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Features and Benefits

AMEC AccuPort 432™ Port Contour Cutters are produced to strict
manufacturing tolerances. This provides the customer with the assurance that
the forms produced are within the finish tolerances of each specification.

Drill and finish forms port in ONE operation

Patent Pending Design

* For ports and stud ends with straight threads and o-ring sealing
Eliminates the need for pre-drilling

Allows for efficient set-up and production time

Saves on tool cost

Replaceable insert design eliminates regrinding and resetting

AccuPort 432™ Port Contour Form Inserts provide:

« Absolute repeatability
« Excellent surface finish

Available with TIAIN Coated Inserts for longer tool life and
increased productivity.

Conforms to the following Port Standards:

« SAE J-1926/ISO11926-1, and MS16142*

« SO 6149-1/SAE J-2244/1 with ldentification Ridge
« SAE AS5202, (Formerly MilSpec MS-33649)

Through-body coolant supply is standard.

Item Number Identification Key

Imperial Port Contour Cutter: J1926-060-075F Imperial Port Form Insert:J1926-02-C5A
J1926 = SAE Port Contour Imperial Series J1926 = SAE Port Contour Imperial Series
06 = Dash Number - Tube Size 02 = Insert Number
0 =T-A®Drill Series C5 = Carbide Grade C5
075 = Shank Diameter A =TiAIN Coating
F =Flanged Shank Note: Proper cleaning of the insert pocket will insure the accuracy of this product.

*SAE J-1926 can be used in conjunction with SAE J-514 specifications.

Allied Machine & Engineering Corp. Accuport 432™ Port Contour Cutters



AMEC’s Accuport 432" Port Contour Cutters are made to

SAE J-1926-1/ISO 11926-1 see pages 2 - 3.

Detail A

ISO 6149 - 1:1993/SAE J-2241/1 with Identification Ridge see page 4.
Identification Ridge
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Detail A

SAE AS5202 - (Formerly MilSpec MS-33649) see page 5.

=

N
N\

Detail A
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Port Standards: SAE J-1926-1 / ISO 11926-1, and MS-16142

Iltem Numbers

Inserts sold separately.

Tube T-A® Drill tem Numbers Port Form Insert Item Numbers
Dash Port Contour Port Thread Super Cobalt C5 Carbide Torx Torx C5 Carbide Torx Torx
Number | Cutter Number Size (TiAIN)* (TiAIN)* Screw Driver (TIiAIN) Screw Driver
=4 | J1926-04Y-063F |7/16-20 UNF-2B || 15YA-386 TC5YA-386 | 724-T7 877 | [J1926-00-C5A | 725566 | 678
75 | J1926-052-063F |1/2-20 UNF-2B 15ZA11.5 1CBZAA15 | 7247-T7 8T-7 | [ J1926-02-C5A | 72556-T8 | 8T-8
T6 | J1926-060-075F |9/16-18 UNF2B || 150A-13 TCB0A-13 | 72567-T8 | 8T8 || J1926-02-C5A | 72556-T8 | 8T-8
T8 | J1926-080-075F |3/4-16 UNF-2B 150A-0022 1C50A-0022 | 72567-T8 | 8T-8 | | J1926-07-C5A | 72556-T8 | 8T8
0 | J1926-101-100F |7/8-14 UNF-2B 151A-205 1C51A-205 | 7375-T9 8T-0 | [ J1926-07-C5A | 72556-T8 | 8T-8
A2 | J1926-122-125F |1 1/16-12 UN-2B || 152A-25 1C52A25  |7495-T15 | 8T-15 || J1926-08-C5A | 7375-T9 | 8T-9
44 | J1926-142-125F |13/16-12 UN-2B || 152A-28 1C52A28 | 7495-T15 | 8T-15 | | J1926-08-C5A | 7375-T9 | 819
6 | J1926-162-125F [15/16-12 UN-2B || 152A-31 1C52A-31  |7495-T15 | 8T-15 || J1926-08-C5A | 7375-T9 | 8T-9
20 | J1926-203-150F |1 5/8-12 UN-2B 153A-39 1C53A-30  |7514-T20 | 8T-20 || J1926-10-C5A | 7375-T9 | 8T-9
24 | J1926-243-150F |1 7/8-12 UN-2B 153A-45 5 1C53A455 |7514-T20 | 8T-20 | | J1926-10-C5A | 7375-T9 | 819
32 | J1926-324-150F |2 1/2-12 UN-2B 154A-61.5 N/A 7514-T20 | 8720 || J1926-12-C5A | 7375-T9 | 8T-9
- L3 -
- LS L} La -
Patent Pending
Indicates metric dimension
A **L1 B C L2 L3 L4 D L5 L6
Spotface
Seal to
Tube Dash Port Contour 0 Minor Dia.| Spotface | Seal |SealAngle| Angle |Total Head| Shoulder | Shank Shank
Number Cutter Number Port Thread Size Minor Dia. | Length Dia. Angle Dia. Length Length Length Dia. Length OAL
98 | 740 [ 274 [ 72 [ 125 | 27 | 388 | 228 | 159 | 476 | 864
-4 | J1926-04Y-063F | 7/16-20 UNF-2B | ® =5es 65557 1 0.841 | 12° | 0.490 | 0.106 | 1.527 | 0.896 | 0.625 | 1.875 | 3.402
15 | 140 | 230 | 12° | 141 | 2.7 | 388 | 224 | 159 | 47.6 | 864
-5 | J1926-052-063F | 1/2-20 UNF-2B | ® =5oa1=65557 1 0.004 | 12° | 0553 | 0.106 | 1.527 | 0.881 | 0.625 | 1.875 | 3.402
130 | 155 | 24,6 | 12° | 157 | 2.7 | 472 | 29,0 | 194 | 50 | 97.2
-6 | J1926-060-075F | 9/16-18 UNF-2B | ® =555 1=5616 1 0.069 | 12° | 0.618 | 0.106 | 1.857 | 1.144 | 0.750 | 1.969 | 3.626
75 [ 175 | 30,7 | 15° | 207 | 2.7 | 503 | 292 | 194 | 50 | 1004
-8 | J1926-080-075F | 3/4-16 UNF-2B | ® =5eae 165689 [ 1.207 | 15° | 0.813 | 0.106 | 1.982 | 1.150 | 0.750 | 1.969 | 3.951
205 | 200 | 340 | 15° | 240 | 2.7 | 544 | 30,1 | 254 | 57,9 | 1123
10| J1926-101-100F | 7/8-14 UNF-2B | ® =507 15787 [ 1.330 | 15° | 0.945 | 0.106 | 2.140 | 1.185 | 1.000 | 2.281 | 4.421
250 | 230 | 424 | 15° | 292 | 35 | 674 | 3890 | 31,8 | 57,9 | 125.0
12| J1926-122-125F | 11/16-12UN-2B | ® =552 165506 | 1.657 | 15° | 1.150 | 0.138 | 2.640 | 1.530 | 1.250 | 2.281 | 4.921
28,0 | 230 | 453 | 15° | 324 | 35 | 674 | 382 | 31,8 | 57.9 | 125.0
14| J1926-142-125F | 13/16-12UN-2B | ® =05 1=57006 T 7.783 | 15° | 1.276 | 0.138 | 2.640 | 1.504 | 1.250 | 2.281 | 4.921
31,0 | 230 | 485 | 15° | 356 | 35 | 674 | 3756 | 31,8 | 57,9 [ 125.0
16| J1926-162-125F | 15/16-12UN-2B | ® —=00—1=57006 T 7.007 | 15° | 1.400 | 0.138 | 2.640 | 1.477 | 1.250 | 2.281 | 4.921
39,0 | 230 | 587 | 15° | 436 | 35 | 77.8 | 46,6 | 381 | 683 | 146.0
-20 | J1926-203-150F | 15/8-12UN-2B | ® = eae=5006 12,309 | 15° | 1.715 | 0.138 | 3.062 | 1.835 | 1.500 | 2.688 | 5.750
455 | 230 | 650 | 15° | 499 | 35 | 77.8 | 452 | 381 | 683 | 146.0
-24 | J1926-243-150F | 17/8-12UN-2B | ® 253157906 | 2.559 | 15° | 1.965 | 0.138 | 3.062 | 1.778 | 1.500 | 2.688 | 5.750
615 | 230 | 880 | 15° | 658 | 35 | 968 | 60.8 | 38,1 | 683 | 1651
-32 | J1926-324-150F | 21/2-12UN-2B | ® 5550157006 | 3.465 | 15° | 2589 | 0.138 | 3.812 | 2.393 | 1.500 | 2.688 | 6.500

