5 

31.00 MTI u 180 CBUIOO ,324 IS "·00 Ml'.ol .. l50 (1126100 2.4169 s 

Noll&: 1. M.O.Q. req~.~red •fokow Oil( rnnmum Ol'der..U... of Rl.lOCOOf.) 
2. Tool a without Plot IMI b& 1Upplled aa ._dlwd, WI'-•pedllc plat llmla gi>UI. 
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llliAI'DA TOOlS 

CUTI1NG 
DIA ... (d) 

-40 
50 

63 

80 

100 

llS 

160 

HSS M2 SHELL ENDMILL 
AS PER IS: 6257 • 1981 

IIOIIIDIA UNG'nl Mln"CGDI 
(G) (dl) (I.., 

" 31 1520040 
22 u ISlOGSO 

27 -40 15211063 

21 45 1$2.0080 

32. 50 1520100 

.<10 56 15.20125 
50 63 1520160 

Note: Culteta type "N" will be ~li&d fct RH totation wi1h RH cutmlO a& standard. 

CUTI1NG IOUDIA LENGTH Mln"CGDE 
DIAINCH (d) (G) {1:1) (I.., 

1.11•' In:' I' 8$20040 

l,lfl' In:' 1.118' B$2004 

1.314' 31'1" 1.1/4' BS200SI!i 

2.' 314' 1.318' 1520064 

2.1/4' I' l.ln:' IWIXI72 

l.lfl' I' 1.5111" ISl0080 

2.3/4' I' 1.518' EWOOII 

~· 1.11-4' 1.314' BS.lOOK 

l.lfl' 1.11-4' 1.718' ISlOIIl ... l.lfl' 2.11-4' ISlOil$ 

.C,Ifl' l.lfl' 2.114' ISlOI.C.C 

5' 1.112.' 2.1/4' 1Sl0160 

5.1!1' r 2.114' 1Sl0176 ,. 2' 2.114' 1Sl01t2 

PIIIIICE MDQNDL 
IISJIIII!CI! 

2119 5 

3320 s 
.ofe06 5 

7101 l 

10897 2. 

18271 2. 

3+186 l 

PII.ICE MDQNOIL 
RS./M!Cl! 

Ul78 $ 

2298 $ 

1& $ 

~IJ $ 

-4116 5 

-4787 5 
5442 5 

63U 5 
79-ll l 

11679 3 
1<1001 l 

18271 3 
llln 3 
:H651 3 



M 

Centre Cut 

MliAJl)A TOOlS 

Endmill Terms· General Features 

Threaded Shank 

-~-,. 

Flute 
Bottom 
Radius 

Flute Depth 

-·£1-·-·-·-·-·E·· 

2-Fiute 4-Fiute 

Square 

Rake Angle 

Heel 

Mo111e Taper Shank 

DishAngle { 
Dish (Concavity 

EJ-·-·-·-·-·~·;_,_Bolt Thread 

Chip Flow 

4-Fiute 2-Fiute 

Ball Radius 

85 

4-Fiute 



M 
Dimensions of Weldon Flats 

One flatted parallel shank 
(with d I from 6 to 20mm) 

11 Chamfered 

Figure I 

Size d1 
Tolerance h6 

6 

8 

10 

12 

16 

20 

d1 b1 
+0.05 h6 0 

25 12 

32 14 

40 14 

50 18 

63 18 

Section • 'A~ 

b1 
+0.05 

0 
4.2 

5.5 

7 

8 

10 

11 

e1 
0 
·1 
32 

36 

40 

45 

50 

86 

e1 
0 
-1 
18 

18 

20 

22.5 

24 

25 

h1 
h13 

23 

30 

38 

47.8 

60.8 

MliAJl)A TOOlS 

Two flatted parallel shanks 
(with d I from 25 to 63mm) 

e1 

b1 

Chamfered 

Other dimensions and data as per figure I 

Figure 2 

h1 /1 

h13 +2 
0 

4.8 36 

6.6 36 

8.4 40 

10.4 45 

14.2 48 

18.2 50 

/1 12 
+2 +1 
0 0 

56 17 

60 19 

70 19 

80 23 

90 23 



M 
Feed Recommendations 

Cutting Slotting Heavy Profiling Ught 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 

32-40 0.160 0.180 0.066 0.07-4 0.136 0.1-48 

Above40 - - 0.066 0.07-4 0.136 0.1-48 

Based on Short Series Slot Drill Based on Regular Series End Mills 

For Longer Series, reduce Feed rate by SO% 

Care During Resharpening 

MliAJl)A TOOlS 

.- Useful Fonnulae 
, Spindle Speed 

Cutting Speed (M//min} x I 000 (mm} 
Revs/min=---------

(1t x Cutting Diameter [mm]} 

Cutting Revs/minx 1t x Cutter Diameter (mm) 
Speed=----------
(M/min) 1000 (mm) 

Table Feed: 

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

Feed/Tooth 
(mm)= 

1t = 3.142 

Table Feed (mm/min) 

(No. of Teeth x Revs/min} 

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

I. 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 endmills are: 

a. Peripheral primary & secondary clearance angles. 
b. End primary & secondary clearance angles. 
c. Primary lands for periphery & end grinding. 
d. Proper chip flow should be provided after resharpening the end for center cutting type 

end mills. 

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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M MliAJl)A TOOlS 
Common Endmill problems, Causes and Remedies 

TOOL SYMPTOMS 

INDICATIONS CAUSES AND REMEDIES 

Abrasion- Speeds and Feeds Check tool alloy Harderaloy Be sure work alloy Coolant-mix ratio, 
Rapid toolwur is corrwct condition 

Cratering Holddown-bolster if Coolant-mix. Tool Geometry- Tool alloy (increase Feeds & Speeds- Try Corwentional 
(Ellie Pimll) not rilid condition, flow to Oncrease rake, hardness, red heat) less speed, than millil"'i 

point of cut clearance) load/tood'l 

BUE- Coolant-mix, flow Flute and edge finish Feeds & Speeds- Tool geometry-
(Built-up-edge) regrind If on margin, Increase r.tke, 

Increase clearance 

Nicked Edges Improve storage and Rake angle-more 
handlil"'i metal behind edps 

ChipWeldil"'i 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 skghdy with more edges holder; spindle play 

regrind (teeth} 

Inaccurate Tool for wear, Reduce area of Reduce tool slick-out Bolster set-up Machine aligrvnent, 
Machinil"'i dulness-replace tooVwork 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, rezrind concentricity; check bearings 

Set-~ 

Inaccurate Slot If single pass, go 
Position rough, then 

finish cut 

Sloping Slot Sides If using helix, try Rough cut, 
Straight two-flute thenfnish 

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 reqund stick-out; incrase rw:luc:., right for size of tool, holder, check 

Tool diameter if doubtful work alloy? spincle bearings 

Rubbing Tool sharpness; Relief angle for cutter Deflection-use larger R.educe feed 
if dull, replace or ciarneter, work alloy diameter tool; per tooth 

regrind reduce stick-out 

Spindle Stall H.P.-reduce contact Tool geometry; If conventional 
area, feed rate Increase nlke angle milling try. dimb 

or clearance miling 
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ANNULAR CUTrER 

ANNULAR CU'nER HSS M2 & M42 

2SMMCUT11NG DEPIH 

PRIC:E Rl./ PIECE 
IIISM2 

89 
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M MliAIDA TOOlS 
ANNULAR CUTTER 

:ZSMM CUTTING DEPTH 

PART CODE PRICE RS./ PIECE PART CODE PRICE RS./ PIECE MOQ 
(MIRA2U) HSSM2 (MIRA4U) HSSM42 NOS. 

49X25 490025 4058 490025 5705 5 

50X25 500025 4213 500025 5879 5 

51X25 510025 4723 510025 6897 5 

54X25 540025 5273 540025 7700 5 

55X25 550025 5463 550025 7977 5 

56X25 560025 5656 560025 8260 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 

SOMM CUTTING DEPTH 

PART CODE PRICE RS./ PIECE PART CODE PRICE RS./ PIECE MOQ 
(MIRA2U) HSSM2 (MIRA4U) HSSM42 NOS. 

14:XSO 140050 1880 140050 2519 20 

15:XSO 150050 1919 150050 2519 20 

16X50 160050 2067 160050 2685 20 

17X50 170050 2102 170050 2724 20 

IBXSO 180050 2102 180050 2724 15 

19}(50 190050 2216 190050 2851 15 

20}(50 200050 238S 200050 3079 15 

21}(50 210050 24S7 210050 3199 15 

22}(50 220050 24S7 220050 3070 IS 

23}(50 230050 2530 230050 3180 15 

24X50 2400SO 2689 240050 3387 15 

25:XSO 250050 2769 250050 3S08 15 

26XSO 260050 2879 260050 3662 15 

27XSO 270050 2965 270050 3792 IS 

28X50 280050 3119 280050 3999 15 

29:XSO 290050 3212 290050 4139 15 

30:XSO 300050 3393 300050 4416 15 

31:XSO 310050 3494 310050 4530 15 

32XSO 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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ANNULAR CUTTER 

SOMM CUTTING DEPTH 

PART CODE PRICE RS./ PIECE PART CODE PRICE RS./ PIECE MOQ 
(MIRA2U) HSSMl (MIRAAU) HSSM4:Z NOS. 

390050 4357 390050 5842 10 

40XSO 400050 4402 400050 5991 5 

41XSO 410050 4534 410050 6190 5 

42XSO 420050 4689 420050 6416 5 

43XSO 430050 4829 430050 6627 5 

44XSO 440050 5019 440050 6894 5 

45XSO 450050 5169 450050 7118 5 

46XSO 460050 5215 460050 7227 5 

47XSO 470050 5372 470050 7520 5 

48XSO 480050 5524 480050 7690 5 

49XSO 490050 5689 490050 7998 5 

50XSO 500050 5907 500050 8242 5 

51XSO 510050 6691 510050 9771 5 

52XSO 520050 6946 520050 10143 5 

53XSO 530050 7206 530050 10522 5 

54XSO 540050 7470 540050 10908 5 

55XSO 550050 7739 550050 11301 5 

56XSO 560050 8013 560050 11701 5 

57XSO 570050 8292 570050 12108 5 

58XSO 580050 8575 580050 12522 5 

59XSO 590050 8864 590050 12943 5 

60XSO 600050 9157 600050 13371 5 

61XSO 610050 9454 610050 13806 5 

62XSO 620050 9757 620050 14247 5 

Note : I. All Annular cutters shall be supplied with 19.05mm (3/4') universal shank. 

91 



Vc(m/mln.) 

Diameter(mm) 

14 

16 

18 

2-4 

25 

30 

35 

-45 

so 
ss 

MliAWDA TOOlS 

Technical Details 

RECOMMENDED RPM FOR ANNULAR CUTTERS •••• 

STEEL CAST IRON 

MILD !111111111 IIIJEI Cl (soft:) 

27 17 8 3 36 18 20 

614 387 182 68 819 .. 455 

537 338 159 60 717 358 398 

478 301 142 53 637 318 35-4 

358 226 106 -40 -478 239 265 

3-44 217 102 38 -459 229 255 

287 

2-46 ISS 73 27 328 16-4 182 

191 120 57 21 255 127 1-42 

172 108 Sl 19 229 liS 127 

156 98 -46 17 208 10-4 116 

92 

BRASS 
ALUM. & 

BRONZE 

60 44 

1365 1001 

1194 876 

1062 778 

796 584 

76-4 561 

5-46 -400 

425 311 

382 280 

347 255 



MliAliDA 100\S 
TROUBLE SH0011NG 

• WhatcauMS annular Mtet'$ to breakordull prematurely! 

The primary cause of broken or p~maturely dull cuttl!n is a feed rate that is too slow. Slow feed rall!s will 
redu~ the life of your wtter. Using a firm, steady feed pressu~ throughout the a.tt will maximize 
performan~ and extend tool life. 

• Why do I havetodearc:hlps !rom theartter beloft!eYaYCUU 

As the cutter befpns ~mOiling material, new chips flow oot througn the gullets and up the flutes. If these 
pathways are notclea~ before cutting a new hole, packing or binding may result. causing the cutter to fill 
with chipsand pos5ibly break. 

• When do I use a mapetic drilll 

It can be tlme-<Xlnsum!ng and cumbersome to t1y to 
jockey a large pipe iniD position at a stationary drill press 
or work center. A po:rtable magnetic drill allows you to 
take the drill to the workpiece, instead of trying to bri~ 
the workpiece to the drill. A portable magnetic drill press 
a1!lo may be used in any position-vertical, horizontal, or 
overhead. The workpm must be at least 3/8 inch thick. 

~.annulas-~ hoiCIII 
tltere II no dea.d·zone ~CD .......,me. 

All Clltdng • ~ lo<:ated ~Mrar1he P«fphely 
of tile CUOI, .-.1 ufaoe.,....., are

tit~ 1M entire <U. 

• Is the magnet on my portable drill pre111 tfronsenoup to drill pipet 

When you're using a portable drill press, a support syslem is needed. A safety chain or !trap is also 
l"eCCmmencled, in case the magnet slips from the support. When you are using a magnetic drill and pipe 
aclaptR aa:essory, mount the adapter SEaJ~Iy to the pipe with a tightly wrapped chain (see lead image). 
Makesu~ the st~pportsystem for the drill arbor is rigid and in good condition. 

• How do [ bep my map.!Cjcdrill from slippingl 

Maire su~ the drlll's magnetic base Is dear of chips and debrls and Is secu~ly attached ID a clean 
workpiece. Uneven su~ or large debris buildup prevents the magnet from obtaining optimal holding 
power, whichcancausethedrilltoshiftorliftduringoperlltion.Asafetychain or strap also helpstoprevent 
injury if the drill shifts. If it does shift or lifts during the cut, and the mOIDr is not stopped, the cutter will 
break. A good magnetic drill will have a built-in safety circuit that stops the motor immediately wflen the 
drill lifts from the matl!rial. 

• What i•thepurpcllleofcoatedartters, or adtefs made from premium lfeetf 

Cutters made from M2 high-speed steel (HSS} a~ l"eCCmmended for materials with a Brinell hardness 
number (BHN) of up to 275. A titanium nitride or similar coating may be applied tr> M2 ID fortify wear 
resistance in materials up ID 325 BHN. For materials up to 350 BHN, cobalt steel (M42} is recommended 
with a titanium nitride or similarcoating. 
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• What makes the slug stick in the cutter? 

Using I ubricant 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 cutter1s 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 I ubrication he I ps---€ven water works better than nothing at 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 possibi I ity of injury. 
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M MliAIDA TOOlS 
REAMERS 

No. Description Pap No. 

I 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 I :30 TAPER HOLE 105 

5 HSS M2 TAPER PIN REAMERS (TAPER I IN 50) HAND IS 5881-1984 106 

& MACHINE IS 5918- 1984 

6 HSS M2 TAPER SHANK JIG REAMERS IS 11002- 1984 & BS 122 (PART 2) 1964 107-108 

7 HSS M2 TAPER SHANK SOCKET REAMERS 109 

(TYPE 'A' ROUGHING I TYPE 'B' FINISHING I TYPE 'C' FINISHING) 

8 HSS TAPER SHANK CORE DRILL HSS M2 IS: 5366 - 1978 110-111 

9 TECHNICAL DETAILS 112-116 
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M 'MliAIDA 100\S 
REAMERS 

REFERENCI:. STANDARDS 

HSS HAND REAMERS 

HSS MACHINE REAMERS wmt TAPER SHANK 

HSS CHUCICING REAMERS wmt PARALLB. SHANK 

HSS CHUCICING REAMERS WITH TAPER SHANK 

HSS HAND REAMERS 'WITH PAMI' P SHANK 

' - 3 

HSS MAD41NE REAMERS 'WITH TAPIR SHANK 

HSS CHUCKING REAMBtS WITH PAJt••J FL SHANK 

HSS CHUCKING REAMBtS WITH TAPER SHANK 

97 

INCH SIZE 

BS328PART-4 
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M MIIAIIDA 100\S 
HSS HAND REAMERS AS PER IS: 5444- 1978 

~ _j 
F; d1 [i d 

i L1 i • 
L 

HSS HAND RfAMERS WI1H PAIW' B SHANK 

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

-I· -~i+--_.L..,_1 --It~ 
HSS MA041NE REAMERS wmt TAPER SHANK 

HANDIIEAioER LONG FLUIID MM: ... E MANER 

l37SBC 



M 
HSS REAMERS 

HAND REAMER 

FLMM OALMM 
(LI) (L) 

36.00 2154HC 8209 142 284 2399BC 

37.00 2155JC 9017 142 284 2400CC 

38.00 2156KC 9017 152 305 2401DC 

39.00 2157LC 9970 152 305 2'102EC 

40.00 2158MC 10885 152 305 2'103FC 

48.00 2166WC 17593 174 347 2411PC 

49.00 2167XC 17593 174 347 2412QC 

50.00 2168YC 17593 174 347 2413RC 

HSS HAND REAMERS AS PER BS 328 PART-4 

MliAJl)A TOOlS 

LONG FLUTED MACHINE REAMER 

8209 MT4 

8209 MT4 

9017 MT4 

9017 MT4 

9970 MT4 

17593 MT4 

17593 MT4 

17593 MT4 

FLMM OALMM 
(LI) (L) 

142 302 

152 302 

152 312 

152 312 

152 312 

174 334 

174 334 

174 334 

MOQ 
NOS. 