* T-A® Drill Inserts available with various coatings and geometries.
Please see T-A°® Drilling System Catalog.

[l Availability Codes

@ Stocked. Subject to prior sale.

O Currently stocked in limited quantities. Advanced
planning is recommended.

A Non-stocked Standard Delivery

** AccuPort 432 ™ Port Contour Cutters are available with
extended pilot (L1). Please see page 3.
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Port Standards: SAE J-1926-1 / ISO 11926-1, and MS-16142

with extended minor diameter lengths (L1)

-

i
: Patent Pending
Indicates metric dimension b Ly
A L1 B C L2 L3 L4 D L5 L6
TubeDash Port Contour . i Minor Dia. | Spotface | Seal  [seal Angle Asriqall«le Total Head Sgﬁgﬁeﬁo Shank | Shank
Number Cutter Number Port Thread Size Minor Dia. | Length Dia. Angle Dia. Length Length Length Dia. Length OAL
-4 | X1926-04Y-063F | 7/16-20 UNF-28 | A [t oo 13 Db | odes o ooss 0oss B [ Sens
-5 | X1926-052-063F | 11220 UNF28 | A [ -oom 200 13 055 odes T oo ooss 1 B [ ens
-6 | X1926-060-075F |9/16-18 UNF-28 | A [l 13 oais | odes oo |t 070 | Toba [ 406
-8 | X1926-080-075F |3/4-16 UNF28 | A [l 30020 12 oo odes | 25 i te 070 | Toba [ 4o0r
0 | X1926-101-100F |7/8-14 UNF28 | A [red 200220 12 Goi5 | otes | 2300 | rhs | o | o460t
12 | X1926-122-125F |11/16-12 UN-28 | A [Fo 0 -Eo 1 12 e o135 | 2as0 | os0 1 ioho | oast 505t
4 | X1926-142-125F |13/16-12 UN-28 | A [0 -EE 100 12 o 0135 | 2as0 | oba | ioho | oasT 5a3T
16 | X1926-162-125F |1 5/16-12 UN-2B | A [—Po -1 12 Ao 0135 | 2as0 | a1 ioho | oas T 5a5t
20 | X1926-203-150F |1 5/8-12UN-2B | A [—Peii 200 12 o35 1 531o a5 1 ieo0 | 20es | 5000
24 | X1926-243-150F | 17/8-12 UN-2B | & [0 R e ob0 | 2656 | 5.000
32 | X1926-324-150F |2 11212 UN-2B | & [ s s o00 | 2056 | 6750

Made to order tool specifications - Priced on Request

Fax or mail a copy of the table below to AMEC’s Application Engineering Department (330) 364-7666 to receive
pricing for a made to order AccuPort 432™ Port Contour Cutter.

LT

A
L
A L1 B L5 D L6 L7
Spotface to
Tube Dash Minor Dia. | Spotface | Shoulder Shank Shank
Number Specification Port Thread Size | Minor Dia. Length Dia. Length Dia. Length OAL
O J1926
O SO 6149
O AS5202
O SO 6149
(without ridge)
Company Name Contact Name Telephone
Distributor Name Fax
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Port Standards: ISO 6149-1:1993, SAE J-2244/1

Item Numbers Inserts sold separately.
Tube T-A® Drill Item Numbers Port Form Insert Item Numbers
Dash Port Contour Port Thread Super Cobalt | C5 Carbide Torx Torx C5 Carbide Torx Torx

Number Cutter Number Size (TiAIN)* (TiAIN)* Screw Driver (TiAIN) Screw Driver
-4 6149-04RY-16FM M12 X 1.5 15YA-10.5 1C5YA-10.5 | 724-T7 8T-7 6149-03R-C5A | 72556-T8 | 8T-8
-5 6149-05RZ-16FM M14 X 1.5 15ZA-12.5 1C5ZA-12.5 | 7247-T7 8T-7 6149-03R-C5A | 72556-T8 | 8T-8
-6 6149-06R0-20FM M16 X 1.5 150A-14.5 1C50A-14.5 | 72567-T8 | 8T-8 6149-03R-C5A | 72556-T8 | 8T-8
-8 6149-08R0-20FM M18 X 1.5 150A-16.5 1C50A-16.5 | 72567-T8 | 8T-8 6149-03R-C5A | 72556-T8 | 8T-8
-10 6149-10R1-25FM M22 X 1.5 151A-20.5 1C51A-20.5 | 7375-T9 8T-9 6149-03R-C5A | 72556-T8 | 8T-8
-12 6149-12R2-32FM M27 X 2 152A-25 1C52A-25 7495-T15 | 8T-15 6149-06R-C5A | 72556-T8 | 8T-8
-14 6149-14R2-32FM M30 X 2 152A-28 1C52A*-28 7495-T15 | 8T-15 6149-06R-C5A | 72556-T8 | 8T-8
-16 6149-16R2-32FM M33 X 2 152A-31 1C52A-31 7495-T15 | 8T-15 6149-09R-C5A 7375-T9 8T-9
-20 6149-20R3-40FM M42 X 2 153A-40 1C53A-40 7514-T20 | 8T-20 6149-11R-C5A 7375-T9 8T-9
-24 6149-24R3-40FM M48 X 2 153A-46 1C53A-46 7514-T20 | 8T-20 6149-11R-C5A 7375-T9 8T-9
-32 6149-32R4-40FM M60 X 2 154A-58 N/A 7514-T20 | 8T-20 6149-09R-C5A 7375-T9 8T-9

- LG -
ke L3 -
- LS - L4 - . - .
Seal cC
Angle
B
| - 'Y
— A Patent Pending
L §
o
B 3 .
- . L2
Indicates metric dimension L e
A L1 B C L2 L3 L4 D L5 L6
Tube Spotface
Dash Port Contour Port Thread | Spotface s Seal to
. 0 Minor Dia. Dia. eal |sealAngle| Angle |Total Head| Shoulder | Shank Shank
Number | Cutter Number Size Minor Dia. | Length | wiridge | Angle Dia. Length | Length Length Dia. Length OAL