3 

3 

3 

3 

3 

3 

3 

3 

HSS MACHINE REAMERS WITH TAPER SHANK AS PER IS 1983 

HAND REAMER 

2030XC 934 2.5/8 5. 1/4 

LONG FLUTED MACHINE REAMER 

MTI 

99 

MOQ 
NOS. 

15 



M 
HSS REAMERS 

HAND REAMER 

21/32 2049RC 1770 3.7/16 

11/16 2051TC 1770 3.11/16 

23/32 2053WC 2009 3.11/16 

3/4 2055YC 2009 3.15/16 

1.1/4 2072QC 5882 5.1/4 

1.5/16 2074SC 6685 5.1/4 

1.3/8 2076VC 8209 5.5/8 

1.7/16 2078XC 8278 5.5/8 

2 2089HC 17593 6.7/8 

6.7/8 

7.7/16 2287PC 

7.7/16 2289RC 

7.15/16 2291TC 

10.7/16 

10.7/16 

11.3/16 

11.3/16 2307KC 

13.11/16 

MliAJl)A TOOlS 

LONG FLUTED MACHINE REAMER 

MT2 

1770 MT2 3.11/16 7.5/8 

2009 MT2 3.11/16 7.5/8 

2009 MT2 3.15/16 7.7/8 

MT4 5.1/4 10.1/4 

MT4 5.1/4 11.9/16 

8209 MH 5.5/8 11.15/16 

8278 MH 5.5/8 11.15/16 

MH 6.7/8 13.3/16 

MOQ 
NOS. 

10 

10 

10 

10 

5 

3 

3 

3 

3 

Note: Item marked *are exstock. For Remainig item M.O.Q. required.OR (minimum order value of Rs.20000/-) 
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M 'MliAI'DA 100\S 
HSS CHUCKING REAMERS WITH PARrA'' EL SHANK AS PER IS: 5446 • 1978 

HS$ CHUCKING ItEAM a$ WITH PAR••• FL SHANK 

--}- ! 
~-i' 

~------~--~1 

HSS CHUCKING REAMERS WITH TAPER SHANK AS PER IS: 5447 • 1978 

HSS CHUCKING REAMERS WITH TAPER SHANK 

1¥'*' •" SHANK CHUCKING REAM- TAI'ERIHANil CHUCKING REAM-

FL ... GAL ... 
(LI) (1,) 

101 

I 
0cl 

MOQ 
NOI. 



M 
HSS CHUCKING REAMER 

PARALLEL SHANK CHUCKING REAMER 

PART FLMM OALMM PART 
CODE CODE 

(MIR065) (LI) (L) (MIR065) 

26.00 - - - - 2730GC 

27.00 - - - - 2731HC 

28.00 2732JC 

29.00 2733KC 

30.00 - - - - 2734LC 

31.00 - - - - 2735MC 

32.00 2736NC 

33.00 - - - - 2737PC 

34.00 - - - - 2738QC 

35.00 2739RC 

36.00 - - - - 2740SC 

37.00 - - - - 2741TC 

38.00 2742VC 

39.00 2743UC 

40.00 - - - - 2743WC 

41.00 - - - - 2743XC 

42.00 - - - - 2744XC 

43.00 2745YC 

44.00 - - - - 2745ZC 

45.00 - - - - 2746ZC 

46.00 - - - - 2747AC 

47.00 - - - - 2747BC 

48.00 - - - - 2748BC 

49.00 2748CC 

50.00 2749CC 

PARALLEL SHANK CHUCKING REAMER 

7/32 2610LC 

1/4 2612NC 

9/32 2614QC 

3/8 2620XC 

13/32 2622ZC 

7116 2624BC 

617 

718 

718 

934 

1034 

1159 

FL 
INCH 
(LI) 

1.1/32 

1.3/32 

1.7/32 

1.1/2 

1.1/2 

1.5/8 

OAL 
INCH 

(L) 

3.21/32 

PART 
CODE 

(MIR065) 

3.31/32 2680MC 

4.9/32 2681 NC 

5.1/4 

5. 1/4 2685SC 

5.13/32 2686TC 

102 
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TAPER SHANK CHUCKING REAMER 

MT FLMM OALMM 
SHANK (LI) (L) 

4068 MT3 70 273 

4658 MT3 71 1n 
4658 MT3 71 2n 

4939 MT3 73 281 

5328 MT3 73 281 

5882 MT3 75 285 

5882 MT4 n 317 

6685 MT4 77 317 

7504 MT4 78 321 

8209 MT4 78 321 

8209 MT4 79 325 

9017 MT4 79 325 

9017 MT4 81 329 

9970 MT4 81 329 

10885 MT4 81 329 

10990 MT4 82 333 

129+4 MT4 82 333 

129+4 MT4 83 336 

129+4 MT4 83 336 

15164 MT4 83 336 

15164 MT4 84 340 

16381 MT4 84 340 

17593 MT4 86 344 

17593 MT4 86 344 

17593 MT4 86 344 

TAPER SHANK CHUCKING REAMER 

718 

718 

1034 

1159 

MT 
SHANK 

MTI 

MTI 

MTI 

MTI 

MTI 

MTI 

INCH 
(LI) 

1.1/32 

1.3/32 

1.7/32 

1.1/2 

1.1/2 

1.5/8 

OAL 
INCH 

(L) 

5.7/16 

5.21/32 

5.29/32 

6.5/8 

6.5/8 

6.29/32 

MOQ 
NOS. 

5 

5 

5 

5 

5 

5 

5 

3 

3 

3 

3 

3 

3 

3 

3 

3 

3 

3 

3 

3 

3 

3 

3 

3 

3 

MOQ 
NOS. 

25 

25 

IS 

15 

15 

IS 



M MliAJl)A TOOlS 
HSS CHUCKING REAMERS 

PARALLEL SHANK CHUCKING REAMER TAPER SHANK CHUCKING REAMER 
MOQ 

PART FLINCH ~ALINC!-1 PART 
MT FLINOI OALINOI NOS. 

CODE CODE 
(MIR065) (LI) (L) (MIR065) SHANK (LI) (L) 

15/32 2626DC 1208 1.23/32 5.15/16 2687VC 1208 MTI 1.3/4 7.5/32 IS 

l/2 2628FC 1249 1.23/32 5.15/16 2688WC 1249 MTI 1.3/4 7.5/32 IS 

17132 ............. 1524 1.31/32 6.3/8 1524 MTI 1.27/32 7.7/16 15 

9/16 "'""" ... 1524 1.31/32 6.3/8 2690YC 1524 MT2 1.31/32 8.1/32 10 -··-- -
19/32 2631JC 1532 2.1/32 .23/32 2691ZC 1532 MT2 2.1/32 8.1/4 10 

5/8 2632KC 1532 2.1/32 6.23/32 2692AC 1532 MT2 2.1/32 8.1/4 10 

21/32 - - - - 2693BC 1770 MT2 2.1/8 8.7/16 10 

11/16 -- -- 1770 MT2 2.7/32 8.5/8 10 

23132 - - - - 269SDC 2009 MT2 2.9/32 8.25/32 10 

3/4 - - - - 2696EC 2009 MT2 2.11/32 8.31/32 10 

13/16 - - - - 2698GC 2290 MT2 2.7/16 9.1/8 10 

7/8 - - - - 2700JC 2536 MT2 2.17/32 9.11/32 10 

15/16 - - - - 2700NC 3284 MT2 2.21/32 10.9/16 5 

I 2700SC 3356 MT3 2.3/4 10.3/4 5 

1.1/16 2701TC 4658 MT3 2.25/32 10.29/32 5 

1.1/8 - - - - 2702VC 4658 MT3 2.7/8 11.1/16 5 

1.3/16 - - - - 2703WC 5328 MT3 2.15/16 11.7/32 5 

1.1/4 - - - - 2704XC 5882 MT4 3.1/32 11.7/16 5 

1.5/16 2705YC 6685 MT4 3.1/16 12.21/32 3 

1.3/8 J./UbLI,. 8209 MT4 3.1/16 12.21/32 3 

1.7/16 - - - - 2707AC 8278 MT4 3.1/16 12.31/32 3 

1.1/2 - - - - 2708BC 9017 MT4 3.1/16 12.31/32 3 

1.9/16 - - - - 2709CC 10885 MT4 3.7/32 13.1/8 3 

1.5/8 - - - - 2708GC 10990 MT4 3.7/32 13.1/8 3 

1.11/16 2708EC 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 - - - - 2708TC 17593 MT4 3.13/32 13.17/32 3 

1.15/16 - - - - 2708VC 17593 MT4 3.13/32 13.17/32 3 

2 - - - - 2709AC 17593 MT4 3.13/32 13.17/32 3 

Note : Item marked * are exstock. For Remainig item M.O.Q. required.OR ( minimum order value of Rs.20000/-) 
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MACHINE BRIDGE REAMERS 
HSS M2- AS PER IS 5919: 1978 

Note : 1. RH Q.tl:lfng with LH he leal ftu!N \\411 be ~led a. etandenl. 
2. Ill i1emt ""'''it'tld miom.n. atdler'......., ol Rlt. 'JAt#)l •• 

104 
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• 1111AJDA TOOlS 
HSS M2 SHELL REAMER: 

AS PEA IS Stu: 1970 WITH 1:30 TAPER HOLE 

Not&: 1. For Reaming Item M.O.Q. reql.lred. OR{ m_,lm~.m«derwkltt1fRa.200001·) 

~ RH cuttilg 8lraiGirt fli!M will be supllfied as Slllndard. 

lOS 

E:3J3 
~----l 
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MliAWDA TOOlS 
HSS TAPER PIN REAMERS 

HSS TAPER PIN REAMERS (TAPER I IN 50) 

MACHINE· IS: 5918 • 1984 

PART 
CODE 

(MIRTP) 

HR20600 

HR20800 

HR21400 

HR21600 

HR22000 

HR22500 

HR24000 

HR25000 

13J.4 

1807 

2722 

3029 

-4712 

-499-4 

13210 

22896 

PART 
CODE 

(MIRTP) 

MR20600 

MR20800 

MR21400 

MR21600 

MR22000 

MR22500 

MR24000 

HSS TAPER PIN REAMERS (TAPER I IN 48) 

HAND I MACHINE • BS 3l8{PART 4) 1983 

PART PART 
CODE CODE 

(MIRTP) (MIRTP) 

HR20008 1242 MR20008 

HR20009 1358 MR20009 

HR20010 1508 MR20010 

HR20013 1942 MR20013 

HR2001-4 1999 MR22000 

2616 

HR20020 2915 

HR20028 4535 

13J.4 

1807 

2722 

3029 

-4712 

-4994 

13210 

22896 

12-42 

1358 

1508 

19-42 

1999 

MOQ 
NOS. 

20 

20 

20 

15 

15 

10 

5 

5 

MOQ 
NOS. 

20 

20 

20 

IS 

IS 

10 

10 

5 

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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M 

6.00 

7.00 

8.00 

9.00 

10.00 

11.00 

12.00 

13.00 

14.00 

15.00 

16.00 

17.00 

18.00 

19.00 

20.00 

21.00 

22.00 

23.00 

24.00 

2S.OO 

26.00 

27.00 

28.00 

29.00 

30.00 

31.00 

32.00 

33.00 

34.00 

3S.OO 

36.00 

37.00 

38.00 

39.00 

40.00 

MliAJl)A TOOlS 
HSS M2 TAPER SHANK JIG REAMERS 

AS PER IS: 11002- 1984 

FLMM OALMM PART CODE 
MTSHANK (LI) (L) (MIRJR2) 

MTI 26 138 IS0600 

MTI 31 ISO IS0700 

MTI 33 IS6 ISOSOO 

MTI 36 162 IS0900 

MTI 38 168 ISIOOO 

MTI -41 175 ISIIOO 

MTI -4-4 182 ISI200 

MTI -4-4 182 ISI300 

MTI -47 189 ISI-400 

MT2 so 204 ISISOO 

MT2 52 210 ISI600 

MT2 S-4 214 ISI700 

MT2 56 219 ISISOO 

MT2 58 223 ISI900 

MT2 60 228 IS2000 

MT2 62 232 IS2100 

MT2 64 237 IS2200 

MT2 66 241 IS2300 

MTI 68 268 IS2-400 

MTI 68 268 IS2500 

MTI 70 273 IS2600 

MTI 71 2n IS2700 

MTI 71 2n IS2800 

MTI 73 281 IS2900 

MTI 73 281 IS3000 

MTI 7S 28S IS3100 

MT-4 n 317 IS3200 

MT-4 77 317 IS3300 

MT-4 78 321 153-400 

MT-4 78 321 IS3SOO 

MT-4 79 325 IS3600 

MT-4 79 325 IS3700 

MT-4 81 329 IS3800 

MT-4 81 329 IS3900 

MT-4 81 329 IS4000 
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MOQ 
NOS. 

988 20 

1049 20 

1049 20 

1137 20 

1297 20 

1297 20 

1487 20 

1767 20 

1767 20 

1953 IS 

1953 IS 

225-4 IS 

2S24 IS 

2S24 IS 

27S3 IS 

3176 IS 

3176 IS 

3176 IS 

4124 10 

-4-466 10 

4993 10 

4993 10 

5-4-46 10 

590S 5 

S90S 5 

683S s 
6853 5 

8048 s 
9266 5 

9266 s 
9943 s 

10631 5 

10631 5 

10631 s 
12220 5 



M MliAJl)A TOOlS 

MTSHANK 
FLMM OALMM PART CODE MOQ 

(LI) (L) (MIRJRl) NOS. 

-41.00 MT-4 82 333 15-4100 12250 3 

-42.00 MT4 82 333 IS4200 13687 3 

43.00 MT-4 83 336 IS4300 13687 3 

-45.00 MT-4 83 336 15-4500 16330 3 

46.00 MT4 84 340 IS4600 16330 3 

47.00 MT-4 84 340 IS4700 17803 3 

-48.00 MT-4 86 3-4-4 IS4800 19362 3 

50.00 MT4 86 3-4-4 IS5000 21525 3 

HSS M2 TAPER SHANK JIG REAMERS 

AS PER BS 122 (PART 2) 1964 

MTSHANK 

7/16" MTI 1.5/16 6.11/16 BSOOI-4 1275 20 

10 

1.7/8" 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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MliAIDA TOOlS 
HSS M:t TAPER SHANK SOQ\EI RIEAI.RS 

AS PBUS: Sto'l·lt~ 

(1YPf. 'A' ROUGHING I TYPE •a• PRI FINISHING /lYPI! 'C' FINISI_.Cil) 
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MliA'I'DA TOOlS 
TAPER SHANK CORE DRILL HSS M2 

AS PER IS: 5366: 1978 

....... CODI! 
OLCIIJ 
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M MliAJl)A TOOlS 
HSS TAPER SHANK CORE DRILL HSS Ml 

SHANK 
FLMM OALMM PART CODE MOQ 

(LI) (L) (MIRTS) NOS. 
27.70 MT3 170 291 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 : I. No. of flutes will be supplied as follows. 