10,5 14,0 24,0 15° 13,8 2,4 38,8 22,6 16,0 41,9 80,7
0.413 | 0.551 | 0.945 15° 0.543 | 0.094 | 1.527 | 0.890 | 0.630 | 1.650 | 3.177
12,5 14,0 26,0 15° 15,8 2,4 38,8 22,2 16,0 41,9 80,7
0.492 | 0.551 | 1.024 15° 0.622 | 0.094 | 1.527 | 0.872 | 0.630 | 1.650 | 3.177
14,5 15,5 28,0 15° 17,8 2,4 47,2 28,7 20,0 41,9 89,1
0.571 | 0.610 | 1.102 15° 0.701 | 0.094 | 1.857 | 1.130 | 0.787 | 1.650 | 3.507
16,5 17,0 30,0 15° 19,8 2,4 50,3 29,9 20,0 41,9 92,2
0.650 | 0.669 | 1.181 15° 0.780 | 0.094 | 1.982 | 1.178 | 0.787 | 1.650 | 3.632
20,5 18,0 34,0 15° 23,8 2,4 54,4 32,1 25,0 58N 107,5
0.807 | 0.709 | 1.339 15° 0.937 | 0.094 | 2.140 | 1.264 | 0.984 | 2.091 | 4.231
25,0 22,0 40,0 15° 29,4 S 67,1 8O0 32,0 57,9 | 125,0

-4 6149-04RY-16FM M12X15 | @

-5 6149-05RZ-16FM M14X15 | @

-6 6149-06R0-20FM M16 X1.5 | @

-8 6149-08R0-20FM M18X15 | @

-10 6149-10R1-25FM M22X15 | @

12| 6149-12R2-32FM M27X2 | ® 5984 [ 0.866 | 1575 | 15° | 1.157 | 0.122 | 2.640 | 1.570 | 1.260 | 2.280 | 4.920
14 | 6149-14R2-32FM M0 X2 e 12.?’002 02.§é06 14.22303 12 1?%746 0.31';2 2%1110 1?21123 1%600 25?;3390 1.2952'8
16 | 6149-16R2-32FM M33X2 e 1\2’200 02.§é06 14.3'209 12 ﬁg& 0.31';2 2%1110 1?2’157 1%600 25?;3390 1.2952'8
20 | 6149-20R3-40FM Ma2x2 e 14.2’705 oz.géss 262602 12 14.‘712148 0.31';2 37.82382 14.31196 14.2’705 27.8’610 2;1872’2
24 | 6149-24R3-40FM MigX2 e 14.2’101 oz.gé04 2?2&908 12 15.8,8421 0.31';2 37.82382 14.2’904 14.2’705 27.8’610 2;1872’2
32 | 6149.32R440FM 60X 2 | e 580 [ 275 [ 760 | 15° | 624 | 3,1 | 96,8 | 57,1 | 40,0 | 70.1 | 166,9

2.283 | 1.083 | 2.992 15° 2457 | 0122 | 3.812 | 2.247 | 1.575 2.7’60 6.57’2

* T-A® Drill Inserts available with various coatings and geometries. |:| Availability Codes
Please see T-A® Drilling System Catalog.

AccuPort 432™ Port Contour Cutters without identification ridge

are available and priced on request.

For tools made to your requirements see page 3 for details. A

@ Stocked. Subject to prior sale.

O Currently stocked in limited quantities. Advanced
planning is recommended.

Non-stocked Standard Delivery
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Port Standards: SAE AS5202 (Formerly MilSpec MS-33649)

Item Numbers

Inserts sold separately.

Tube T-A® Drill tem Numbers Port Form Insert Item Numbers
Dash Port Contour Port Thread Super Cobalt C5 Carbide Torx Torx C5 Carbide Torx Torx
Number Cutter Number Size (TiAIN)* (TiAIN)* Screw | Driver (TiAIN) Screw Driver
~Z4 | AS5202-04Y-063F | 7/16-20 UNJF-3B || 15YA-.386 TC5YA-386 | 72417 | 677 || AS5202-04-C5A | 72556-T8 | 8T8
T5 | AS5202-057-063F | 1/2-20 UNJF-3B 157A- 451 1C5ZA-451 |7247-T7 | 877 || AS5202-05-C5A | 72556-T8 | 8T-8
6 | AS5202-062-075F |9/16-18 UNJF-3B || 15ZA-.506 1C5ZA-506 |7247-T7 | 8T8 || AS5202-06-C5A | 72556-T8 | 8T8
-8 | AS5202-080-075F |3/4-16 UNJF-3B 150A-0022 1C50A-0022 |72567-T8 | 8T-8 || AS5202-08-C5A | 72556-T8 | 8T-8
70 | AS5202-101-100F |7/8-14 UNJF-3B 151A-.801 1C51A-801 |7375-T9 | 879 || AS5202-10-C5A | 7375-T9 | 8T-9
2 | AS5202-122-125F |1 1/16-12 UNJ3B || 152A-976 1C52A-976 | 7495-T15 | 8T-15 | | AS5202-12-C5A | 7495-T15 | 8T-15
14 | AS5202-142-125F |1 3/16-12 UNJ-3B || 152A-28 1C52A-28 | 7495-T15 | 8T-15 | | AS5202-14-C5A | 7495-T15 | 8T-15
16 | AS5202-162-125F | 15/16-12 UNJ-3B || 152A-1.226 | 1C52A-1.026 | 7495-T15 | 8T-15 | | AS5202-16-C5A | 7495-T15 | 8T-15
20 | AS5202-203-150F |1 5/8-12 UNJ-3B 153A-39 1C53A-30 | 7514-T20 | 8720 | | AS5202-20-C5A | 7495-T15 | 8T-15
24 | AS5202-243-150F | 1 7/8-12 UNJ-3B 153A-45 5 1C53A-455 |7514-T20 | 8120 | | AS5202-24-C5A | 7495-T15 | 8T-15
32 | AS5202-324-150F |2 1/2-12 UNJ-3B 154A-2.413 N/A 7514-T20 | 8720 | | AS5202-32-C5A | 7495-T15 | 8T-15
- LE -
- LS L] L4 Ll
Soal
o Lz = Angla
'y
T & |
ABECD Patent Pending
Ty ¥
L
- - L2
Indicates metric dimension L
A L1] B | L2 c D L3 | L4 E | L5 | L6
Spotface
Tube Minor Seal to Total
Dash Port Contour 0 Dia. Pilot Pilot Seal Angle |Spotface | Shoulder | Head | Shank | Shank
Number Cutter Number Port Thread Size Dia. | Length Dia. Length | Angle Dia. Dia. Length | Length | Dia. |Length| OAL
9.80 [ 16,79 | 1153 | 241 | 60° [ 14,34 | 22,23 | 22.76 | 41,58 | 75,88 | 47,63 | 89,20
- 4 | AS5202-04Y-063F | 7/16-20 UNJF-3B | ® N30 536570454 | 0.083 | 60° | 0.564 | 0.875 | 0.896 | 1.637 | 0.625 | 1.875 | 3.512
11,45 | 16,79 [ 13,13 | 2,11 | 60° | 15,88 | 23,07 | 22,39 | 41,58 | 15,88 | 47,63 | 89,20
- 5 | AS5202-05Z-063F | 1/2-20 UNJF-3B | ® 535525657 [ 0.517 | 0.083 | 60° | 0.625 | 0.916 | 0.882 | 1.637 | 0.625 | 1.875 | 3.512
12,85 | 18,14 | 14,73 | 2,11 | 60° | 17,46 | 24,87 | 28,43 | 49,28 | 19,05 | 50,01 | 99,29
- 6 | AS5202-06Z-075F | 9/16-18 UNJF-3B | ® N385 792 [ 0.580 | 0.083 | 60° | 0.688 | 0.979 | 1.119 | 1.940 | 0.750 | 1.969 | 3.909
17,46 | 21,31 [ 19,53 | 2,39 | 60° | 22,23 | 30,43 | 28,57 | 53,562 | 19,05 | 50,01 [103,53
- 8 | AS5202-080-075F | 3/4-16 UNJF-3B | ® N33 5835 0.769 | 0.094 | 60° | 0.875 | 1.198 | 1.125 | 2.107 | 0.750 | 1.969 | 4.076
20,35 | 23,75 | 22,76 | 2,72 | 60° | 25,46 | 34,39 | 30,19 | 58,17 | 25,40 | 57,94 | 116,10
-10 | AS5202-101-100F | 7/8-14 UNJF-3B | ® 35065935 [ 0.896 | 0.107 | 60° | 1.002 | 1.354 | 1.189 | 2.290 | 1.000 | 2.281 | 4.571
24.80 | 27,15 [ 27,58 | 3,18 | 60° | 31,42 | 41,53 | 37,94 | 70,23 | 31,75 | 57,94 [128,17
12| AS5202-122-125F | 11/16-12UNJ-3B | ® IN5575 559 [ 1.086 | 0.125 | 60° | 1.237 | 1.635 | 1.494 | 2.765 | 1.250 | 2.081 | 5.046
28,00 | 27,15 [ 30,76 | 3,18 | 60° | 34.61 | 45,00 | 37,22 | 70,23 | 31,75 | 57,94 [128,17
-14 | AS5202-142-125F | 13/16-12 UNJ-3B | A 56517069 | 1.211 | 0.125 | 60° | 1.363 | 1.775 | 1.465 | 2.765 | 1.250 | 2.281 | 5.046
31,15 [ 27,15 | 33,93 | 3,18 | 60° | 37,77 | 48,77 | 36,51 | 70,23 | 31,75 | 57,94 [128.17
-16 | AS5202-162-125F | 15/16-12 UNJ-3B | ® 5555559 [ 1.336 | 0.125 | 60° | 1.487 | 1.920 | 1.437 | 2.765 | 1.250 | 2.281 | 5.046
39,00 [ 28,47 | 41,86 | 3,18 | 60° | 45,60 | 57,01 | 44,32 | 80,95 | 38,10 | 68,28 | 149,23
-20 | AS5202-203-150F | 15/8-12UNJ-3B | ® 5 oae 5501648 [ 0.125 | 60° | 1.799 | 2.280 | 1.745 | 3.187 | 1.500 | 2.688 | 5.875
4550 | 28,75 [ 48,21 | 3,18 | 60° | 52,07 | 6528 | 42,58 | 80,95 | 38,10 | 68,28 [149,23
-24 | AS5202-243-150F | 17/8-12UNJ-3B | A[55577935 [ 1.898 | 0.125 | 60° | 2.050 | 2.570 | 1.676 | 3.187 | 1.500 | 2.688 | 5.875
61,30 | 34,87 | 64,11 | 3,18 | 60° | 67,07 | 88,65 | 45,78 | 93,65 | 38,10 68,28 [161,93
-32 | AS5202-324-150F | 21/2-12UNJ-3B | A [0 373 5504 [ 0.125 | 60° | 2.676 | 3.490 | 1.802 | 3.687 | 1.500 | 2.688 | 6.375

*T-A® Drill Inserts available with various coatings and geometries.

Please see T-A® Drilling System Catalog.
For tools made to your requirements see page 3 for details.

[] Availability Codes
@ Stocked. Subject to prior sale.

O Currently stocked in limited quantities. Advanced

planning is recommended.
A Non-stocked Standard Delivery
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Recommended Speeds and Feeds
HSS and Carbide - Inch