• Above 9mm to 20 mm -3 Flutes 

• Above 20mm to 50 mm -4 Flutes 
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M 
Reamer Terms - General Features 

Overall 
Length 

Shank 

Tang 

ngth of 
Bevel lead 

Recommended Cutting Parameters 

Material Cuttlna Speed """*" 
Spiral Straight 
Rute Flute 

Steel up to tensile strength 700 N/mm' 1-4 II 

Steel above tensile strength 700N/mm2 II 9 

Cast steel 10 8 

Grey cast Iron 12 9 

Malleable cast iron 10 8 

Copper 17 14 

Brass, Bronze 20 17 

Light alloys 17-20 14-18 

Plastics 20 16 

MliAJl)A TOOlS 

) Size of Square 

G) A 
!_j 

Length of 
~Square 

...... Code 

Spiral Straight dia. 
Flute Flute up to 

6mm 

c B 0.1-0.2 

c B 0.1-0.2 

D c 0.1-0.2 

D c 0.1-0.2 

c B 0.1-0.2 

D c 0.1-0.2 

E D 0.1-0.2 

F E 0.1-0.2 

B A 0.1-0.2 

Land 

Clearance 

...,Ina lltDdc .._._In 111111 

dia. dla dia. dia. 
up to up to up to up to 
IOmm 16mm 2Smm 2Smm 

0.2 0.2-0.3 0.3-0.-4 0.-4-0.5 

0.2 0.2 0.3 0.3-0.-4 

0.2 0.2 0.2-0.3 0.3-0.-4 

0.2 0.2-0.3 0.3-0.4 0.-4-0.5 

0.2 0.3 0.4 0.5 

0.2-0.3 0.3-0.4 0.4-0.5 0.5 

0.2 0.2-0.3 0.3 0.3-0.4 

0.2-0.3 0.3-0.4 0.4-0.5 0.5 

0.2 0.4 0.4-0.5 0.5 

Cutting speeds and feed may vary by I 0-15% depending upon specific application 

Reamer Feed Chart 

FEED 
................ 

CODE 5mm 8mm IOmm 12mm 16mm 20mm 2Smm 30mm 40mm 

A 0.100 0.150 0.170 0.185 0.220 0.250 0.280 0.320 0.390 

B 0. 150 0.180 0.210 0.240 0.280 0.310 0.360 0.400 0.500 

c 0.185 0.220 0.260 0.285 0.335 0.390 0.440 0.480 0.600 

D 0.200 0.270 0.320 0.360 0.410 0.470 0.540 0.600 0.730 

E 0.250 0.350 0.390 0.430 0.500 0.530 0.640 0.750 0.910 

F 0.350 0.440 0.500 0.550 0.630 0.700 0.800 0.930 1.200 

Feed rates are given in mrn/rev. 
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M MliAJl)A TOOlS 
Common Reamer problems, Causes and Remedies 

INDICATIONS CAUSES REMEDIES 

Reamer produces Concentricity error of machine. Correct concentricity error. 
oversize holes spindle, holder or tool. 

Damaged fit between tool shank, Ensure proper fit. 
chuck & collet. 
Bevel lead of tool incorrect. Resharpen bevel lead. 
Cutting speed too high. Reduce speed. 
Feed rate too high. Reduce feed. 
Unsuitable coolant for work Use recommended coolant. 
material. 

Reamer produces Tool tolerance incorrect. Use properly designed reamer. 
undersize holes Material ductile hence contracts Use quick spiral reamer. 

after reaming. 
Excessive heating during reaming. Use sufficient & correct coolant. 
Reamer blunt. Resharpen I change reamer. 
Cutting speed I feed rate too low. Increase speed I feed. 
Insufficient stock for reaming. Keep recommended stock for reaming. 

Bell mouthing, Machine spindle non-concentric. Correct machine error. 

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 I resharpen reamer. 

surface finish Built up edge on reamer. Use richer coolant, possibly cutting 
oil or reduce circular land width to 
almost zero. 

Cutting speed too high & feed rate Adjust speed I feed. 
too low. 
Stock removal allowance too small. Keep recommended stock for reaming. 
Bevel lead incorrect. Resharpen the bevel lead correctly. 

Reamer seizes & Back taper incorrect. Refer to the manufacturer. 
breaks Excessive land wear. Reduce speed. 

Circular land too wide for work Refer to manufacturer. 
material. 
Hard spots in the material. Normalize I Anneal material. 
Stock removal allowance too small. Keep recommended stock for 

reaming. 
Material tends to promote jamming. Use quick spiral reamers. 
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M MliAJl)A TOOlS 
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 Tumed 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 
• LH spiral 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 forth is reason this flute geometry is used almost exclusively for through holes. 
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M MliAJl)A TOOlS 

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

thatsufficient 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 indexingfinger. 
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M MliAJl)A TOOlS 

Calculating Tolerance Umits 

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

on the hole 

= •• 
.!! 
_g 
0 

IT 

fnmitof 
hole size 

Example of a I Omm hole with tolerance OS. 
Maximum diameter of hole 
Minimum diameter of hole 
Hole tolerance (ITS) 

_l 
0.151T 

0.351T 

on the reamer 

.~ • 
~ 
E 
ca e 
0 -limit of ·e 

reamer size :::::i 

= 10.062 
= 10.040 
=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 ofO.OO I mm. 
0.15 x Hole tolerance (ITS) = 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 I mm. 
0.35 x Hole tolerance (ITS) = 0.0077 
Rounded up = O.OOS 
Maximum limit for reamer = I 0.062 - 0.004 = I 0.05S 
Minimum limit for reamer = I 0.05S - O.OOS = I 0.050 

A similar method can be used for other tolerance when required. 
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HSS GROUND THREAD TAPS 



• MliAW'DA TOOlS 
TAPS 

No. O.Crtptlon ..... 
I TAPS MANUFACTURING 119 

2 ISO METRIC GROUND THREADS - COARSE AND FINE PITCH PRICES 

IS 6175- PART I, 2, 3- 1992 

PART- I (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 ( Nl!TTAPS) IS 6175- 1991 128-129 

3 HSS HAND TAPS - BSW- BS949 ( Part I ) - 1992 130 

4 HSS HAND TAPS - BSF - BS949 ( Part I ) - 1992 131 

5 HSS HAND TAPS - UNC -BS949 ( Part I ) - 1992 132 

6 HSS HAND TAPS - UNF - BS949 ( Part I ) - 1992 133 

7 HSS HAND TAPS - BSCy- BS949 ( Part il) - 1951 134 

8 HSS HAND TAPS - BA- BS949 ( Part I ) - 1992 135 

9 HSS PIPE TAPS - BS949 (Part I)- 1969 136 

10 HSS NIB TAPS TO OUR STANDARD 137 

II TAPS SELECTION CHART 138 

12 TAP TERMINOLOGY- ABBREVIATIONS 139 

13 POPULAR THREAD FORMS 140-141 

14 1YPES OF CHAMFERS 142 

IS TAP AND COMPONENT TOLERANCES 143 

16 RECOMMENDED RAKE ANGLE AND CUTTING SPEED FOR TAPS 144 

17 RECOMMENDED TAPPING DRILL 145-146 

18 APPUCATION -HAND TAPS 147 

19 APPUCATION -MACHINE TAPS 148-149 

20 SURFACE TREATMENTS ISO 

21 TROUBLE SHOOTING ACaJRACY 151 

22 SPECIAL TAPS ENQUIRY 152 
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• MliAW'DA TOOlS 
TAP MANUFACTURING 

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

Taps of 07.0mm & below will be supplied with external (male} center on both side or chamfer at Shank side 

And 08.0mm and above will be supplied with intemal ( female) center on both side. 

TOLERANCE: 

Standard Tolerance is ISO Class 2; 6H; 28; Zone 3; 5G . 

Other Tolerance like ISO Class I, ISO Class 3, 4H, SH, 7H, 8H, 4G, 6G, I 8, 38, Zone I, Zone2, Zone4. 

Or Special tolerance will be maintained as per request of customer. 

'We can IUppiJ the foiDwlna'IJpel ol Tap with All STANDAIID't Dice ISO, BS , DIN, JIS. ANSI etc 

Standard Spiral 
Spiral Flute 

Basic Taps Pont Right lr Left Right lr Left Rightlrleft 

Form Hand Hand Hand 
Right Hand lr Right Hand lr Standard 

Left Hand Left Hand 
Slow helix helix Quick helix 

15°-20° 30°-35° 35°-40° 

Metric Size Range MltoMIOO Ml.5toM40 M3 to M40 M3toM40 M3 to M40 

Threads Pitch Range 0.2to6.0mm 

Whitworth Size Range l/8"to 3" 1/8" to 1.1.2" 1/8" to 1.1.2" 1/S"to 1.1.2" 1/8" to I. 1.2" 

Threads Pitch Range 40 TPI to 3.5 TPI 

Unified Size Range No.Oto4" l/8" to 1.1.2" l/8" to 1.1.2 1/S"to 1.1.2" l/8" to I. 1.2" 

Threads Pitch Range 80 TPI to 4 TPI 

BA Threads 
Size Range 14BAtoOBA 10 BAtoO BA 10 BAtoO BA IOBAtoOBA 10 BAtoO BA 

Pitch Range 0.230 mm to 1.0 mm 

BSP/ Size Range 1/16" to4" - - -
BSPT Pitch Range 28 TPI to I I TPI - - -

Size Range 1/16" to4" - - -
NPSI/ NPSF I 
NPT /NPTF. Pitch Range 27 TPI to 11.5 TPI - - -

APPLICATON lr SPECIAL TAPS : 

NIB Tap 
(H/AH/Rir 
Lead Guide) 

and 
NUT Tap. 

M3 to M33 

0.5 to3.5 mm 

1/8" to 1.1/4" 

40 TPI to 8 TPI 

l/8" to 1.1/4" 

80 TPI to 8 TPI 

-

-
-

-
-
-

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 lr COATING : 

We can supply Taps with different suriace treatement 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. 

119 



• 

SID 
PilOt 

Ml 0.25 

Ml.l 0.25 

M 1.2 0.25 

Ml.4 0.30 

M 1.6 0.35 

M 1.8 0.35 

M2 0.40 

M2.2 0.45 

M2.3 0.40 

M2.5 0.45 

M2.6 0.45 

IIZI 
PilOt 

M3 0.50 

M 3.5 0.60 

M4 0.70 

M4.5 0.75 

M5 0.80 

M6 1.00 

MB 1.25 

M 10 1.5 

MliAW'DA TOOlS 
ISO METRIC GROUND THREADS -COARSE AND FINE PITCH PRICES 

IS 6175 PART I, 2 & 3- 1992 

PART - I (HAND & SHORT MACHINE TAPS) 

d1 

~~--==~----~·-·ttt·r--~~-311·-
SHANK THREAD RECESS 1,_.&11 SQUARE CXMRSE Prrat fliiEPrrat 

DIA LENGTH LENGTH LENGTH IIU I L.liN(iJit CODE Pia CODE Pia 
cl1 11 12 L D ~J IIJIIEI! PilOt (WIPJ IIJIIEI! • 
2.50 5.50 -4.50 38.50 2.00 -4.00 MOI0253A 5-49 0.20 MOI2203A 576 

2.50 5.50 4.50 38.50 2.00 4.00 MII0253A 549 0.20 MII0203A 576 

2.50 5.50 -4.50 38.50 2.00 -4.00 MI20253A 549 0.20 MI20203A 576 

2.50 7.00 5.00 -40.00 2.00 4.00 MI-40303A 468 0.20 MI-40203A 524 

2.50 8.00 5.00 41.00 2.00 -4.00 MI60353A 468 0.20 MI60203A 524 

2.50 8.00 5.00 41.00 2.00 4.00 MI80353A -468 0.20 MI80203A 524 

2.50 8.00 5.50 41.00 2.00 -4.00 M020-403A 349* 0.25 M020253A 443 

2.80 9.50 6.00 44.50 2.24 5.00 M220453A 349 0.25 M220253A 443 

2.80 9.50 6.00 44.50 2.24 5.00 M230453A 349 0.25 M230253A 443 

2.80 9.50 6.00 44.50 2.24 5.00 M250453A 349* 0.30 M250303A 443 

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) 

d1 

~-~-:::J-----~+-t~~t-·~:-lf 

SHANK THREAD RECESS OVERALL SQUME CQABPI'IQt 
DIA LENGTH LENGTH LBiG1H SIZE ILENGIH m.R.U11! IPIIAL POINT' -.PIIIII 
d1 n 12 L D 

PART CODE (WHa)) (WIG') (WHCI) • 
3.15 II 7 48 2.50 5.0 M030503A 204• 243• 272• 

3.55 13 7 50 2.80 5.0 M350603A 204• 243• 272 

4.00 13 8 53 3.15 6.0 M040703A 204• 243• 272• 

4.50 13 8 53 3.55 6.0 M450753A 217- 272 290 

5.00 16 9 58 4.00 7.0 M050803A 217• 272• 290-

6.30 19 II 66 5.00 8.0 M061003A 217- 272• 290-

8.00 22 13 72 6.30 9.0 M081253A 251• lOS• 3-40* 

10.00 24 IS 80 8.00 11.0 M101503A 309" 373• 427• 
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M MIIAJIDA TOOlS 
PART· 2 (HAND & SHORT MACHINE TAPS) (FINE Pilat) 

...... ,... ... .. Ill ....... ... EPIIQI 

1111 DIA 11118111 11118111 11118111 _,. 
III.NII'I IIRI.I'OWI" .. IIIII. RIIlE 

Rn:H 
d1 n D. L • I'MI'CXIIIE (MR) {Wifl'J l'MIFQ • 

Ml Cl.l5 J.IS II 7 • 1SD u HDJDISJA 290 345 lit 

1'13.5 Cl.l5 us II 7 5D 180 5.0 MISDISJA 290 345 .18!' 

M4 IUD 4.110 IJ • 5J ).15 6.0 t1IHG503I. 290 345 364 
M4.5 IUD 4.511 IJ • SJ us 6.0 M4SCISGlA 290 337 l75 
M5 IUD 5.110 16 ' 5I 4.110 7.0 I'IOSCI5CI3A 290 337 l8l 

M6 o.n 6.JD It II " JJ» e.o MOeGn3A ~ ))7'0 }7) 

M7 o.75 7.10 19 II " uo 1.0 HD~ »t 407 454 

Mil 0.75 1.110 16 IJ " uo 9.0 M08CI75M »9 407 454 

Mil I 1.110 It IJ " UD 9.0 11081003A )II• )70" ... II• 

M9 I 9.110 19 14 " 7.10 10.0 HD91003A JSI• ~27" ... 
MIO I 10.110 :10 15 76 1.110 11.0 MIOI003A n1• -427" -4110" 

MIO 1.25 10.110 :10 15 76 ... II.D MIOI253A lSI• 417 490 

PART ·l (HAND & SHORT MACHINE TAPS) (CO.MSE Pm:::H) 

'" 
6 ~~-~·-·:·-·---·~:-·-·-·-;;·~ ~ 

__ , __ 
~o::! 

..... GMIIIINial ...... '0-- G¥EIIM.L IIILIUIII IPIUI.I'OWI" .... RillE 
1111 

Rial 
DIA wtml lltiGIII 1111 IIIIGIH I'MI' (MilD) (WUCI') (WUCI) 

111 II L • • CIIDI RICE. ....... 
H! O.SD 2.24 II • 1.81) 4.0 Mlrla503A 229 m !17 

M3.5 0.60 2.511 I) 50 100 4.0 ~ 229 m 317 

M-4 0.,., 1.15 13 5J 2.50 5.0 ~ l'l,. 713" 317 

M-4.5 0.75 us 13 5J 180 s.o I'M50751A 243 lit 317 

HS o.• 4.110 16 5I us 6.G MDSOIOIA 243" ,.,. 121 

H4 I.DD 4..50 19 " us 6.0 ...,.IDDIA 243" ,.,. l)l" 

Mf 1.:15 6.JD :D n 5.110 e.o I'IIII:ZSIA lll'.l:" )46• ,.,.,. 
MIO I.SD 8.110 14 ., uo t.o MIOISDIA »0 ..... -461• 

Ml2 1.75 9.110 19 89 7.10 10.0 1'1111751A -490" 587" ,.,.,. 
Ml4 1DD 11.20 30 ts 9.00 110 MI-41DDIA 694+ 8&90 I~ 

Ml6 1DD 12.50 32 101 10.00 u.o Ml6aODIA ""' "'" I~ 

Ml8 15D 1-4.110 37 111 11.20 1-4.0 MIIIZSDIA 1012" 1204" 1-434 
M:ll) 15D 1-4.110 37 111 11.20 1-4.0 M20150IA 1320" 1516" ltll 

M22 15D 16.110 38 Ill 12.50 16.0 M222SOJA 1174" 1597 1983 

M24 l.DD 18.110 45 130 14.00 IU I'D43DDIA 1546" 1776 2153 

M:IS J.DD 18.110 45 130 14.0 IU MWDDIA 19ll Z6CMI -
M27 J.DD :10.110 45 I» 16.0 211.11 1'1113DDIA 2381 2976 . 
MIG J.SD :10.110 • 138 16.0 211.11 I'DOJSDIA 244l" lJ28 . 
M:.S J.SD 22AO Sl lSI IU 210 MJJJSDIA :mo -43.117 . 
M)6 ...... l$.110 57 161 211.11 l4.0 MJ6oiDDIA 4521• 5651 . 
MJ9 4.DD 28.110 60 I,. %1.4 26.0 I'D'MOOIA 5290 . . 
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• MliAW'DA TOOlS 
PART - 3 (HAND & SHORT MACHINE TAPS) (COARSE PITCH) 

SQUARE COABPITCH 
SHANK 1IRAD OVEMIJ. 

I'IILR.UII --;:n~--FWII IIZE DIA liNGTH LENG1H SIZE liNGTH 
PITCH PART (WUFJ (WUal') (WUCI} 

d1 11 L • 13 CODE PRICE RSJPIECE 
M<42 4.50 28.00 60 170 22.4 26.0 M424503A 6204 - -

M45 4.50 31.50 67 187 25 28.0 M454503A 8338 - -
M..S 5.00 31.50 67 187 25 28.0 M485003A 8901 - -
M 52 5.00 35.50 70 200 28 31.0 MS25003A 11155 - -
M56 5.50 35.50 70 200 28 31.0 M565503A 15985 - -
M60 5.50 40.00 76 221 31.5 34.0 M605503A 16733 - -
MM 6.00 40.00 79 224 31.5 34.0 M6-46003A 17601 - -
M68 6.00 45.00 79 234 35.5 38.0 M686003A 21965 - -
Mn 6.00 45.00 79 234 35.5 38.0 M726003A 29572 - -
M76 6.00 50.00 83 258 40 42.0 M766003A 36168 - -
M80 6.00 50.00 83 258 40 42.0 M80600JA 43689 - -
M85 6.00 50.00 86 261 40 42.0 M856003A 53952 - -
M90 6.00 50.00 86 261 40 42.0 M906003A 67338 - -
M95 6.00 56.00 89 279 45 46.0 M956003A 84784 - -

M 100 6.00 56.00 89 279 45 46.0 1006003A 104765 - -
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M MliAI'DA TOOlS 

PART ·l (HAND lr SHORT MACHINE TAPS) F1NEPm:H 

IHANK 1HIIMD OVERALL 
IQI»..'U FINIPnat 

IIIE 1'1101 DIA IBIGIH LINGIH IIZE LENGIH PMT 
IIILIIIIIE ........ IPM.IIIIIE 

CXIDI 
(WUIFJ 11111'1 IIMI) 

d, ., L • 13 PIICE ...... ECE 
HJ G.lS 124 II ... 1.10 4.111 HOJIDSJA l07 351 DJ 

M:ts G.lS 1..50 ll 50 2.00 4.111 MI51DSJA l07 351 393 

M4 o.50 3.15 13 Sl 2.50 5.111 M04050JA l07 351 l93 

M45 o.50 3.55 ll Sl 2.10 5.111 M45050JA 310 '" ~, 

HS o.50 4.111 16 58 us 6.00 MOS050JA 312 '" 39J 

H6 0.75 4.50 19 " us 6.00 M0607SJA 312 m DJ 

1'17 0.75 SAO 19 " 4.50 7.111 H07D7SJA 357 431 447 

M8 0.75 6.30 16 " 5.00 8.00 M08075JA 357 431 447 
H8 I .Ill 6.30 19 " 5.00 8.00 M08100JA 345 !91 447 

H9 I .Ill 7.10 19 " 5.60 8.00 H09100JA 38) 444 507 

MIO I .Ill 8.00 20 76 uo 9.111 MIOIOOJA 38) 444 507 

MIO 1.25 8.00 20 76 uo 9.111 MIOI2SJA 38) 444 507 

Mil I .Ill 9.00 20 eo 7.10 10.00 MI2100JA .. 714• 799 
Mil 1.25 9.00 24 .. 7.10 10.00 MI212SJA uoo '~ 765 
Mil I .SO 9.00 29 89 7.10 10.00 Mlli50JA uoo '~ 7W 

Ml4 I .Ill 11.20 22 ff1 9.00 12.CIO MI4100JA 765 Ml 1091 

Ml4 1.25 11.10 25 90 9.00 12.CIO MI4125JA 7 .. 2 ,.. 1075 

Ml4 I .SO 11.10 30 95 9.00 12.CIO MI4150JA ,,. ,.. 1025 
Ml6 I .Ill 11..50 :12 92 10.00 13.00 MI6100JA 765 948 1075 

M16 I .SO 11..50 » IDl 10.00 13.00 M16150JA ~ ,.. 1025 

Mil I .Ill 1 .. .00 22 ., 11.20 14.00 MI8100L\ 1205 1389 163-4 

Mil I .SO 14.00 29 104 11.20 14.00 MI8150JA 1171• 1358 1600 

Mil 2.CIO 14.00 37 112 11.30 14.111 MIGOOJA 1171 1358 1600 
M:IO I .SO 14.111 29 104 11.30 14.111 I'DDISOJA 1450" I~ 2042 

M:IO 2.CIO 14.00 37 Ill 11.30 14.00 I'DDlOOJA 1450 1640 2042 

M22 I .SO 16.00 » Ill 12.SO 16.00 M22150JA 1579 1797 21M 

M2l 2.CIO 16.00 l8 118 12.50 16.00 M22200JA 1579 1797 21M 
M:M I .SO 18.00 35 120 14.00 18.00 M:MISOJA I~ 2016 2424 
M24 2.CIO 18.00 35 120 14.00 18.00 M14200JA 1196 2016 2421 

M:Z.S I .SO 18.00 35 120 14.00 18.00 MlSISOJA 1979 2474 . 
M:Z.S 2.CIO 18.00 35 120 14.00 18.00 M25200JA 1979 2 .. 7 .. . 
M24 I .SO 18.00 35 120 14.00 18.00 I'Q61SOJA 1991 2487 . 
M26 2.CIO 18.00 35 120 14.00 18.00 I'Q6200JA 1991 2487 . 
Ml7 I .SO lo.oo 37 127 16.00 lo.oo M21150JA 2662 »21 . 
Ml7 2.CIO lo.oo 37 127 16.00 lo.oo M27200L\ W2 »21 . 
M218 I .SO lo.oo 37 127 16.00 lo.oo M281SOJA W2 »21 . 
M218 2.CIO lo.oo 37 127 16.00 lo.oo 1'131200JA Wl »21 . 
MJO I .SO lo.oo 37 127 16.00 lo.oo M!OISOJA 2990 3738 . 
MJO 2.CIO lo.oo ... 127 16.00 lo.oo M!OlOOL\ 2990 3738 . 
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M Ml'IAJDA TOOlS 

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

SQUARE FINE PITCH 
SHANK THREAD OYERAU. 

S1R. R.UII IPIIM. POIII' 11M. R.UIE 
IIZI! PITOI DIA LENGTH LENGTH SIZE LENGTH PART 

CODE (WUFJ (Mil') (Mil) 

d1 11 L • 13 PIUCIIISJPIICI 
M30 3.00 20.00 48 138 16.00 20.00 M303003A 2990 3738 -
M32 1.50 22..40 37 137 18.00 22.00 M321503A 3151 3939 -
M32 2.00 22.40 37 137 18.00 22.00 M322003A 3151 3939 -
M33 1.50 22.40 37 137 18.00 22.00 M331503A 3651 4~ -

M33 2.00 22.40 51 lSI 18.00 22.00 M332003A 3651 4~ -

M33 3.00 22.40 51 151 18.00 22.00 M333003A 3651 4~ -

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 -
M36 3.00 25.00 39 162 20.00 24.00 M363003A 5051 6314 -
M39 1.50 28 39 149 22.40 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 22.40 26.00 M423003A 6981 - -
M42 4.00 28 60 170 22.40 26.00 M424003A 6981 - -
M45 1.50 31.5 45 165 25.00 28.00 M451503A 9660 - -
M45 2.00 31.5 45 165 25.00 28.00 M452003A 9660 - -
M45 3.00 31.5 67 187 25.00 28.00 M453003A 9660 - -
M45 4.00 31.5 67 187 25.00 28.00 M454003A 9600 - -
M48 1.50 31.5 45 165 25.00 28.00 M481503A 10114 - -
M48 2.00 31.5 45 165 25.00 28.00 M482003A 10114 - -
M48 3.00 31.5 67 187 25.00 28.00 M483003A 10114 - -
M48 4.00 31.5 67 187 25.00 28.00 M484003A 10114 - -
MSO 1.50 31.5 45 165 25.00 28.00 MSOI503A 11040 - -
M50 2.00 31.5 45 165 25.00 28.00 M502003A 11040 - -
M50 3.00 31.5 67 187 25.00 28.00 MS03003A 11040 - -
M52 1.50 35.5 45 175 28.00 31.00 M521503A 12363 - -
M52 2.00 35.5 45 175 28.00 31.00 M522003A 12363 - -
M52 3.00 35.5 70 200 28.00 31.00 M523003A 12363 - -
M52 4.00 35.5 70 200 28.00 31.00 M524003A 12363 - -
M56 1.50 35.5 45 175 28.00 31.00 M561503A 16445 - -
M56 2.00 35.5 45 175 28.00 31.00 M562003A 16445 - -
M56 3.00 35.5 70 200 28.00 31.00 M563003A 16445 - -
M56 4.00 35.5 70 200 28.00 31.00 M564003A 16445 - -
M60 1.50 40 48 193 31.50 34.00 M601503A 18348 - -
M60 2.00 40 48 193 31.50 34.00 M602003A 18348 - -
M60 3.00 40 64 209 31.50 34.00 M603003A 18762 - -
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M Ml'IAJDA TOOlS 

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

SQl!AJIE FINE PITCH 
SHANK THREAD OVERALL 

511. FWIIIIW.POIII' IIW.RUIE 
SID PITCH DIA LENGTH LENGTH SIZE LENGTH PAID' 

CODE 
(WUFJ (IUP) (NI) 

d1 11 L • 13 PIUCIISJPIIC& 
M60 -4.00 -40 64 209 31.50 :H.OO M60-4003A 18762 - -
M64 1.50 -40 -48 193 31.50 :H.OO M641503A 19901 - -

M64 2.00 -40 -48 193 31.50 :H.OO M642003A 19901 - -

M64 3.00 -40 64 209 31.50 :H.OO M643003A 19901 - -

M64 4.00 -40 64 209 31.50 :H.OO M644003A 19901 - -
M68 1.50 45 -48 203 35.50 38.00 M681503A 2475-4 - -
M68 2.00 45 -48 203 35.50 38.00 M682003A 2475-4 - -
M68 3.00 45 64 219 35.50 38.00 M683003A 25070 - -
M68 4.00 45 64 219 35.50 38.00 M684003A 25070 - -
Mn 4.00 45 79 2:H 35.50 38.00 M724003A 27600 - -
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M MIIAIIDA 100\S 
IS 6175 PART· 4 1991 (LONG SHANK MACHINE TAPS) (COARSE PffCH) 

., 

~-~-~-[ ·-· . ·-· . t· ·-.·ll 
L 

IIUNit 11-ID CM!IIIJ. 
.... CURIE PII'CH 

IIIE Dll. IINIIIII LBIIIIII IIIE 111111111 
11PEII,Qj ,.. ...... 

l'llal 1!11111" (WMC) (WNa') (WIIICI] 

... 11 L • a CXIDI. .......... 
H) 0.50 2.M 11.0 " 1.80 4JIO MIU0503A m• »7'" 367 

H3.5 OAO 2.50 13.0 " 2.00 4JID MJSCW!lA 291 337 357 

H-4 0.111 :1.15 1:1.0 n 2.50 SJIO MCI401II3A m• »7" :157 

H4.5 0.75 us 13.0 n 2.80 SJIO I'M.5075M 312 371 m 
HS 0.80 .tao IU 19 J.IS .... MLW••'A 311° l71• 391 

H6 1.00 4.50 19.0 .. us .... 1'10610031. »7" .JW' ... ~ 
HI 1.2.5 uo no 97 5.00 a.ao Mill 125M 370" .fJ2" ~3 

HIO 1.50 a.ao M.o 1118 6.:10 9JID HIOISOM 461° $42" Sll 

1'112 1.75 t.ao 29.0 119 7.10 IOJID HI2175M 6.S3• 764" $31 

M l<f 2.00 11.20 iO.o 127 9.00 12.GO Hl.f2003A 941° 1107 127:1 

1'116 2.00 12.50 32.0 137 10.00 llJID H 162111131. 941" 1107 127:1 

M18 2.50 14.GO )7.0 149 11.20 14JIO HI82SOJA 1:110 1551 17<11 

M:IIO 2.50 14.GO 37.0 149 11.20 14JID PGDS03A llil9 I~ 2.011:1 

M21 2.50 16.GO Jl.o 151 12.50 15JID H222SOlA 1799 2110 2.011:1 

HM UIO II.GO 45.0 171 14.00 IUO H24JOOM 21107 2366 2.6l9 

M» 3.00 II.GO 45 l7i 14.0 11.0 HW003A ~ . . 
M21 :1.00 20.GO 4 110 16.0 20.0 H27JOOlA l092 . . 
MJO 3.50 20.GO 41 lllil 16.0 20.0 MJ035G31t 340:1 . . 
Mn ).50 22AO 51 201 18.0 no MJ))SOJA 3987 . . 
MU 4.00 25.ao 57 115 20.0 14.0 MJ6oiOOM 519t . . 
Mlf 4.00 11.GO .., 125 2U 26.0 MJ940IDA ':w. . . 
M41 4.50 11.GO .., 125 22.4 26.0 H41450lA 7147 . . 
M~ 4.50 nso 67 147 25 11.0 H4$45G3It 9515 . . 
H<4t 5.00 31.50 67 M7 25 11.0 H"e5CJ034 107$1 . . 
1'152 5.00 35.50 70 165 11 31.0 HS25003A 11411 . . 
M.st. 5.50 )5.50 70 165 11 31.0 H56.SSOJA l.o54 . . 
M4i0 5.50 40.GO 76 1M )1.5 M.O MIOS5G3A 11952. . . 
M414 6.00 40.GO 19 297 )1.5 M.O ~16t,CIDA 21384 . . 
M66 uo 45.ao " 311 )5.5 3U HS8&00311.. 19797 . . 

PART· 4 (U)NG SHANK MACHINE TAPS) (FINE PITaf) 

IIUNit 11-ID CM!IIIJ. 
.... FIIEI'IIal 

IIIE Dll. IINIIIII LBIIIIII IIIE 111111111 
11PEII,Qj 

11111 tWIWJ 
l'llal 1!11111" (M'FJ ... 11 L • • CXIDI .......... 