Drilling Parameters for Port Contour Cutters
HSS Feed Rates (IPR) for Drill Insert Series
Tube Number | Tube Number | Tube Number | Tube Number Tube Number | Tube Number
Material Tool 4-5 6-8 10 12-16 20-24 32
Hardness | Steel | TiN [ TIAIN | TICN | T-A® Series T-A® Series T-A® Series T-A® Series T-A® Series T-A® Series
MATERIAL (BHN) Grade [SFM| SFM | SFM Y-Z 0 1 2 3 4
100-150 | HSS | 200| 280 260 .007 .010 .013 .016 .020 .023
Free Machining Steel 150-200 | HSS | 180| 260 235 .007 .010 .013 .016 .020 .023
1118, 1215, 12114, etc. 200-250 | HSS | 160| 240| 210 .006 .010 .013 .016 .020 .023
85-125 HSS | 170 | 250 | 220 .006 .009 .012 .015 .019 .023
Low Carbon Steel 125-175 | HSS | 160 | 240 210 .006 .009 .012 .015 .019 .023
1010, 1020, 1025, 1522, 175-225 | HSS | 150 | 225| 195 .005 .008 .010 .014 .018 .021
1144, etc. 225-275| HSS | 140| 210| 180 .005 .008 .010 .014 .018 .021
125-175 | HSS | 160 | 240 210 .006 .009 .012 .015 .019 .023
Medium Carbon Steel 175-225 | HSS | 150 | 225| 195 .005 .008 .010 .014 .018 .021
1030, 1040, 1050, 1527, 1140, | 225-275 | HSS | 140| 210| 180 .005 .008 .010 .014 .018 .021
51, etc. 275-325 | SC,PC | 130| 195| 170 .004 .007 .009 .012 .016 .019
125-175 | HSS | 150 210| 195 .006 .008 .010 .014 .017 .019
175-225 | HSS | 140( 195| 180 .005 .008 .010 .014 .017 .019
225-275| HSS | 130| 180| 170 .005 .007 .010 .014 .017 .019
Alloy Steel 275-325 | SC,PC | 120| 170| 155 .004 .006 .009 .012 .015 .017
4140, 5140, 8640, etc. 325-375 | SC,PC | 110| 155| 145 .003 .006 .009 .012 .015 .017
225-300 | SC,PC | 80| 110| 100 .005 .007 .009 .010 .014 .017
High Strength Alloy 300-350 | SC,PC | 60 85 80 .004 .007 .009 .010 .014 .017
4340, 4330V, 300M, efc. 350 - 400 PC 50 70 65 .003 .006 .008 .009 .012 .015
100-150 | HSS | 140 200 180 .006 .010 .012 .014 .018 .021
Structural Steel 150-250 | HSS |[ 120 170| 155 .005 .009 .010 .012 .016 .019
A36,A285,A516, efc. 250-350 | SC,PC | 100| 140| 130 .004 .008 .009 .010 .014 .017
High Temp. Allo% 140-220 | SC,PC | 30 40 85 .003 .007 .008 .010 .012 .015
Hastelloy B, Inconel 600, etc. | 220 - 310 PC 25 35 30 .003 .006 .007 .008 .010 .012
Stainless Steel 135-185 | HSS 75| 105 95 .006 .008 .009 .011 .014 .016
303,416,420, 17-4 PH, efc. 185-275 | HSS 60 90 80 .005 .007 .008 .010 .012 .014
Tool Steel 150 - 200 SC 80| 110 105 .004 .006 .008 .010 .012 .015
H-13,H-21,A4,0-2,S-3,efc. | 200-250 | SC,PC | 60 90 85 .004 .006 .008 .010 .012 .015
30 HSS | 600| 850 (| 750 .008 .013 .016 .020 .022 .025
Aluminum 180 HSS | 300| 450| 400 .008 .013 .016 .018 .022 .025
120-150 | HSS | 170| 250 220 .007 .012 .016 .020 .024 .027
150-200 | HSS | 150 225| 195 .006 .01 .014 .018 .022 .025
200-220 | HSS | 180| 195| 170 .006 .009 .012 .016 .018 .021
Cast Iron 220-260 | SC,PC | 110| 165| 145 .005 .007 .009 .012 .014 .017
Gray, Ductile, Nodular 260-320 | SC,PC | 90| 135| 120 .004 .006 .007 .009 .012 .014
Drilling Parameters for Port Contour Cutters
CARBIDE Feed Rates (IPR) for Drill Insert Series
Tube Number Tube Number Tube Number Tube Number Tube Number
Material 4-5 6-8 10 12-16 20 - 24
Hardness Carbide TiN | TIAIN | T-A® Series T-A°® Series T-A® Series T-A® Series T-A°® Series
MATERIAL (BHN) Grade SFM | SFM Y-Z 0 1 2 3
100 - 150 C5/P40 320 420 .008 .012 .015 .018 .021
Free Machining Steel 150 - 200 C5/P40 280 360 .007 .011 .014 .016 .019
1118, 1215, 1214, etc. 200 - 250 C5/P40 260 340 .006 .010 .013 .015 .017
85 -125 C5/P40 300 390 .008 .010 .013 .017 .019
Low Carbon Steel 125-175 C5/P40 260 340 .007 .010 .013 .016 .018
1010, 1020, 1025, 1522, 175 - 225 C5/P40 240 310 .006 .009 .012 .015 .017
44, etc. 225 - 275 C5/P40 210 270 .005 .009 .012 .015 .017
125-175 C5/P40 260 340 .007 .010 .013 .016 .018
Medium Carbon Steel 175 - 225 C5/P40 240 310 .006 .009 .012 .015 .017
1030, 1040, 1050, 1527, 1140, 1151, | 225 - 275 C5/P40 210 270 .006 .009 .012 .015 .017
efc. 275 - 325 C5/P40 180 230 .005 .008 .011 .014 .016
125-175 C5/P40 250 325 .007 .010 .013 .016 .018
175 - 225 C5/P40 230 300 .006 .009 .012 .015 .017
225 - 275 C5/P40 210 270 .006 .009 .012 .015 .017
Alloy Steel 275 - 325 C5/P40 200 250 .005 .008 .011 .014 .016
4140, 5140, 8640, efc. 325-375 C5/P40 170 220 004 007 010 013 .015
225 - 300 C5/P40 160 200 .006 .009 .010 .012 .015
High Strength Alloy 300 - 350 C5/P40 140 180 .005 .008 .009 .011 .014
4340, 4330V, 300M, efc. 350 - 400 C5/P40 120 160 .004 .007 .008 .010 .012
100 - 150 C5/P40 240 310 .008 .011 .014 .016 .018
Structural Steel 150 - 250 C5/P40 200 250 .006 .010 .012 .014 .016
A36,A285,A516, efc. 250 - 350 C5/P40 180 230 .005 .009 .011 .012 .014
High Temp. Allo 140 - 220 C2/K20 80 105 .004 .007 .009 .011 .013
Hastelloy B, Inconel 600, etc. 220 - 310 C2/K20 60 85 .004 .006 .008 .010 .012
Stainless Steel 135-185 C2/K20 160 210 .007 .009 .012 .014 .016
303,416,420, 17-4 PH, efc. 185 - 275 C2/K20 120 160 .006 .008 .011 .012 .014
Tool Steel 150 - 200 C5/K20 160 220 .004 .007 .009 .011 .013
H-13,H-21,A4, 0-2, S-3, efc. 200 - 250 C5/K20 120 170 .004 .007 .009 .01 .013
30 C2/K20 1200 | 1500 .010 .015 .018 .020 .022
Aluminum 180 C2/K20 800 | 1000 .009 .013 .016 .018 .020
120- 150 |C2/K20, C3/K10 | 320 460 .008 .012 .015 .019 .023
150 - 200 |C2/K20, C3/K10 | 270 400 .007 .011 .013 .017 .021
200 -220 |C2/K20, C3/K10 | 240 360 .006 .009 .012 .015 .018
Cast Iron 220-260 |G2/K20, C3/K10 | 210 310 .005 .008 .011 .013 .015
Gray, Ductile, Nodular 260 -320 |C2/K20,C3/K10| 180 | 270 005 007 010 011 .013

* Parameters shown are only starting points. Speed should be calculated using the drill diameter. Due to the short drill distance required, speed and feed rates can
possibly be elevated. Coolant through the cutter is preferred. Flood, Mist or Air coolant can also be used. No spot drilling, pre-drilling, or dwell required.
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Coolant Recommendations

HSS and Carbide - Inch

Coolant through the cutter is preferred. Flood, Mist or Air coolant can also be used.