HJ us 2.14 II " 1.80 4JID HOJOJSM 384 487 

H3.5 0.)5 2.50 13 " 2.00 4JID HJSOJSM .... -449 

H4 0.50 3.15 I) n 2.50 SJIO HOtOSO~ 384 -435 

H4.S 0.50 us 13 n 2.80 SJIO H4SOIIO~ 391. ....., 
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M MliAJDA TOOlS 
PART • 4 (LONG SHANK MACHINE TAPS) (FINE PITCH) 

SQUARE FINEPm:H 
SHANK THREAD CM!RALL 

TYPI~ SIZE PI10I DIA LENGTH LENGTH SIZE LENGTH MIT (WWF) 
TYIII (WI&) 

cl1 11 L • 13 CODE PRICE RSJPIECE 

M5 0.50 4.00 16 79 3.15 6.00 M050503A 392 449 

M6 0.75 4.50 19 89 3.55 6.00 M060753A 392 464 

M7 0.75 5.60 19 89 4.50 7.00 M070753A 445 523 

M8 0.75 6.30 16 91 5.00 8.00 M080753A 445 523 

M8 1.00 6.30 19 97 5.00 8.00 M081003A 416• 496 

M9 1.00 7.10 19 97 5.60 8.00 M091003A 491 5n 

M 10 1.00 8.00 20 108 6.30 9.00 MI01003A 491• 5n 

M 10 1.25 8.00 20 108 6.30 9.00 MIOI253A 509 601 

M 12 1.00 9.00 20 110 7.10 10.00 MI21003A 746 859 

M 12 1.25 9.00 24 119 7.10 10.00 MI21253A 697 828 

M 12 1.50 9.00 29 119 7.10 10.00 MI21503A 697• 828 

M 14 1.00 11.20 22 124 9.00 12.00 MI41003A 972 1142 

M 14 1.25 11.20 25 127 9.00 12.00 MI41253A 936 1105 

M 14 1.50 11.20 30 127 9.00 12.00 MI41503A 936• 1105 

M 16 1.00 12.50 22 127 10.00 13.00 MI61003A 972 1142 

M 16 1.50 12.50 32 137 10.00 13.00 MI61503A 936• 1105 

M 18 1.00 14.00 22 135 11.20 14.00 MI81003A 1543 1815 

M 18 1.50 14.00 29 142 11.20 14.00 MI81503A 1508 1n6 

M 18 2.00 14.00 37 149 11.20 14.00 MI82003A 1508 1n6 

M20 1.50 14.00 29 142 11.20 14.00 M201503A 1963• 2320 

M20 2.00 14.00 37 149 11 .20 14.00 M202003A 1963 2320 

M22 1.50 16.00 33 153 12.50 16.00 M221503A 2031 2393 

M22 2.00 16.00 38 158 12.50 16.00 M222003A 2031 2393 

M24 1.50 18.00 35 172 14.00 18.00 M241503A 2272 2678 

M24 2.00 18.00 35 172 14.00 18.00 M242003A 2272 2678 

M25 1.50 18.00 35 163 14.00 18.00 M251503A 2947 3493 

M25 2.00 18.00 35 163 14.00 18.00 M252003A 2947 3493 

M26 1.50 18.00 35 163 14.00 18.00 M261503A 2914 3440 

M26 2.00 18.00 35 163 14.00 18.00 M262003A 2914 3440 

M27 1.50 20.00 37 172 16.00 20.00 M271503A 3"'186 4419 

M27 2.00 20.00 37 172 16.00 20.00 M272003A 3"'186 4419 

M28 1.50 20.00 37 172 16.00 20.00 M281503A 3767 5173 

M28 2.00 20.00 37 172 16.00 20.00 M282003A 3767 5173 

M 30 1.50 20.00 37 172 16.00 20.00 M301503A 3927 -
M 30 2.00 20.00 48 172 16.00 20.00 M302003A 3927 -
M 30 3.00 20.00 48 183 16.00 20.00 M303003A 3927 -
M 32 1.50 22.40 37 187 18.00 22.00 M321503A 4341 -
M 32 2.00 22.40 37 187 18.00 22.00 M322003A 4341 -
Mll 1.50 22.40 37 187 18.00 22.00 M331503A 4741 -
Mll 2.00 22.40 51 201 18.00 22.00 M332003A 4741 -
Mll 3.00 22.40 51 201 18.00 22.00 M333003A 4741 -

M 35 1.50 25.00 39 197 20.00 24.00 M351503A 6595 -
M 36 1.50 25.00 39 197 20.00 24.00 M361503A 6595 -
M 36 2.00 25.00 39 197 20.00 24.00 M362003A 6595 -
M 36 3.00 25.00 39 224 20.00 24.00 M363003A 6595 -
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M MliAIDA 100\S 
IS6175PART·51991 (NUTTAPS) {COARSE PITCH) 

~m--~- :-I-- --~~:;.-1 
IIQIIAIIi m'M'PIIDI 

IIWIII: 1IIIEIID CRaWl. 
1!11111" - lm:H - llllml IIIIGIH - lllt8IH 
mDf. PIICIIU' .. 

1111 " L • • {Mal} 

"'' 1.110 4.50 no 110.0 us 6.00 1'1061001111 <462" 

I'll 1.25 uo 40.0 125.0 SAIO 1.00 1'1081251111 Sll" 

MIO 1.50 1.00 .u.o 140.0 uo 9.00 MIOISOM 692 

Mil 1.75 9.110 SQ.O 1811.0 7.10 10.00 1'1111751111 1067 

Ml4 1.110 11.10 56.0 lOO.O 9AIO 11.00 Hl421101111 1479 

1'116 1.110 11.50 6lJ) lOO.O 10.110 13.00 1'11621101111 1479 

1'111 1.50 14.110 6lJ) 2211.11 11.20 14.00 MII250M 2161 

M:IO 1.50 14.110 lii.O 25Q.O 11.20 14.00 M:WSOIIII 28tl 

Hll 1.50 16.00 811.0 :180.0 11.50 16.00 H111SOIIII m.e 
1'1214 J.IIO 11.00 811.0 :180.0 14.110 11.00 M:MaOIIIIII »24 

M» J.IIO 11.00 811.0 :180.0 14AIO 11.00 1'125:10111111 ;m, 
M21 J.IIO 2Q.OO tQ.O 115.11 I&AIO 2G.OO 1'1213001111 SI06 

M:tO uo 2Q.OO 100.0 SI.S.O I&AIO 2G.OO HiiiiSOIIII &133 

Hn uo 22AO 110.0 i5S.O 11.00 11.00 H3USOIIII '* MJ6 4.110 25.110 110.0 4CIQ.O 20.110 :M.OO 1'13640111111 '186 

MJP 4.110 21.00 125.0 4CIQ.O 11.<40 :16.00 MJMIOM IO'HI 

M42 4.50 21.00 125.0 4SO.O 11.<40 :16.00 1'1424501111 I:ICBt 

H<4& 4.50 31.5D 140.0 SOQ.O 15AIO 11.00 M454&111111 IS7U 

1'148 5.110 31.5D 140.0 SOQ.O 15AIO 11.00 I'HaiiOIIIIII IG711 

PART· 5 (NUT TAPS) (FINE PITCH) 

IIQIIAIE .... l'llal 
IIWIII: 1IIIEIID CRaWl. - NIDI - llllml IIIIGIH - IIIIGIH 1!11111" 

PIICIIU' .. mDf. 
1111 " L .. • (WWIII} 

1'17 0.75 5.60 36.0 110.0 4.50 7.GO MD707SM S4S 
HI 0.75 UD <40.D IUD 5.00 .... MOII07S)A ~ 

HI 1.110 UD <40.D IUD 5.00 .... I'IIIIOOM -1'19 1.110 7.10 <40.0 1<40.00 uo .... I'DtiOOM -1'110 1.110 1.00 45.0 100.0 UD 9.GO MIOIOOM -1'110 1.25 1.00 46.0 IOO.D ... 9.GO 1'110125M 798 

1'111 1.110 9.110 so.o 180.D 7.10 10.110 1'111100M 79$ 

Hll 1.25 9.110 SO.D 180.D 7.10 10.110 1'111115)A llSO 

Mil 1.50 9.110 so.o 180.D 7.10 IO.GO 1'111150M llSO 

Ml4 1.110 11.10 56.0 1110.0 9.00 ll.GO 1'114100M llSO 

1'114 1.25 11.20 56.0 1110.0 9.00 ll.GO 1'114125M 1864 

1'114 1.50 11.20 56.0 1110.0 9.00 ll.GO 1'114150M 1864 

1'116 1.110 IUD 63.D 1110.D 10.00 13AIO MI6100M 1864 
Hl6 1.50 IUD 63.0 1110.D 10.00 13AIO 1'116150M 1864 

Mil 1.110 14.00 63.0 12D.D 11.20 14.GO MIIIOOM 1864 

Mil 1.50 14.110 63.0 12G.O 11.20 14.GO MIIISOM 2521 
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M MliAIDA TOOlS 
PART- 5 (NUT TAPS) (FINE PITCH) 

SQUARE FINEPR'CH 
SHANK THREAD OYERAU. 

PART 
SIZE PITCH DIA LENGTH LENGTH SIZE LENGTH 

CODE Pilla RSJPIECE 
d1 11 L • ll (WYFN) 

M 18 2.00 14.00 63.0 220.0 11.20 14.00 MI82003A 2522 

M20 1.50 14.00 70.0 250.0 11.20 14.00 M201503A 2522 

M20 2.00 14.00 70.0 250.0 11.20 14.00 M202003A 3237 

M22 1.50 16.00 80.0 280.0 12.50 16.00 M221503A 3237 

M22 2.00 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 lYPe"A" - 5 Deg. Taper with long taper lead 
IS 6175 Part I: Design will be supplied upto and including 2.6 mm lYPe"B" - I 0 Deg. Taper lead angle with spiral point 
IS 6175 Part 2: Design will be supplied from 3 mm to I 0 mm including I 0 mm lYPe"C" - 20 Deg. Taper angle with short lead 
IS 6175 Part 3: Design will be supplied above I 0 mm. lYPe"D" - I 0 Deg. Taper angle without spiral point 

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

I mm to 6 mm I 00 Nos. 7 mm to 16 mm 50 Nos. 18 mm to 24 mm I 0 Nos. 26 mm to 36 mm OS Nos. & Corresponding inch size. 

The tap sizes up to M6 will be supplied with male centers on both sides. Above M6 taps will be supplied with female centers on both sides. 
Serial Taps at 5% extra M35 Material35% Extra left Hand Taps at 25% extra M42 Material 55% Extra 

NOTES : FINE PITCH : 

A set of Non-serial taps consists of Taper, Bottoming 
IS 6175 Part I : Design will be supplied upto and including 2.6 mm 
IS 6175 Part 2: Design will be supplied from 3 mm to I 0 mm including I 0 mm 
IS 6175 Part 3: Design will be supplied above I 0 mm. 

Serial Taps at 5% extra M35 Material 35% extra 

Left Hand Taps at 25% extra. M42 Material 55% extra 

Type"A'' - 5 Deg. Taper with long taper lead 
Type"B" - I 0 Deg. Taper lead angle with spiral point 
Type"C" - 20 Deg. Taper angle with short lead 
Type"D"- 10 Deg. Taper angle without spiral point 

The tap sizes up to M6 will be supplied with male centers on both sides. Above M6 taps will be supplied with female centers on both sides. 

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

I mm to 6 mm I 00 Nos. 7 mm to 16 mm 50 Nos. 18 mm to 24 mm I 0 Nos. 26 mm and above OS Nos. & Corresponding inch size 

Prices inclusive of Excise duty at current rates. 

VAT, Sales Tax, Octroi & other Govemment Levies will be changed extra as applicable. 
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M 

I ~· 

( r -

I 
I 

IIIINIC 111811 
1111 NIIMIIIIII 1PI Dlt. Llllml 

Dlt. 

'" II 
I If' 3.175 ... 3.15 11.80 

:1116' 4.762 l4 5.80 16.80 

114' 6.350 20 6.30 lf.GO 

1{16' 7.938 18 1.80 22.80 

llf' 9.525 16 10.80 ~80 

7116' 11.111 14 1.80 25.80 

Ill' 12.7UO 12 9.80 19.80 

9116' 14.21111 12 11.20 ]0.80 

511' 15.875 II 12.50 32.80 

11116' 17.461 II 14.80 37.80 

Jl+' lt.GSO IG 14.80 37.80 

7/f' 22.225 9 16.80 31.80 

I' 25.400 8 11.80 45.80 

1.1/t' 11.575 7 1G.80 41.80 

1.114' 31.750 7 22.40 51,80 

l.llf' 34.925 ' 2S.GD 57.80 

1.112' 31.180 6 11.80 6G.GO 

MIIAJIDA TOOlS 
HSS HAND TAPS ·ISW 

BSM9(Part· 1)-1992 

~ 4 -~ 

.., 
J. ·mt .-1-·r· L 

.. 
~l~~- ~ 't;,l -.~·-lr 

... 
~-~·;=;f-·-·L. ·-·-!-· ·~;-·~~ 

CMIAU. 
~QUAlE .... ...... ..... Mil' 

Mall LBIGIII Mill' 1111111 NNr 1111111 ... 
LENIIIH 1111 LBI8III - (WIII.J (WIIII'l twnn} (W'IIIIl 

L • a PIICE 11./fECE 
7.80 ...... 2.50 5.00 101~ 212:" ~9 JOe . 
9.80 5UO 4.00 7.00 131~ 212:" ~' 29~ . 
11.80 66.410 5.00 8.00 10142116/t 22.t" m )24 47$ 

13.80 n.oo uo uo 1516186A ~2" '¥11 :141 Sll 

15.80 8D.GO 8.00 11.00 1038166A 301• 366 411 ~ 

0.80 85.00 uo 9.00 1716146A 3,92 ..., m ti4 

0.80 89.00 7.10 10.00 IOI1126A ....,. .587 677 lOS 

0.80 95.00 9.00 11AIO 1916126A 706 m 1041 1479 

0.80 IGlOO 10.00 13.GD 1051116A 706• m 1041 1479 

0.80 111AIO 11.20 14.00 1116116A 9lt 1197 I~ 1818 

0.80 111AIO 11.20 14.00 IOMIG6A IOl,. 1214 1444 2164 

0.80 118.00 12.50 16.GD 1078096A 1387 1613 198.l 2916 

0.80 130.110 14.00 18.00 11000116A 1802:" .,J2 2JU Jell 

0.80 138.00 16.00 20.GD 1118076A 2432 . . 51)$ 

0.80 151.110 18.00 21AIO 1114016A l911 . . 6UO 

0.80 161AIO 1G.80 :MAIO 1138066A )771 . . 7~9 

o.ao I,.., 12AO 26.110 11121166A 4$12 . . 91~ 
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lr-

{ e 

L 

11111111 11111UD ...... - DIA .... DIA ..... 
d1 n 

U16' 4.761 » 5.00 16.00 

l}f' 6.150 26 6.10 19.00 

5/16' 7.9J8 D ILGO D.OO 

w 9.525 :ao 10.00 MAIO 

7/16' 11.111 le ILGO 15.00 

vr 11.100 16 9.00 19.00 

'116' 14.281 16 ll.lO 10.00 

5/fl' 15.875 14 12.50 12.00 

111"' 17.462 14 14.00 J7.00 

~ IUSO 12 14.00 J7.00 

711' 22.225 II 16.00 J8AIO 

I' 15.400 10 IILGO 45.00 

l.l/1' 211..575 9 2111.00 48AIO 

1.1/4' 11.750 9 22.40 51.00 

1-W' 14.915 • 15.00 57.00 

l.lfl' JI.IOO • 28.GO 60.00 

HSS HAND TAPS· BSF 

BS'Nt (Part • I) -1992 

-

CMF'" ··-Mall 
IIIIGIII 

UNIIH - IBI8IH 

L • • 
9.00 58.GO 4.00 7.00 

11.00 66.110 $.GO ILGO 

IJ.OO n.oo uo 9.GO 

15.00 eo.ao e.ao 11.00 

o.ao es.ao uo t.ao 
0.00 89.GO 7.10 10.00 

0.00 95AIO t.ao 1100 

0.00 101110 10.00 13.00 

0.00 111110 11.20 14.00 

0.00 111110 11.20 14.00 

0.00 IIILGO 11.50 16.00 

0.00 IJO.GO 14.GO 11.00 

0.00 IJILGO 16.00 :moo 
o.ao IS I .GO IILGO 2100 

o.ao 162.110 20.GO 24.00 

o.ao llUO 22.110 26.00 

Ill 

MllliDA 100\S 

.... - - IIIII' 
Mill' IWII - IWII - (WIUIJ twiVl (Wft.'l] T-

PIICIIIU' Cl 
IJI6»M 212" »9 2fi . 
101421M 221" 279 124 4711 

1516DM 252" 107 M:l $21 

~ JOI• J66 -421 634 
17161 .... ~92 .. SS7 $54 

10111W'< ...... W1 677 106! 

19161W'< 706 #119 1041 1479 
1G511<46A 706 m 1041 1479 

11161<46A ,. 1117 I -«<S 1811 

IOMI26A 1019 1214 1 ...... 2164 
.. ,.116A 1387 1613 19U 21126 

1100106A 1801 1932 2JU 3813 

II IlONA 2432 . . 5135 

111409M 2921 . . 6360 

IIJ80116A ~m . . 7639 
111:..6A 4522 . . 9163 



M 

lc 

L 

1~111-... _ - lilA 
111 lilA 11111111 

~ " No I 1.854 .. 1.511 uo 
Nol 2.184 56 180 9.511 

No4 2.84S 40 J.IS IUIO 

No~ 1.175 40 1.15 Ill/Ill 

No6 J..SOS » J..SS IJI/flj 

No8 4."' » 4.511 IJI/flj 

No>IO 4.G6 2>4 5I/IIl 161/11) 

No> 12 5.416 24 SAO 171/11) 

1111" 1.175 40 us Ill/Ill 

:t/16' 4.76) » 5I/IIl 161/11) 

1/4' uso 20 uo 191/11) 

5116' 7.9¥1 18 uo 221/11l 

3/ff' 9..525 16 IOI/IIl 241/11) 

7116' 11.112 14 uo 2.$1/11) 

IJ'r' 12.700 IJ 91/11) 291/11) 

9116' 14 .. 12 11.20 )01/11) 

5/r 15.175 II 12.511 HI/Ill 

I 1/16' 17.46) II 141/11) J71/11l 

~ 19.0SO 10 141/11) J71/11l 

1/r 22.21$ 9 161/11) 38.110 
I' 25.400 • IUO 41/11l 

l.l/1' 28.575 7 201/11) ..... 
1.1}1" 11.750 7 22.40 Sll/lll 

I..W' 14.92.5 ' 2.$1/11) 571/11) 

1.1/.1' 18.100 6 28l/lll 601/11) 

HSS HAND TAPS· UNC 

85949 (Part· I) -1992 

MllliDA 100\S 

~~fl--. ur-.. r 

ouanu. 
.... IIIII. .... ..... 