Drilling Parameters for Port Contour Cutters
Coolant Pressure (PSI)
HSS Coolant Volumetric Flowrate (GPM)
Tube Number Tube Number Tube Number Tube Number Tube Number Tube Number
Material 4-5 6-8 10 12-16 20 - 24 32
Hardness T-A® Series T-A® Series T-A® Series T-A® Series T-A® Series T-A® Series
MATERIAL (BHN) Y-Z 0 1 2 3 4
Free Machining Steel 175- 185 100 - 120 105 - 140 80 - 115 75 -100 40 -50
1118, 1215, 12L14, efc. 100 - 250 25-26 2.8-3.0 4.4-52 7-8 12-14 30 - 33
Low Carbon Steel 165 - 170 75-90 75-95 60 - 80 55-75 30-40
1010, 1020, 1025, 1522, 1144, etc. 85 -275 24-25 24-26 3.7-42 6-7 11-12 26 - 30
Medium Carbon Steel 160 - 165 70 -85 70 -90 55-75 50 -70 30-40
1030, 1040, 1050, 1527, 1140, 1151, efc. | 125 - 325 23-24 2.3-26 3.6-4.1 5-6 10-12 26 - 30
Alloy Steel 160 - 165 65-75 65 - 80 50-70 45 - 60 30-35
4140, 5140, 8640, etc. 125 - 375 23-24 22-24 3.5-39 5-6 10 - 11 26 - 28
High Strength Alloy 150 - 155 55 - 60 45 -50 25-30 25-30 20-25
4340, 4330V, 300M, efc. 225 - 400 23-24 21-22 2.9-3.1 4-5 7-8 21-23
Structural Steel 160 - 165 75 -85 65 - 80 40 -55 40 - 50 25-30
A36,A285,A516, efc. 100 - 350 23-24 24-26 3.5-39 5-6 9-10 23 -26
High Temp. Alloy 150 - 155 60 - 65 50 - 55 30-35 25-30 25-30
Hastelloy B, Inconel 600, efc. 140 - 310 23-24 22-23 3.1-3.2 4-5 7-8 23 -26
Stainless Steel 165 - 170 70 -85 65-75 40 -55 40 - 50 25-30
303,416,420, 17-4 PH, efc. 135 - 275 24-25 2.3-26 3.5-37 5-6 9-10 23 -26
Tool Steel 150 - 155 55 - 60 45 -50 25-30 25-30 20-25
H-13,H-21,A4,0-2, S-3, efc. 150 - 250 23-24 21-22 2.9-3.1 4-5 7-8 21-23
190 - 210 140 - 180 150 - 200 115 - 160 90 - 125 40 - 50
Aluminum 30 - 180 26-27 3.3-37 5.3-6.1 8-9 14-16 30 - 33
Cast Iron 155 - 160 60 - 65 50 -60 30-40 30-35 25-30
Gray, Ductile, Nodular 120 - 320 23-24 22-23 3.1-33 4-5 8-9 23 -26
Drilling Parameters for Port Contour Cutters
Coolant Pressure (PSI
CARB'DE Coolant Volumetric Flow(rate)(GPM)
Tube Number Tube Number Tube Number Tube Number Tube Number
Material 4-5 6-8 10 12-16 20-24
Hardness T-A® Series T-A® Series T-A® Series T-A® Series T-A® Series
MATERIAL (BHN) Y-Z 0 1 2 3
Free Machining Steel 195 140 160 140 155
1118, 1215, 12114, efc. 100 - 250 2.6 3.3 5.5 9 18
Low Carbon Steel 180 105 105 110 115
1010, 1020, 1025, 1522, 1144, etc. 85 - 275 2.5 2.9 4.4 8 15
Medium Carbon Steel 175 100 90 100 75
1030, 1040, 1050, 1527, 1140, 1151, efc. 125 - 325 2.5 2.8 4.1 7 13
Alloy Steel 165 85 100 75 70
4140, 5140, 8640, etc. 125 - 375 2.4 2.6 4.3 6 12
High Strength Alloy 160 65 55 40 35
4340, 4330V, 300M, etc. 225 - 400 2.4 2.3 3.2 5 8
Structural Steel 175 115 105 75 70
A36,A285, A516, etc. 100 - 350 2.5 3 4.4 6 12
High Temp. Alloy 170 105 100 95 75
Hastelloy B, Inconel 600, etc. 140 - 310 2.5 2.9 4.3 7 13
Stainless Steel 215 150 145 135 90
303,416,420, 17-4 PH, efc. 135 - 275 2.8 3.4 5.7 9 14
H-13,H-21,A4, 0-2, S-3, efc. 150 - 250 2.4 2.2 3.2 5 8
320 275 300 250 330
Aluminum 30 - 180 3.4 4.6 7.5 12 26
Cast Iron 160 70 65 50 445
Gray, Ductile, Nodular 120 - 320 2.4 2.3 3.5 5 10

Formulas: IPM = (RPM) (IPR)

SFM = (RPM) (3.14) (DIA)

12

RPM = (SFM) (12)

(3.14) (DIA)
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Recommended Speeds and Feeds