IIUI' Mall - IWI'E - IWI'E 
lltiGIH 

IIMhH - UIIGIH caDI twnll'.l {WIWJ (WIGI) 
,... 

L • II PIICIIIU' • 
5.511 41.110 1.110 4.110 NOOI646A 470 . . . 
6.00 44.50 U4 5.110 N002S46A lSO . . . 
71/11) ..... 150 5.110 N004406I'. 212 . . . 
71/11) ..... 150 5.110 N0054CI6ft 212 :zst 295 . 
71/11) SII.GO 180 5.110 N006J26A 212 :zst 295 . 
uo SJI/IIl 155 61/11) NOOIJ26A 212 :zst 195 . 
91/11) suo 41/11) 7.110 NOIG:M6A 212 1St 195 . 
91/11) 61.110 4.JO 7.110 NOI2246f. lUI m :JII . 
71/11) SII.GO 180 5.110 10111211A 212" :zst 318 . 
91/11) suo 4.110 7.110 IJI6246A 212" 1St 195 . 
Ill/Ill 661/11) 5.110 uo 10142061'. l2e" 21t 3:14 478 
1)1/11) l2l/lll uo 91/11) 15161M 252" 307 :J42. $21 

lSI/Ill 8CUID uo 11.00 lOIII'" JOI• 366 421 OJ 

Ol/lll as.ao uo 9.110 1716146A Hl ..., M7 854 

Ol/lll 89.110 7.10 10.00 1012U6A ..... 587 677 1063 
01/11) 95.110 9.110 12.00 1916126A ,.,. .,., 1041 147t 

Ol/lll IC12.11D IOI/IIl 13.00 105111" 706" .,., 1041 147t 

Ol/lll 111.110 11.20 14.00 111611" ,., 1187 1405 1811 

Ol/lll 111.110 11.20 14.00 10141~ 1029> 1214 1444 2164 
01/11) IIUO 12.50 16.00 IO'*IHA IW 1613 lte! 1924 

Ol/lll IJOI/fll 141/11) 1e.00 u--... lllll2" 1932 »83 ltll 

Ol/lll I JUG 16.00 2G.OO Ill~ :Hl2 . . 5135 

Ol/lll lSI .liD IUO 22.00 1114076A 2tll . . 6360 

Ol/lll 161.110 20.00 :M.OO II ~~~*A !m . . 763t 

Ol/lll 17Q.OO 12AO 26.00 1112CN6A 422 . . 9163 
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-
NoO 
No I 
Nol 
No4 

No6 
No I 
NolO 

Noll 

:t/16' 

5/16' 

7116' 

til6' 

11}16' 

7/f' 

I' 

I.I/IJ' 
l.f/4' 

I .!If' 

1.1/2' 

HSS HAND TAPS· UNF 

BSM9 (Part· I) -1992 

MllliDA 100\S 

dl 

~-m=1---· f 
Ia L 

NCIIII 
DIA "' 

IQII'-1111BD .._. CMSP''' 
DIA ...n1 IIIIGIII UNnH 

~~L~~--.--t-~.~-1 
d1 n 

1.524 10 2.50 a.ao 5.00 41.00 1GO 4.00 

1.154 n 2.50 a.ao s.so 41.00 1GO 4.00 

2.1&1 .. 1a 9.50 6.00 44.50 1.14 5.GO 

2.845 .. 3.15 11.00 7.00 

U75 44 3.15 11.00 7.00 

1.505 40 us 11.00 7.00 5QJID 1a 5.GO 

4.1" 11.00 SUD 155 6.00 

4.826 » SAID 16.00 9.00 SI.GO 4.110 7.00 

5.486 l8 5.60 17.110 9.00 6UD 4.50 7.00 

U75 J.SS IUIO 7.00 5QJID Ia s.ao 
4.7U » 5.00 16.00 9.00 SI.GO 4.00 7 .ao 
6.UO l8 UO 19.00 11.00 66.00 5.GO a.ao 
7.t3e 24 uo 22.00 13.00 12.110 6.30 9.00 

9.525 24 10.00 :MAIO 15.00 10.00 e.oo 11.00 

11.112 20 uo 24.00 0.00 85.GO 6.30 9.00 

12.700 20 9.00 29.00 0.00 8.00 7.10 ID.OO 

14.281 II ll.lO 30.00 0.00 95.GO 9.00 1100 

IU75 le 12.50 u.oo 0.00 ID2AIO 10.00 1).00 

17.463 II 14.00 J7.00 IIUO 11.20 14.00 

19.0SO 16 14.00 17.00 0.00 IIUO 11.20 14.00 

22.210 14 16.00 38.110 0.00 III.GO 1150 16.00 

12 IUO 4.00 0.00 IJD.OD 14.110 18.00 

28.575 12 20.00 ... 0.00 I JI.GO 16.00 1D.OO 

11.750 12 22.40 51.00 0.00 151.110 I I.GO u.oo 
JUIO 12 25.00 57.00 0.00 16UD 20.110 24.00 

38.1ao 12 aoo 60.00 o.oo 26.00 

·I;-" ~ 

PMI' - .... --.,.. 
IWII .-r IWII 
(WIIJI!I fMII'j (Mil) T-

PIICI. ... I Z 

350 

212 

212 2D 29~ 

212 m m 
212 2D 

NOI0326A 212 259 

NOI%186A llf 273 295 

10184CW. 212" 2D 

1116326A 212 2D 

1014216A ;up 279 471 

151016A 252 307 Ul 

Jill· 

17162111ft :m 
1012206A .... 11163 
1916186A ,.,.. 1479 

1116116A '" 

IOMIMA 1029" 

10711-MA 1387 

IIGOI26A 1102" 

1118126A ~ 

1114126A 2921 

1112126A 4&22 
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lc 

lr ~' 

, 
• 

IIMIIC PIIDI 
IIZE ..... 

lilA 

11!M'G un 56 

IO!M'G J.Sit «< 
9$WG Uts «< 

51:12 85Qr ,., .. )2 

:UI685Qr 4.761 )2 

711285Qr 5..556 26 

1./0.~· USII 26 

5/1611Cr 7.9'¥1 26 

7/1685Qr 11.111 26 

1/liiSCy 12.JQQ 26 

tii611Cr 14.287 26 

I.ONC:y 15AOO 24 

UlOIISCy M.J98 24 
I.IDIISCy M.t25 24 

MllliDA 100\S 
HSS HAND TAPS· BSCy 

BS949 (.Part ·l) ·1951 

'" 
~--~· ~--·L· ffil · .. ·3r 

dl 

~-~-~-·-· ·I·~·-·-t 
•• L ... ,. II ·.)r 

'" 5:"""'"" ~--~· ~--·-~ ·-·~· ·~;-·~i· 
~ 

IIIMK 1HIIAD CliVI.& .. ·~ 
•• , ....... III.Un 

DIA UNCnH UltGIII IIZE UNGIH -ICODI! -d1 11 L • .. twHCID) ....... 
0.128 7/16 1.314 O.IG5 3116 Sl45e09A J81 

0.144 11/16 1 0.116 3116 SIO«<I6A 204 

O.lst !14 11111 0.123 IH SOMOOIA 204 

O.lst !14 11111 0.123 IH 15~ 237 

O.llt 7111 1311 0.149 IH IJI6l'l'M 117 

0.221 7111 1318 Q.ln IH 173226M 2.SJ 

o.m I 11111 0.197 9/U 101426M lee 

UIS 1.1111 1!14 U41 111)2 1516269A 315 
o.m 1.1/4 J Q.l41 131)2 1716269A 491 

O.J67 1.1/4 J Q.175 7/16 101226M 613 

U19 1.1/2 ) un 112 91616tA 97f. 

0.8110 1.1/2 J.IH G.600 ll/16 1100249A I til 

1.1oe 1.1/2 .. OMI 1.1/16 101~ *' 
I.ICII 1.1/2 .. OMI 1.1/16 IOI:mM .le9 
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M 'MliAIDA TOOlS 

NOMNAL ..... ......, PIRH 
IIZE DIA 1M ....... 

til II 
~0 I.GGO 6JIOI) uo It .GO 
~I 0.900 5.100 SAO 17.80 

~2 D.IIO 4,,. s.oo 16.00 

~3 o.no 4.100 4.50 IJ.80 

~4 0.660 uoo :u.s 13.00 

~5 0.590 JJOO l.l5 11.80 

~- O.SJO uoo 2.80 9.50 

~· D.4JO 2JOO 2.80 9.50 

NolO O.JSO I,,. 2.50 1.00 

Noll O.JIO I..SOO 2.50 1.00 

Noll 0.:1110 uoo 2.50 7.00 

No I) D.250 IJOO 2.50 5.50 

Nol4 o.uo 1.000 2.50 5.50 

HS$ HAND TAPS· BA 

BSM' (Put· I) ·1"-2 

.... G¥EIUIIL 
...... 

IINhH IINhH IIZE IIIIIIH 

L • • 
II .GO 66.80 5.80 uo 
9.00 62.00 4.50 7.00 

9.00 58JIO 4.80 7.00 

uo SJ.OO us 6.00 

7.00 50.00 2.80 s.oo 
7.00 4UO 2.50 s.oo 
6.00 44.50 Z.M s.oo 
6.00 44.50 Z.M s.oo 
s.oo 41.00 2.80 4.00 

s.oo 41.00 2.80 4.00 

s.oo 40.00 2.00 4.00 

4..50 :18.50 2.00 4.00 

4..50 :18.50 2.80 4.00 

'The,,,. & rt•rt.., ....... af ........ It No. 14 ........ and '4'tO No.O. 

Alldle.,....a.wiiM•IIItd'Wttltm.lle_,.onbodi.U.. 

- II IIIH 
Plllll 

Cllllll 
{WIMit -....... 

NDMIG61'1 220 

NIIIAI06A 220 

N28AII6A 204" 

N28A7J6A 204 

N4W66* 204" 

NSM596A 204 

NIM5J6A 2101" 

~-... 443 

IOWS6A 524 

IIWI6A 524 

1211A211A .524 

IIIIA2.56A Slf 

14M236A Slf 

ltelri IMI'feed'wtda * _..JIU 1 t':e lt:erM. Rei&"'*IAi*illllt:erM r:e,,. .. hiAiiAi&liila'ft orderQt)r.ufoUOWI 

IJS 

-..... -...-
m 
m 
~ 

2il2 

:1:42" 

2il2 

Vf" 
. 
. 
. 
. 
. 
-



M MliAIDA TOOlS 
HSS HAND TAPS· BSP • (GJRp) 

8SH9(Pvt·l)·l969 

1/rtoi/W'• SO Mao. 1}4'to I"•IONoe. 1.1/l"to 1.1/l" •.SNoe. .... l.l/1'•2.,.... ...... 

Sertol"'llpt st S'M>- MJS Maerta!WM>- Left Hutd .... lit 25'M>- MG ........U 55'1(,-
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M MliAJDA 100\S 

NIB TAP 

-·r·-· 
.... ...... GVEIWL - -IIIE l'll'al DIA UMml llllml - IWII .. , II L OINQ -...-

Ml 0.110 2JO 16.11 eo.o I..MGIG5Qll) Jel• 

M1 0.,., UIO :u.e 65.0 I.J'IG4GlQJO .,. 
M5 0.811 UIO 21.0 lQJI I.MOS080JD 411" 

M6 1.00 .... 30.0 lQJI NM061GOID 457" 

Ml 1.:15 6.10 31.0 tQ.O NMQII253D 49l" 

MIO 1.511 710 15.0 9.5.0 NMIOISGlD 624" 

Ml2 1.75 t.SO 53.0 IC.O NMI21753D TW' 

1M allcNe apa,.. k ••r"od wtlfi11CN a. M:IS ~ ......... 

The tap*- ~J*Mfl'wlllbeNPPJieci"Wflh ~-both ..... ~M6 ..,.,.. M"ll'edwtlflren.Je
•bodi.W.. 

'T'h-.t~~p,._ ~pw *wll t.. ... pplod w1t1t 3fl.-. ..._ *wll t.. ... pplod w1t1t I fl.-...,.,_ ..q~toafNib~.., 
t..<liiOr..son ..,clllt req.-

'-nwbol "Wflh • are 111:1 daaW&Ite-. ~ •~eenw re 111Wed ""*'-" ...,... ...... otllla. 100011( Neu. 
orSNGe.formwl*'•• .. lthl:afw. 

'T'It,....,ofaw"'91...,.af~·~~~MS~,.,...,...for· ... ..._MI2.~~·1 ·• awllbe ........ onSpecMctJQ...t 
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• MliAW'DA TOOlS 
TAP SELECTION CHART 
SUITABILITY HAND TAPS MACHINE TAPS 

(e) MOST DESCRIPTION STD SERIAL STR.FL STR.FL STR.FL BF BF BF BT BT BT TIN TIN TIN 
SUITABLE SET SET TPR SEC BTM SPPT SPRL SPRL SPPT SPRL SPRL SPPT SPRL SPRL 

3ft 15' 3ft 15' 3ft 15' 

(o)SUITABLE 

TPR Rougher CY] rq ('C 

i 
rc 

I~ i 
rc 

~ i ~ ~ 
+ + 

~ ~ 
lYPES OF SEC Inter 

TAP 
+ + - ~ BTM Finisher ~ ~ = 

CHAMFER - - A D c B c c B c c B c c 
LEAD(NO. 6-8 3-4,5 

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 Note: STR.FL. Taps wl1h larger diameter or nne pitch my be used to tap deeper In long chipping materials due to a 
greater Flute Volume : Metal Removal ratio. 

STEEL UNDER 450 N/mml • 0 0 0 0 0 

STEELS UP TO 750 N/mm2 • • • • 0 0 0 • • 0 0 0 0 

STEELS UP TO 1000 N/mm2 • • 0 0 0 0 0 • • 0 • 
STEELS OVER I 000 N/mml 0 • 0 0 0 0 

STAINLESS STEELS 0 • 0 0 0 0 0 

CAST IRON (SHORT CHIPPING) • • 0 0 0 

MALLEABLE CAST IRON 
(LONG CHIPPING) • • 0 0 0 • • • 
BRASS (SHORT CHIPPING) • 0 • • 0 0 

BRASS (LONG a-liPPING) • 0 0 • • • 
SOFT ALUMINIUM, • 0 0 0 0 0 0 
COPPER, ZINC, ETC. 

ALUMINIUM ALLOYS, • • 0 • • 0 
I MAL.LEABlE BRONZE, ETC. 

TOUGH ALUMINIUM (Si > 10%) 
0 • 0 0 0 0 0 0 0 

HARD BRONZE ETC. 

SOFT PLASTICS, 
0 0 0 0 0 

THERMO PLAS11CS PVC. ETC. 

HARD PLASTICS, BAKEUTE, ETC. 0 0 0 0 

SPECIAL AlLOYS, TIT A NIUM, 
TAPS WITH SPECIAL GEOMETRY CAN BE SUPPLIED ON SPECIFIC REQUEST. 

INCONEL. ETC. 

Special coating - TiAIN I TiCN coated taps also can be provided on request for specific application. 
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• TAP TERMONOLOGY- ABBREVIATIONS 

Length of 

I 

square 

1 

.. ~ 

12 

·-·-·----~~----~~~~~--~·-· 
oftap dia d1 

Diameter 
of recess 

~ 

i 

MliAW'DA TOOlS 

Internal 
centra 

t 
Nominal 
Diameter 

,. Length of lit ,. Length of thread lit 
recess 11 1 

External 
centra 

BTM 

SEC 

TPR 

BOT 

SOl 

SOl 

SERSOl 

SPPT 

SPRL 

MC 

MF 

BSW 

BSF 

BA 

BSCy 

BSB 

G 

Rp 

Rc 

NC 

UNC 

NF 

OVerall length 

L 

Rake (Straight 
Cutting Face) 

Hook( Curved 
Cutting Face) 

Tap Cell~~f--Tap ~~tre~--
RakaAngle..,.l HookAngle..,.l 

~ I ~ I 

Bottoming UNF 

Second UNEF 

Taper UN 

Bottom UNS 

SetofThree NPS 

SetofTwo NPSF 

Serial Set of Three 

Spiral Point NPT 

Spiral Flute NPTF 

Metric Coarse 

Metric Fine NGT 

British Standard Whitworth Coarse Thread API 

British Standard Whitworth Fine Thread BF 

British Association Standard Thread BT 

British Standard Cycle Thread Ni 

British Standard Brass TiN 

British Standard Parallel Pipe (Mechanical Joint) TiCN 

British Standard Parallel Pipe (Leak - Proof Joint) TIAIN 

British Standard Tapered Pipe (I: 16 Conical Taper) LS 

American National Coarse Thred LH 

Unified Coarse Thread RH 

America! National Fine Thread 

139 

Width of Land 

Cutting face -1 1 ~1 

Thread Relief 
(radial} 

a 

Unified Fine Thread 

Unified Extra Fine Thread 

Unified 

Unified Special Thread 

American Standard Straight Pipe 

Dryseal American Standard Pipe Thread 

(Leak - Proof Joint) 

American Standard Taper Pipe Thread 

Dryseal American Standard Taper Pipe Thread 

(Leak - Proof Joint) 

National Gas Taper Thread 

American Petroleum - lnstite Pipe Thread 

Bright Finish 

Steam I Blue Tempered 

Nitride 

Titanium Nitride 

Titanium Carbo Nitride 

Titanium Alluminium Nitride 

Long Shank 

Left Hand 

Right Hand 



• 
Sr. No. 

2 

3 

5 

6 

7 

8 

MliAW'DA TOOlS 
POPULAR THREAD FORMS 

Name Of Thread 

ISO METRIC THREAD 

UNIFIED THREAD 

WHilWORTH THREAD 

STRAIGHT PIPE THREAD 

TAPER PIPE THREAD 

AMERICAN STANDARD 
STRAIGHT PIPE THREAD 

AMERICAN STANDARD 
TAPER PIPE THREAD 

STEEL CONDUIT THREAD 

Symbol 

M 

u 

w 

R 
8SP 
PF 

R 
8SP 
PT 

NPS 

NPT 
NPTF 

PG 
c 

Form Of Thread 

60" 
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Standard 

154218 
DIN 13, DIN 14 
JIS 8 0205, JIS 8 0207 
8S 3643 

ANSIB 1.1 
BS 1580 
JIS 80206 
JIS 80208 

BS84 

DIN259 
DIN 2999 
DIN 3858 
BS21 
JIS 80203 

DIN 2999 
DIN 3858 
8S21 
JIS 80203 

ANSI 8 2.1 

ANSI 8 2.1 
ANSI 8 1.20.3 
ANSI 8 1.20.4 

DIN 40430 
JIS 80204 



• 
Sr. No 

9 

10 

II 

12 

13 

14 

15 

16 

MliAW'DA TOOlS 
POPULAR THREAD FORMS 

Name Of Thread 

SEWING MACHINE THREAD 

BYCYCLE THREAD 

BRITISH ASSOCIATION 
THREAD 

AUTOMOBILE TYPE 
VALVE THREAD 

ACME THREAD 

KNUCKLE THREAD 

BUTTRESS THREAD 

EDISON SCREW THREAD 

Symbol 

SM 

FG 
BSCy 
BC 

BA 

Vg 
TV 

Tr 
TM 

Rd 

s 

E 

141 

Form Of Thread 

47" 30' 

Standard 

JIS B 0226 

DIN 79012 
BS 811 
JIS B 0225 

BS93 

DIN 7756 
JIS D 4208 

DIN 103 
JIS B 0221 

DIN405 
DIN20400 
DIN 15403 
DIN 3182 
DIN 7273 

DIN513 

DIN2781 

DIN 40400 

JIS C 7709 
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TYPE OF CHAMFERS 
HAND TAPS 

Chamfer Style View 

~~3-J TAPER 
ROUGHER 

~ 1.= 6p J 

tt~--i] TAPER 
ROUGHER 

~ 1)~ 7p r s• 

~~oeFi~J SECOND 
INTERMEDIATE 

~~2~~J BOTTOMING 
FINISHER 

NIB TAPS & NUT TAPS 

CHAMFER I VIEW 

-:--··-·-··-··-··-··-·-··---··-··-··-··-··7-··-··-· 

LONG LEAD= 
75 -80%0F 

THREAD LENGTH 

1.~18p l 
I ~24p 

1-42 

I 

Description 

TaR§ set of Two Pieces - Fine Pitch 

Non Serial Taps- Taper 
Serial Taps - Rougher 

TaR§ set of Three Pieces - Coarse Pitch 

Non Serial Taps- Taper 
Serial Taps - Rougher 

TaR§ set of Three Pieces 

Non Serial Taps - Second 
Serial Taps - Intermediate 

TaR§ set of Two Pieces & 
Three Pieces 

Non Serial Taps- Bottoming 
Serial Taps - Finisher 

DESCRIPTION 

Specially designed Nib Tabs for 
highspeed nut tapping on cold 
forged components. 

Conventional Nut Taps with long 
thread length suitable for nut 
tapping of hot forged components. 



• MliAW'DA TOOlS 

TAP AND COMPONENT TOLERANCES 

Generally speaking taps will cut threads larger than the tap themselves. This oversizingwi II 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 JISMARK JISCLASS ISO AND DIN CLASS 

Ia, lb 1st 
- 1- - - I - - -

ISO I ISO I (4H) n• 2nd 4H SH 
- 1- - - I-

IS02 ISO 2 (6H) Ill, 6H• 3rd 4G SG 6H 
- I~ - - - 1- -

IS03 ISO 3 (6G) 6G* 6G 7H 8H 

Note: Because theJIS system is in transition to ISO 2857, JIS II taps (-ISO I/4H) are offered for user of the old 84430 TypeJ 
Spec, whilst 6H (ISO 2) and 6G (ISO 3) taps are offered to users who require ISO 2857 tolerances, but still use Typej 
collect sizes in their machines. 

WHITWORTH THREAD FORMS UNIFIED THREAD FORMS 

TAP SIZE COMPONENT 
TOLERANCE TAP SIZE COMPONENT 

TOLERANCE 

ISO MARK DIN MARK JIS MARK B.S. CLASS ISO MARK DIN MARK CLASS 

CLI CF CF CLOSE FIT CLI 38 38 
- I - - - - 1- - 1- - - -

CL2 MF MF MEDIUM FIT CL2 28 28 
- I- - - -

CL3 FF FF FREE FIT 
1- - 1- - - -

CL3 18 18 

BSP THREAD FORMS 55° 

TAP SIZE COMPONENT 

ISO BS JIS JIS TYPE OF THREAD 
5969 EQUIV EQUIV EQUIV GENERATED 

,_ 

,-

G 8SPF 228 PF ISO 228 Mechanical Joint 
-

Rp 8SPP 2999 PS ISO 7/1 Leakproof Joint 

Rc 8SPT 2999 PT 1507/1 CONIC, 1:16Taper 

NATIONAL (Unified) PIPE THREAD FORM 60° 

TAP SIZE 

ISO MARK 

NPS 
- -

•NPSF 
-

NPT 
-

*NPTF 

COMPONENT 

TYPE OF THREAD GENERATED 

Mechanical Joint or Coupling 

Dryseal (leak proof) 

I: 16 Taper 

Dryseal, I : 16 Taper 

-

NOTE : Altered crest and root profiles of Dryseal taps ensures and 
interference fit on crests and roots which prevent leakage. 
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• MliAW'DA TOOlS 
Recommended Rake Angle and Cutting Speed for Taps 

M ...... RllkeAnJie •cuctlnJSpeed ft\/mln 

Steel up to 50 Kg/mm2 Tensile Strength IS- 18 7- 10 

Steel 50-70 !W'mm2 Tensile Strength 12- IS 5-8 

Steel 70-90 Kg/mm2 Tensile Strength 9- 12 4-6 

Steel (Alloy) 90 - I 00 kgfmm2 Tensile Strength 6- 10 2-3 

Steel casting up to 70 kgfmm2 Tensile Strength 12- IS 3-5 

Malleable cast iron 6- 10 5-8 

Cast iron above 200 BHN 0-3 2-3 

Cast iron soft 3-5 8- 10 

Saunless Steel 10- 12 3-S 

Brass 0-3 8- 10 

Bronze 6- 12 6-8 

Copper long chipped IS- 20 8- 12 

Copper short chipped 6-9 8- 12 

Aluminium 20-25 10- 18 

Synthetic and plastic material 0-3 3-S 

•The speed mentioned is recommended speed only, under favourable and near to ideal working 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 

Work material 
Speed 'Vc' 

Metnlmln FtJmm 
Cutd .. Fluids 

AWMINIUM IS -45 SO- ISO Kerosene & Lard Oil or Kerosene & Ught Oil 

Aluminium Bronze 6-24 20-80 Soluble Oil 

Bakel in! IS- 30 so- 100 Dry 

Brass IS -60 50-200 Soluble Oil or Ugllt Base Oil 

Cast Iron 15-30 50- 100 Dry or Soluble Oil 

Copper 9- 18 30-60 Mineral Oil with lard or Ught Base Oil 

Fibre 24 - 27 80-90 Dry 
Magnesium 22-60 75-200 Ught Base Oil Diluted with 40% - 50% Koresene 

Malleable iron 10- 18 35-60 Soluble 011 or Sulphur bale 011 

Manganese Bronze 9- 18 30-60 Mineral Oil with lard or Ught Base Oil 

Monel Metal 6- 11 20-40 Sulphur base Oil 

Naval brass 24-30 80- 100 Mineral Oil with lard or Ught Base Oil 

Phosphor Bronze 9-18 30-60 Mineral Oil with lard or Ught Base Oil 

PLASTICS: 

Thermo - Plastic 15-30 50- 100 Dry or Ai.r Jet 
Thermo - setting IS- 30 50- 100 Dry or Ai.r Jet 

STEELS: 
Free Machining AISI I I 00 Series 18-30 60- 100 Soluble Oil or Sulphur base Oil 

Low carbon (up to 0.25%) 12-24 60-80 Soluble Oil or Sulphur base Oil 

Medium Carbon Annealed 
9- 18 30-60 Sulphur base Oil 

(0.3 to 0.6%) 

Heat Treated (0.3 to 0.6% 
7- IS 25- so Chlorinated sulphur base Oil 

Carbon) 224 - 283 brinell 

Stainless steel 1.5- I 0 5-35 Chlorinated sulphur base Oil 

Titanium alloys 3- 12 10-40 Chlorinated sulphur base Oil 

Zinc - Die Castings 18-45 60- ISO Kerosene & Lard Oil 
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RECOMMENDED TAPPING DRILL 

MC ISO METRIC COARSE MF ISO METRIC FINE MF (continued) ISO METRIC FINE MF (continued) ISO METRIC FINE 

SIZE PITCH DRILL SIZE PITCH DRILL SIZE PITCH DRILL SIZE PR"CH DRILL 
mm mm mm mm mm mm mm mm mm mm mm mm 
Ml 0.25 0.75 M2 0.25 1.75 MIS 2 16 M42 4 38 
MI. I 0.25 O.S5 M2.2 0.25 1.95 Ml9 I IS M45 1.5 ·US 

-
Ml.2 0.25 0.95 M2.3 0.25 2.05 M20 I 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 2.25 M20 2 18 M48 1.5 46.S 
Ml.7 0.35 1.35 M3 0.35 2.65 M22 I 21 M48 l 46 
MI.B 0.35 1.45 M3.5 0.35 :us M22 1.5 20.5 M48 3 45 
M2 0.4 1.6 M4 0.45 3.65 M22 2 20 M48 4 .... -
M2 0.45 1.55 M4 0.5 3.5 M24 I 23 M50 1.5 48.5 
M2.2 0.45 1.75 M5 0.35 4.65 M24 1.5 22.5 M50 2 48 
M2.3 0.4 1.9 M5 0.5 4.5 M24 2 22 MSO 3 47 
M2.5 0.45 2.05 MS 0.75 4.25 M25 I 24 M52 1.5 50.5 
M2.6 0.45 2.15 MS.S 0.5 5 M25 1.5 23.5 MS2 2 so 
M3 0.5 2.5 M6 0.5 5.5 M25 2 23 M52 3 49 
M3 0.6 2.4 M6 0.75 5.25 M27 I 26 M52 4 48 
M3.5 0.6 2.9 M7 0.75 6.25 M27 1.5 25.5 MS6 l 54 
M4 0.7 3.3 MB 0.5 7.5 M27 2 25 MS6 4 52 
M4 0.75 3.25 
M4.5 0.75 3.75 
M5 0.8 4.2 

MS 0.75 7.25 M28 I 27 
MS 1.0 7 M28 1.5 26.5 
M9 0.75 8.25 M28 2 26 

G (BSP) MECHANICAL JOINT 
Rp (BSP) LEAKPROOF KOINT 

G RP 
MS 0.9 4.1 M9 1.0 8 M30 I 19 SIZE PITCH DRill. DRILL 
M5.5 0.9 4.6 MIO 0.5 9.5 M30 1.5 28.5 Inch TPI mm mm 
M6 I 5 MID 0.75 9.25 M30 l 18 1/8 28 s.s 8.6 

-

M7 I 6 MIO I 9 M30 3 27 1/4 19 II.S 11.5 
M8 1.25 6.75 MIO 1.25 8.75 M32 I 31 318 19 15.25 IS 
M9 1.25 7.75 Mil 0.75 10.25 M32 1.5 30.5 1/2 14 19 IB.S 
MID 1.5 8.5 Mil I 10 M32 2 30 SIB 14 21 10.5 -
Mil 1.5 9.5 Mil 1.15 9.75 M33 1.5 31.5 3/4 14 24.5 24 
Ml2 1.75 10.2 Mil 0.5 11.5 M33 l 31 7/S 14 28.25 27.7S 
Ml4 2 12 Ml2 0.75 11.25 M33 3 30 I" II 30.75 30.25 

-
Ml6 2 14 Ml2 I II M35 1.5 33.5 I 1/4 II 39.5 39 
MIS 2.5 15.5 Ml2 1.25 10.75 M35 2 33 I 1/2 II 45.25 44.75 
M20 2.5 17.5 Mil 1.5 10.5 M35 3 3l I 3/4 II 51.3 50.5 -
M22 2.5 19.5 Ml4 I 13 M36 I 35 2" II S7.2 56.5 
M24 3 21 Ml4 1.25 12.75 M36 1.5 34.5 21/4 II 63.3 62.5 
M27 3 24 Ml4 1.5 12.5 M36 2 34 2 1/2 II 72.S 72.3 
M30 3.5 26.5 MIS 0.75 14.25 M36 3 33 3" II 85.5 85 
M33 3.5 29.5 
M36 4 32 

MIS I 14 M3S I 37 
MIS 1.5 13.5 M38 1.5 36.5 

Rc(BSPT) 
SIZE PR"CH DRILL 

M39 4 35 Ml6 0.5 15.S M38 2 36 Inch TPI mm 
M42 4.5 37.5 Ml6 0.75 15.25 M39 1.5 37.5 liB 28 8.6 
M45 4.5 40.5 Ml6 I IS M39 2 37 1/4 19 11.5 

M48 5 43 M16 1.15 14.75 M39 3 36 318 19 15 
M52 5 47 Ml6 1.5 14.5 M40 I 39 l/2 14 18.5 
M56 5.5 50.5 

1-
Ml7 I 16 M40 1.5 38.S 3/4 14 24 

M60 5.5 54.5 Ml7 1.5 15.5 M40 2 38 I" II 30 
M64 6 58 M18 0.75 17.25 M40 3 37 I 1/4 II 39 

-

M68 6 62 MIS I 17 M42 1.5 40.S I 1/2 II 4S -
M72 6 66 MIS 1.25 16.75 M42 2 40 2" II 56.5 -
M76 6 70 MIS 1.5 16.S M42 3 39 2 1/2 II 71.S 
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RECOMMENDED TAPPING DRILL 

UNC BSW BSF UNF 

SIZE No PITCH DRILL SIZE PITCH DRILL SIZE PITCH DRILL SIZE No PITCH DRILl. 
or Inch TPI mm Inch TPI mm Inch TPI mm or Inch TPI mm 
No.I 64 1.55 118 40 2.6 3/16 32 4 No.O 80 1.25 
No.2 56 1.85 5/32 32 3.1 7132 28 4.7 No.I 72 1.55 
No.3 -18 2.1 3/16 24 3.6 1/4 26 5.4 No.2 64 1.9 
No.4 40 2.35 1/4 20 5.1 9/32 26 6.2 No.3 56 2.15 
No.5 40 2.65 5/16 18 6.5 5/16 22 6.8 No.4 48 2.4 

-
No.6 32 2.85 3/8 16 7.9 3/8 20 8.3 No.5 44 2.7 
No.8 32 3.5 7116 14 9.3 7/16 18 9.8 No.6 40 2.95 
No. 10 24 3.9 1/2 12 10.5 1/2 16 11.2 No.8 36 3.5 