HSS and Carbide - Metric
Drilling Parameters for Port Contour Cutters
HSS Feed Rates (IPR) for Drill Insert Series
Tube Number | Tube Number | Tube Number | Tube Number | Tube Number | Tube Number
Material Tool TiN TIAIN | TiCN 4-5 6-8 10 12-16 20 -24 32
Hardness | Steel [M/min. [ M/min. [M/min.| T-A® Series | T-A®Series | T-A®Series | T-A® Series T-A® Series | T-A® Series
MATERIAL (BHN) Grade Y-Z 0 1 2 3 4
100-150 | HSS 61 86 80 0,18 0,25 0,33 0,41 0,51 0,58
Free Machining Steel 150-200 | HSS &5 80 72 0,18 0,25 0,33 0,41 0,51 0,58
1118, 1215, 12L14, etc. 200-250 | HSS 49 73 64 0,15 0,25 0,33 0,41 0,51 0,58
85-125 HSS 52 76 67 0,15 0,23 0,30 0,38 0,48 0,58
Low Carbon Steel 125-175 | HSS 49 73 64 0,15 0,23 0,30 0,38 0,48 0,58
1010, 1020, 1025, 1522, | 175-225 | HSS 46 69 60 0,13 0,20 0,25 0,36 0,46 0,53
1144, etc. 225-275 | HSS 43 64 55 0,13 0,20 0,25 0,36 0,46 0,53
125-175 | HSS 49 73 64 0,15 0,23 0,30 0,38 0,48 0,58
Medium Carbon Steel 175-225 | HSS 46 69 60 0,13 0,20 0,25 0,36 0,46 0,53
1030, 1040, 1050, 1527, 225-275 | HSS 43 64 55 0,13 0,20 0,25 0,36 0,46 0,53
1140, 1151, efc. 275-325 | SC, PC 40 60 52 0,10 0,18 0,23 0,30 0,41 0,48
125-175 | HSS 46 64 60 0,15 0,20 0,25 0,36 0,43 0,48
175-225 | HSS 43 60 55 0,13 0,20 0,25 0,36 0,43 0,48
225-275 | HSS 40 59 52 0,13 0,18 0,25 0,36 0,43 0,48
Alloy Steel 275-325 | SC, PC 37 52 47 0,10 0,15 0,23 0,30 0,38 0,43
4140, 5140, 8640, etc. 325-375 | SC, PC 34 47 44 0,08 0,15 0,23 0,30 0,38 0,43
225-300 | SC, PC 24 34 31 0,13 0,18 0,23 0,25 0,36 0,43
High Strength Alloy 300-350 | SC, PC 19 26 24 0,10 0,18 0,23 0,25 0,36 0,43
4340, 4330V, 300M, efc. 350 - 400 PC 15 21 20 0,08 0,15 0,20 0,23 0,30 0,48
100-150 | HSS 43 61 55 0,15 0,25 0,30 0,36 0,46 0,53
Structural Steel 150-250 | HSS 37 52 47 0,13 0,23 0,25 0,30 0,41 0,48
A36,A285,A516, efc. 250-350 | SC, PC 30 43 40 0,10 0,20 0,23 0,25 0,36 0,43
High Temp. Allo 140-220 | SC, PC 9 12 1 0,08 0,18 0,20 0,25 0,30 0,38
Hastelloy B, Inconel 600, efc. | 220 - 310 PC 8 11 9 0,08 0,15 0,18 0,20 0,25 0,30
Stainless Steel 135-185 | HSS 23 32 29 0,15 0,20 0,23 0,28 0,36 0,41
303,416,420, 174 PH,etc. | 185-275 | HSS 18 28 24 0,13 0,18 0,20 0,25 0,30 0,36
Tool Steel 150 - 200 SC 24 34 34 0,10 0,15 0,20 0,25 0,30 0,38
H-13,H-21,A4,0-2,S-3,etc. | 200 - 250 | SC, PC 18 18 18 0,10 0,15 0,20 0,25 0,30 0,38
30 HSS 183 260 229 0,20 0,33 0,41 0,50 0,56 0,64
Aluminum 180 HSS 91 138 122 0,20 0,33 0,41 0,46 0,56 0,64
120-150 | HSS 52 76 67 0,18 0,30 0,41 0,51 0,61 0,69
150-200 | HSS 46 69 60 0,15 0,28 0,36 0,46 0,56 0,64
200-220 | HSS 40 60 52 0,15 0,23 0,30 0,41 0,46 0,53
Cast Iron 220 -260 | SC, PC 34 50 44 0,13 0,18 0,23 0,30 0,36 0,43
Gray, Ductile, Nodular | 260 - 320 | SC, PC 27 41 37 0,10 0,15 0,18 0,23 0,30 0,36
Drilling Parameters for Port Contour Cutters
CARBIDE Feed Rates (IPR) for Drill Insert Series
Tube Number Tube Number Tube Number Tube Number Tube Number
Material 4-5 6-8 10 12-16 20-24
Hardness Carbide TiN | TIAIN T-A® Series T-A® Series T-A® Series T-A® Series T-A® Series
MATERIAL (BHN) Grade M/min. | M/min. Y-Z 0 1 2 3
100 - 150 C5/P40 96 128 0,20 0,30 0,38 0,45 0,53
Free Machining Steel 150 - 200 C5/P40 85 110 0,18 0,28 0,35 0,40 0,48
1118, 1215, 12L14, etc. 200 - 250 C5/P40 79 104 0,15 0,25 0,33 0,38 0,43
85-125 C5/P40 91 119 0,20 0,25 0,33 0,43 0,48
Low Carbon Steel 125-175 C5/P40 79 104 0,18 0,25 0,33 0,40 0,45
1010, 1020, 1025, 1522, 175 - 225 C5/P40 73 95 0,15 0,23 0,30 0,38 0,43
44, etc. 225 - 275 C5/P40 64 83 0,13 0,23 0,30 0,38 0,43
125-175 C5/P40 79 104 0,18 0,25 0,33 0,40 0,45
Medium Carbon Steel 175 - 225 C5/P40 73 95 0,15 0,23 0,30 0,38 0,43
1030, 1040, 1050, 1527, 1140, 1151, | 225 - 275 C5/P40 67 83 0,15 0,23 0,30 0,38 0,43
etc. 275-325 C5/P40 55 70 0,13 0,20 0,28 0,35 0,40
125-175 C5/P40 76 99 0,18 0,25 0,33 0,40 0,45
175 - 225 C5/P40 70 92 0,15 0,23 0,30 0,38 0,43
225 - 275 C5/P40 64 83 0,15 0,23 0,30 0,38 0,43
Alloy Steel 275 -325 C5/P40 61 76 0,13 0,20 0,28 0,35 0,40
4140, 5140, 8640, etc. 325-375 C5/P40 52 67 0,10 0,18 0,25 0,33 0,38
225 - 300 C5/P40 49 61 0,15 0,23 0,25 0,30 0,38
High Strength Allo 300 - 350 C5/P40 43 55 0,13 0,20 0,23 0,28 0,35
4340, 4330V, 300M, etc. 350 - 400 C5/P40 37 49 0,10 0,18 0,20 0,25 0,30
100 - 150 C5/P40 73 95 0,20 0,28 0,35 0,40 0,45
Structural Steel 150 - 250 C5/P40 61 76 0,15 0,25 0,30 0,35 0,40
A36,A285,A516, efc. 250 - 350 C5/P40 55 70 0,13 0,23 0,28 0,30 0,35
High Temp. Allo% 140 - 220 C2/K20 24 32 0,10 0,18 0,23 0,28 0,33
Hastelloy B, Inconel 600, etc. 220 -310 C2/K20 18 26 0,10 0,15 0,20 0,25 0,30
Stainless Steel 135-185 C2/K20 49 64 0,18 0,23 0,30 0,35 0,40
303,416,420, 17-4 PH, efc. 185 - 275 C2/K20 37 49 0,15 0,20 0,28 0,30 0,35
Tool Steel 150 - 200 C5/K20 49 67 0,10 0,18 0,23 0,28 0,33
H-13,H-21,A4,0-2, S-3, efc. 200 - 250 C5/K20 37 52 0,10 0,18 0,23 0,28 0,33
30 C2/K20 366 460 0,25 0,38 0,45 0,50 0,55
Aluminum 180 C2/K20 244 306 0,23 0,33 0,40 0,45 0,50
120 - 150 |C2/K20, C3/K10 98 141 0,20 0,30 0,38 0,48 0,58
150 - 200 |C2/K20, C3/K10 82 122 0,18 0,28 0,33 0,43 0,53
200 -220 |C2/K20, C3/K10 73 110 0,15 0,23 0,30 0,38 0,45
Cast Iron 220 -260 |C2/K20, C3/K10 64 95 0,13 0,20 0,28 0,33 0,38
Gray, Ductile, Nodular 260 - 320 |C2/K20, C3/K10 55 83 0,13 0,18 0,25 0,28 0,33

* Parameters shown are only starting points. Speed should be calculated using the drill diameter. Due to the short drill distance required, speed and feed rates can
possibly be elevated. Coolant through the cutter is preferred. Flood, Mist or Air coolant can also be used. No spot drilling, pre-drilling, or dwell required.
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Coolant through the cutter is preferred. Flood, Mist or Air coolant can also be used.