-
No. 12 24 4.5 9/16 12 12 9/16 16 12.7 No.IO 32 4.1 

1/4 20 5.1 5/8 II 13.5 5/8 14 14 No.l2 28 4.7 
5/16 18 6.6 11/16 II IS 11/16 14 15.75 1/4 28 5.5 
3/8 16 8 3/4 10 16.5 3!4 12 17 5/16 24 6.9 
7/16 14 9.4 718 9 19.25 718 II 20 318 24 8.5 
1/2 13 10.8 I" 8 22 I" 10 23 7/16 20 9.9 -

9/16 12 12.2 I 1/8 7 24.75 I 1/8 9 26 l/2 20 11.5 
5/8 

-

II 13.5 
1-

I 1/4 7 28 I 1/4 9 29 9/16 
-

18 12.9 
3/4 10 16.5 

1-
I 1/2 6 33.5 I 3/8 8 32 5/8 18 14.5 

7/8 9 19.5 I 3/4 5 39 I l/2 8 35 3/4 16 17.5 
I" 8 22.25 2" 4.5 44.5 I 5/8 8 37.5 7/8 14 20.4 

I 1/8 7 25 
I- I 1/4 7 28 

2 1/4 4 50 I 3/4 7 40 
2 1/2 4 56.5 2" 7 46.5 

I" 12 23.25 
I 1/8 12 26.5 

I 3/8 6 30.75 I l/4 12 29.5 
I l/2 6 34 UN-8 UN- 12 I 3/8 12 32.75 
I 3/4 5 39.5 I 1/2 12 36 
2" 4.5 45 

2 1/4 4.5 51.5 
2 1/2 4 57.25 
2 3/4 4 63.5 

3" 4 70 

SIZE PITCH DRILL SIZE No PITCH DRILL 
Inch TPI mm or Inch TPI mm 
I 118 8 25.30 I S/8 12 39.10 
I 1/4 8 28.50 I 3/4 12 42.30 
I 318 8 31.60 I 7/8 12 45.40 
I 1/2 8 34.80 2" 12 48.60 

NPS/NPSF 
NPS NPSF 

SIZE No PITCH DRILL DRILL 
or Inch TPI mm mm 

1/8 27 8.9 8.7 

UNEF 
I 5/8 8 38.00 2 1/4 12 55.00 
I 3/4 8 41.20 2 1/4 12 61.30 

1/4 18 11.5 11.30 
3/8 18 15.00 14.70 

SIZE No PITCH DRILL 17/8 8 44.30 I" 12 23.50 1/2 14 18.50 18.20 
or Inch TPI mm 2" 8 47.50 3/4 14 24.00 23.50 
No.l2 32 4.70 2 1/4 8 55.00 I" II 1/2 30.00 29.50 

1/4 32 5.50 2 l/2 8 61.30 I l/4 II l/2 39.00 38.50 
5/16 32 7.10 I 1/2 II 1/2 45.00 44.50 
3/8 32 8.60 
7/16 28 10.10 

NPT I NPTF 2" II 1/2 57.00 56.50 

1/2 28 11.70 
9/16 24 13.00 

~16 PITCH DRILL 
1: ER) TPI mm 

SIZE 
5/8 24 14.75 Inch 

11/16 24 16.25 1/16 27 6.30 
3/4 20 17.50 1/8 27 8.50 

13/16 20 19.25 1/4 18 11.10 
718 20 20.75 3/8 18 14.70 

15/16 20 22.25 1/2 14 18.00 
I" 20 23.75 3/4 14 23.00 -

I 118 18 26.75 I" II 1/2 29.00 
I 1/4 18 30.00 I 1/4 II 1/2 38.00 
I 318 18 33.00 I 1/2 II 1/2 44.00 
I 1/2 18 36.00 2" II 1/2 56.00 
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APPUCA110N- HAND TAPS 

W !AI SEr 

Taper 

Finisher 

Hand Taps wi1h Y lflr.d P"lfile f'or ........ purpoae use; 
RJs,ttt lllld LAft Hllnll1hreadt are avallabl• rn 111M pop.W 
'llll'a f'or use In bind or lhrouif'l holet. 

RecomiTM.Wlded for pt11Citio.l hind Ulflping in throuab 
or blind holes. 1M pr"OSJ-...11'Unc.u.d ctnad form Is 
especially tulted f'or ~ rnacer1alll tuch 111 ttllnles~ or 
hlafl tJenslle steel!~. 

STRAIGHT FLUTE MACHINE TAPS 

STR. FL. TPR. 

A.IIJ'al&l!t flU!& cap f'or use mainly In 
ahallow 1hrouah holes.The ISO 
Coense lllld Fine tape hwe as" end 't 
lad reeped~..ty. 

STR.R..SEC 

For Ulle In lhollow or medum clefl1l1 
1hrouaf! hols In lona dippln& ~~~ 
or blind holes II\ .tlort cNpplng 
matec18lt. Fine dnad hoM can ~ 
threaded deeper without lona 
chlpscho~theflulm. 
ISOSea:n:l '-1-1 cf(Cane) 
end ll" (Fine) 

1-47 

STR. FL. BOT 

For Ulle ~ or blind holel In 
short chi~ ~Ills lind wl!ens 
It lllfaflt be nee rry to 1fnad to 
lhtbcmomofthe hoi-. 
ISO Bouom !tad • 23' (Coalw) 
and 2.0' (Fine) 



M11A11DA TOOlS 
APPIJCATION • MAOIINE TAPS 

SPIRAL FWTE TAPS 

Spiral Rute T~~p~-dm~forrradllnelllpplnaofbllld hole and areplll'lkUII'fyiMIIA1Miere 
clip dllp ,., polflll pR)blema. Th6 rWtt hand ..,tral flute. direct «116 d11ps back abw «116 flute 
anll 01n of che he*. Thly-8Ydable ~ tlow (IS"). tWICiard QO'), rut(#) flut~t htlnt. n,. 
ahortaned *-1 lenalh offi '111 and idOl Nand ISO Spiral Flul8111paalowfcrmonsl!llldent 
cN'p1'1111'10W!atw'lt u.,_.tonjuelaads. n-areaultablefortlfll*l&deep hole& lnawrlllty 
of cllf& &It m111&111t. 'hlfoutCWMareawllable. 

BFSPRL30' 
Bli,ttlt Rnllfl JO'Splral Fw Tlljlll 
-IUIIable for lllflPIIli blind holM In 
non-fe~ l\'lllller1als and tteel where 
cold weld Ire do4ol not,_ a problwn. 

11NSPRL30' 
Tllarlum Nllrldllld lO" Spiral Fklta Taps 
-tultablt for~ blind holloJ In 
llbraM -w.. orvm- "W*'ai*dt 
and a loll&w~ 1ft-n.ql.hd. 

BTSPRLJO' 
Sceoun li!rnpe;-ed Spiral Fkna Taps are 
tullable for lllpplna blind holelln ~~~eels, 
~cold weldlrl' occurs. SLWited • 
tea~ lOci whert no htlbc Of' tu"- o41111•4Mf 
SJ*IIed. 

SOSPRL30" 
11011 /TIAIN Spiral Flute Tapa 
haYe llp.ICIIIJiy adajlud aecmelry for 
capp1 rc blll d holellll n hard llllleiell where 
top-OU( II "WW. 

SLOW SPIRAL FLUTE TAPS {-15') 
~------------------------~~------~~--------------~ 

BFSPRI.IS" 
8tVrt Rnllfl WSplral Flute Tlljlll 
sniiUibable fer liiA*1& blind holer. In 
~ non-ferrogo 111111erllllt wllh 
med Uri to lone c.hlptt. or lllll!lels 
up to 1000 N/nm'whertcolcl 
W'lldi"' does not po. a problwn. 

11N SPRL IS" 
Tltanlnn Ntofded 15'~ Flut~t T~pt
alliable f« capplrc lltnd holM 1n ~ 
........ mawialt whert h.,W'capplf'C 
apeeda or lonp-~ lilt-n.qt.hd. 

I <II 

BTSPRL IS' 
Sceam li!mpered I $•Splrlll Rute T~pt 1n 

11Uitable for t~FP~na bl lnd holea In tou,VI 
....,. up to 1000 N/mm' wfwoa colcl 
welcl'na occurt. Supplied • mndard .,.. 
turface ~ 110( •J*Ifled. 

SOSPRL IS' 
11011 /TIAIN Spiral Flute Tapa 
._ tpeCtolly odajltod eecmelry for 
capplrc bllld holes In hard ~tee~~ where 
top-OU( II "WW. 



M11A11DA TOOlS 
APPIJC'ATION • MAOIINE TAPS 

SPIRAL POINT TAPS 

AllolcnownasGJn "'fYpa, B~ No.orCh~tap~. MIRANDAspoall'lllntapsaradMI,il*l 
for 1hrouaf\ holt tapplnc, as 1M elf_.. .,.. drtwn 111*111 ol ct. tap, Wllh coolant flowlnt. fN.elt 
~WIIowfWfe<>1Mc:smtl& .... 

'l'Mv--1111• and reducede<>rqu.loadtal-f'orh"*'lapping ......... ma!Qngdw. 
an Ideal produ1lon madilnetap. \'luiou&type~Mio!Jtnd. 

BFSPPT 
Brlatlt Flnllli Spinal Point TlljlS hllw> 
no IIIUrface -.ent and lll'e 

IIOI'mlllly Uled fcrlllj)pi!W lhRqti 
holedi In ncn .fern! 1.11 miiiAll1all or 
IIWlk w~~ere cold weld Inc does nat 
po. a problwn. 

11N COATED SPPT 
Ti1:1rium Ni1rided Sp;111 Pont T.
- uaed f'or tapp~ llnusf! holet 
In lllbria.We ••-... or whlini 
li,i!ier speedl and a longer tool life 
-eqllred. 

BTSPI'T 
Stmm Ttwnptnd Sfllnall'lllnt T~p~IUe 
uaed fcrlllppq: lin tV'~ helM In 
,_ SUiela, .....,.~a~y 1Mlera cald weldi!W 
II a problem. Thltlllhe .,_ _,.,..,_ SP 
cap -.1 It tupplled as standard whlin no 
01lw _.,_ O"alllmellt .. •peclfled. 

SOSPI'T 
T.CN I TIAIN spraJ Point 'l1lpt n 
uaed f'or tapp~ llnusf! hclet tor 
hl&fi tap-out. 

PIPE TAPS 

MIRANDA Pip. T.--MilaYt in awri'\yoflhr.ad forma and nonns¥0!1idlc-mostpq>~~larapplic&Von. '"'--l'or 
bGdi ISO(WhltwQrtliSS" ·old BSPThered Fcrm)lllidAmenan (IIO')tliredlg&)'ltlm. n-may beCIIttipa....lmfollo¥4: 

PARAWL PIPE THREADS CONICAL PIPE THREADS 

THREAD FORM THREAD 
ANGIE 

THREAD FORM THREAD 
ANGLE 

G (BSP Meda~QJ Jalnt) ss• RC (I :16T..,.) ss• 
G (BSP Mod,.li.:aljoint) ss• NPT(I:I6T..,.) w 
RP (BSP I ... Proof joiRI) ss• III'TF (DryMII 1:16 Til*') w 
RP (BSP I=" Pi ooF joiRI) ss• 
NPS {Medalaljalnt NPSM I NPSC) w 
NPSF {DiyMall...alc.·Proal' Joint) w 
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II MliAW'DA TOOlS 

SURFACE TREATMENTS :- CHAMFER LEADS 
Surface treatments offered by MIRANDA are as follows : 

BF - Bright Finish - for non-ferrous metals or 
steels which do not cold-weld. 

The following chamfer, or lead, angles will be used for different types 
oftaps in ISO,JIS and DIN. The angles should be used as a guide only, 
as angles and clearances are often altered according to no. of flutes, 
geometry and application of tool. 

BT - Steam Tempered - black oxide treatment for 
all steels, especially those prone to cold welding. 
Supplied as standard, unless otherwise specified. 

TiN - Titanium Nitride - PVD process imparts a hard 
wear-resistant golden surface with low friction, 
thus allowing for greater tapping speeds. 

TiCN and TiAIN treatments have similar properties, 
and are also available against special request. 

Coarse 
Threads 

Taper 

Second 
Spiral Point 

Spiral Flute 

Bottom 

Fine 
Threads 

Taper 

Spiral Point 

Spiral Flute 

Bottom 

CLOSE FIT AND FREE FIT TAPS 

Form 

A 

D 

B 

c 
E 

Flutes 
No. of Lead 

Threads Angle 

Straight 6-8 so 
6-8 f 

Straight 3.5-5 ff 
Straight with 3-5 8-10° 
Spiral Point 

Spiral Flute 2-3 15° 

Straight 1.5- 2.5 20° 

Straight & Spiral 1.5-2 23° 

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 a free or loose fitting thread is required, or when the application allows for a tap with agreaterwear 
allowance to be utilised in abrasive materials such as cast iron. 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 : 

I. Quantity required. 

2. Nominal Size. 

3. Pitch ofTPI (coarse pitch assumed unless specified.) 

4. Threadform. 

5. Right hand or left hand (right hand assumed unless specified.) 

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

7. Class of fit required. 

8. Material to be threaded. 

9. Depth of hole. 

I 0. Type of hole. 

I I . 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. 

For better price and delivery, special taps are normally made from ISO, DIN or JIS blanks held in stock. lfthis is unsuitable please 
supply overall dimensions or preferably drawings giving all relevant details. 
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• MliAW'DA TOOlS 
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. Too Short 

Chip Packing a) Use spiral fluted taps. 
b) Reduce number of flutes to increase 

space for chips. 

Wrong Cutting a) Select the correct cutting face angle. 
Angle 

c) If tapping a blind hole, allow the extra 
depth for chamfer or reduce the 
chamfer length. 

d) Use proper lubricant. 

Galling a) Use thread relieved taps. 
b) Reduce land width. 
c) Use proper surface treated taps like 

steam tempered or TIN coated. 

Galling a) Use proper surface treated taps like 
steam tempered or TIN coated. 

b) Use proper cutting lubricant. 

d) Use over size drill. 
e) Obtain proper alignment between 

tap and work. 

c) 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 
tom or rough threads. 

TOOLUFE 
Breakage 

d) Use pitch control tapping. 
e) Use proper tapping machine with 

suitable power. 
f) Avoid mis alignment of the tap with 

respect to workpeice. 

Incorrect a) Avoid chip packing in the flutes of 
Tap Selection bottom of the hole. 

b) Use sprial fluted taps for blind holes. 
c) Use proper surface treated taps like 

steam tempered or TIN coated. 

Under Size Pitch Diameter 

Incorrect Tap a) Use oversize taps for 
i) Cutting materials such as copper alloy, 

aluminium alloy and cast iron. 
b) Use proper chamfer angle. 

Excessive a) Use larger drill size. 
Tapping Torque b) Increase the chamfer length. 

c) lncreae cutting angle. 
d) Apply a tap with more thread relief 

and reduced land width. 
c) 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~ the hole and tapered hole. 

out of the hole. c) Use floating tap holder. 
d) Use tapping holder with torque adjustment. 

TOOLUFE e) Avoid hitting bottom of the hole with tap. 

Wear 

Incorrect a) Apply specially designed taps for tapping 
Tap Selecton high tensile materials. 

b) Change to a type of high- speed tap that 

Tool Condition a) Do not grind the bottom of the flute. 
b) Avoid too narrow land width 
c) Regrind tool more frequently. 

contains vanadium. 
c) Use proper surface treated taps like 

Edge 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. c) Avoid sudden return or reverse in 

d) Use largerhole size. blind hole tapping. 

151 



M MliAIDA TOOlS 
DATA SHEET FOR TAP 

B~nchName: _____________________ DareofVIs~: ______________________________ __ 

Name of Person : Contact Person : ------------------------------
Name of Customer & Address : ---------------------------------------------------

TeleNo · .. Fax No· E-mail· 

Sr. No. Required Details 
Tap Sizes 

I 2 3 4 

1 Tap Size & Pitch 

2 Tap Material 

3 Dimensions: Fl Length,OAL,Sh Dia 

4 Thread Form Metric I BSW I Other 

5 Thread Type ( Right I Left ) 

6 Type of Tap ( Straight, Spiral, SPPT) 

7 Spiral Tap -Angle 

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

9 Work Piece Name I Material 

10 Hardness I Strength 

11 Type of Hole (Blind/Through) 

12 Depth of Thread & Hole 

13 Tapping ( Verticai/Horizantal ) 

14 Cutting Speed I 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 I 904,GIOC INDUSTRIAL ESTATE,ANKLESHWAR,GUJARAT-393 002. 

PHONE: (02646) 326767,321832,227162,252368,239707 FAX: (02646) 251326 MOB: 093130 23480 
-MAIL ID : marketing@mirandatools.net, miranda1 @narmada.net.in WEBSITE : www.mirandatools.in 

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