Coolant Recommendations
HSS and Carbide - Metric

Drilling Parameters for Port Contour Cutters
Coolant Pressure (KPa)
HSS Coolant Volumetric Flowrate (LPM)
Tube Number Tube Number Tube Number Tube Number Tube Number Tube Number
Material 4-5 6-8 10 12-16 20-24 32
Hardness T-A°® Series T-A°® Series T-A® Series T-A® Series T-A°® Series T-A°® Series
MATERIAL (BHN) Y-Z 0 1 2 3 4
Free Machining Steel 1200 - 1275 690 - 830 725 - 965 550 - 795 520 - 690 275 - 345
1118, 1215, 12L14, efc. 100 - 250 9,5-9,8 10,6 -11.4 16,7-19,7 26,5 - 30,3 45,4 - 53,0 114 - 125
Low Carbon Steel 1140 - 1175 520 - 620 520 - 655 415 - 550 380 - 520 205 - 275
1010, 1020, 1025, 1522, 1144, etc. 85 - 275 9,1-95 9,1-9,8 14,0-15,9 22,7 -26,5 41,6 -45,4 98 - 114
Medium Carbon Steel 1100 - 1140 480 - 585 480 - 620 380 - 520 345 - 480 205 - 275
1030, 1040, 1050, 1527, 1140, 1151, etc. | 125 - 325 8,7-9,1 8,7-9,8 13,6 - 15,5 18,9-22,7 37,9-454 98 - 114
Alloy Steel 1100 - 1140 450 - 520 450 - 550 345 - 480 310-415 205 - 240
4140, 5140, 8640, etc. 125 - 375 8,7-9,1 8,3-9,1 13,2-14,8 18,9-22,7 34,1-37,9 87 - 98
High Strength Alloy 1035 - 1070 415 - 450 345 - 380 205 - 240 170 - 205 170 - 205
4340, 4330V, 300M, efc. 225 - 400 8,7-9,1 7,9-83 11,0 - 11,7 15,1-18,9 26,5-30,3 79 - 87
Structural Steel 1100 - 1140 520 - 585 450 - 550 275 - 380 275 - 345 170 - 205
A36,A285,A516, efc. 100 - 350 8,7-9,1 9,1-9,8 13,2-14,8 18,9-22,7 34,1-37,9 87 - 93
High Temp. Alloy 1035 - 1070 415 - 450 345 - 380 205 - 240 170 - 205 170 - 205
Hastelloy B, Inconel 600, efc. 140 - 310 8,7-9,1 8,3-87 11,7 -12,1 15,1-18,9 26,5-30,3 87 - 98
Stainless Steel 1140 - 1175 480 - 585 450 - 520 275 - 380 275 - 345 170 - 205
303,416, 420, 17-4 PH, efc. 135 - 275 9,1-95 8,7-9,8 13,2-14,0 18,9-22,7 34,1-37,9 87 - 98
Tool Steel 1035 - 1070 380 - 415 310 - 345 170 - 205 170 - 205 140 - 170
H-13,H-21,A4, 0-2, S-3, efc. 150 - 250 8,7-9,1 7,9-83 11,0- 11,7 15,1-18,9 26,5-30,3 79 - 87
1310 - 1450 965 - 1240 1035 - 1580 795 - 1100 620 - 860 275 - 345
Aluminum 30 - 180 9,8-10,2 12,5-14,0 20,1-23,1 30,3 - 34,1 53,0 - 60,6 114 - 125
Cast Iron 1070 - 1100 415 - 450 345 - 415 205 - 275 205 - 240 170 - 205
Gray, Ductile, Nodular 120 - 320 8,7-9,1 8,3-87 11,7-12,5 15,1-18,9 30,3 - 34,1 87 - 98
Drilling Parameters for Port Contour Cutters
Coolant Pressure (KPa
CARBIDE Coolant Volumetric FIovérate)(LPM)
Tube Number Tube Number Tube Number Tube Number Tube Number
Material 4-5 6-8 10 12-16 20 - 24
Hardness T-A® Series T-A® Series T-A® Series T-A® Series T-A® Series
MATERIAL (BHN) Y-Z 0 1 2 3
1118, 1215, 12L14, efc. 100 - 250 12,2 16,3 25,3 41,5 71,9
1010, 1020, 1025, 1522, 1144, etc. 85 - 275 11,4 13,3 20,6 36,5 62,0
1030, 1040, 1050, 1527, 1140, 1151, etc. 125 - 325 11,3 12,5 20,0 33,8 57,0
Alloy Steel 1650 930 965 790 725
4140, 5140, 8640, etc. 125 - 375 11,1 12,3 19,3 30,0 55,8
High Strength Alloy 1450 520 410 310 275
4340, 4330V, 300M, efc. 225 - 400 10,4 9,1 12,6 18,8 33,6
Structural Steel 1585 900 790 690 520
A36,A285,A516, efc. 100 - 350 10,8 12,0 17,5 27,8 47,1
High Temp. Alloy 1650 1140 1240 1100 900
Hastelloy B, Inconel 600, etc. 140 - 310 11,1 13,5 21,9 35,4 62,0
303,416,420, 174 PH, etc. 135-275 13,0 16,3 26,3 44,2 75,0
H-13, H-21,A4, 02, S-3, efc. 150 - 250 10,4 9,1 13,6 19,7 36,5
2410 2200 2170 1965 1380
Aluminum 30 - 180 13,4 18,8 29,0 47,2 77,0
Gray, Ductile, Nodular 120 - 320 10,7 10,8 15,4 26,5 48,7

Formulas: mm/min = (RPM) (mm/rev)

M/min = (RPM) (3.14) (DIA)

1000

RPM = (M/min) (1000)
(3.14) (DIA)

Allied Machine & Engineering Corp. Accuport 432™ Port Contour Cutters




n Warehouse Locations: v/

Europe
Allied Machine & Engineering Corp. - Allied Maxcut Engineering Co. Ltd.
120 Deeds Drive » PO Box 36 » Dover, Ohio 44622-0036 B 93 Vantage Point, Pensnett Estate, e
Kingswinford, West Midlands ]y
Telephone: (330) 343-4283 DY6 7FR ENGLAND o

Toll Free USA & Canada: (800) 321-5537
Fax: (330) 602-3400

Toll Free USA & Canada: (800) 223-5140
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ASC 320™ Solid Carbide
HIGH PENETRATION DRILLS

ASC 320™ Solid Carbide Drills feature a patent-pending
geometry for 3-20 mm diameter
product range and are available in
3.5X, 6X and 9X drill depth to
diameter lengths. These High
Penetration Drills provide high
productivity and the unique
combination of its geometry and
coatings allows for use in wide range ' -
of applications.

Literature Order Number: ASC320-02

T-A® Drilling System
Our T-A® Drilling System combines premium material,
unique geometry and coatings to enable customers
to achieve the highest level of drill
performance. The two-piece design
provides the means to quickly change
worn tools, and allows production to
resume without any machine
adjustment. Customer drill insert
inventory is kept at a minimum by
the ability to interchange within a
holder series, a wide range of drill
insert sizes, materials, and coatings.

Literature Order Number: 2003USTAC

Structural Steel T-A® Drilling System
HIGH PERFORMANCE HOLDERS AND INSERTS

Designed specifically for use on
structural steel materials, this
patent-pending system delivers
Outstanding Performance and
Durability. TiAIN insert coating
allows for increased tool life and
better heat resistance while
providing better hole tolerances.
tool holders can be used with
standard T-A® Drill Inserts

Literature Order Number: SS-04

ALVANP® Reamers

The ALVAN® product line includes both monobloc and ring
style expandable reamers offered with
carbide, cermet, PCD and CBN
cutting edges and are available in
sizes from 0.228 inch to 7.898 inch
(5.8 mm to 200.6 mm) diameter. This
high performance reaming product
provides a lower cost per hole through
its high penetration rates, making it an
ideal choice for finishing holes in a
production environment.

Literature Order Number: ALV-04

T-A® Advanced QDS™
QUICK DELIVERY SPECIALS

AMEC's quick delivery concept, offers a fast and effective
way to provide reliable and cost effective solutions
for your drilling applications.
Indexable Carbide (ICS) Drills,
Chrome Helix and Bushing Drills
combined with several shank
options are available through
Advanced QDS.

Wheel Drilling System
T-A® LUG HOLE AND VALVE HOLE TOOLS

A unique drilling system designed for the Aluminum
Automotive Wheel Industry. AMEC’s
engineering staff will evaluate your
application and respond with a
quotation (through your distributor)
and a design to meet your
requirements.

Literature Order Number: 96RDAMC Literature Order Number: A-QDS2-00

High Performance and Universal Style
DRILLS, HOLDERS AND ACCESSORIES

This catalog lists the widest variety of Spade Drills and
Holders in the industry. Our TiN, TiAIN and TiCN Coated
High Performance Spade Drills
(31/32" to 5") offer a 100% to
500% INCREASE IN
PRODUCTIVITY and an
EXTENDED TOOL LIFE of

3 to 20 times over uncoated
tools.

Literature Order Number: 2003SDC
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