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Pooled expertise
With Guhring tools you can rely on the tool material, the geometry and the coating – the 
essential parameters for the efficiency of a precision tool – to be perfectly co-ordinated.
Our own carbide production, our own machine and equipment construction, our own 
coating technology as well as our own development departments ensure we maintain 
technological leadership in rotary cutting tools. Within the framework of our special tool 
production we develop optimised tools with an excellent price-performance-ratio for our 
customers. 

 

Highest productivity, excellent economic efficiency and optimum machining results are 
the principles to which we steer our products and services towards. at Guhring this is 
achieved with great success by in excess of 5000 employees world-wide. their objective 
is customer satisfaction and this makes Guhring the leading world wide manufacturer of 
rotary cutting tools.

You BEnEfIt In ManY WaYS:

Dear customers,

President,
Research and Development

Dr. Jörg Gühring
Sales and Marketing 
Director

oliver Gühring
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You BEnEfIt In ManY WaYS:

trend-setting innovations
In excess of 600 granted patents world-wide are proof of our capability for innovation. Countless 
Guhring standards, as for example, the TiN-coating, the HSK or MQL technology have set trends 
in the tooling industry. 
With the new Signum-coating – one of the hardest nitride coatings on the market – new tools 
for the efficient machining of composite materials and highly accurate hydraulic chucks for the 
clamping of the smallest shank diameters we provide new impulses for the future. 

Made-to-measure services
Customer specific tool management concepts combine  process planning, logistics, tool 
application and refurbishment modules together tailor-made to suit your requirements. The new 
generation of Guhring tool vending systems from the simple workshop solution to the model for 
complex process chains completes the entire range of tool logistics. 
Guhring’s new carbide recycling is an environmentally friendly and profitable solution for the 
logical reutilisation of worn tools.    

Your partner world-wide
In order for you to benefit from the advantages of our tooling solutions all over the world in 
close vicinity to your production, Guhring is represented internationally by 28 production plants, 
47 service centres, 46 sales companies and countless sales and marketing partners. World-
wide our uniform standards ensure that you can always and everywhere rely on the same high 
Guhring quality.

It would be our pleasure to be allowed to continue to convince you of our efficiency!

Yours sincerely

 

Dr. Jörg Gühring

Financial and Commercial 
Director 

Production and Technical
 Director 

Dietmar Pfränger Bernd Schatz
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Precision Cutting Tools
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Postfach 10 02 47 
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Herderstraße 50-54 
D-72458 Albstadt 
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Internet: www.guehring.de
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The 2012 edition supersedes all previous 
editions. This publication may not, in part or 
whole be reproduced.
 
The publishers cannot be held responsible for 
any errors, omissions or changes of any kind.  
All products marked with “DIN“, deviating from 
the dimensions listed in the catalogue, can be 
delivered, as long as they are in conformity with 
the DIN standard form.

Twist Drills
Gun Drills 
Threading Tools
Milling Cutters
Reamers
Countersinks
PCD and CBN Tools
Tool clamping devices
Technical Section
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Albstadt I
Albstadt II
Albstadt III
Berlin/Precision Tools Production
Berlin/Carbides
Geislingen
Gosheim
Hörselberg/Eisenach
Markt Erlbach
Mindelheim
Röhrsdorf/Chemnitz
Saarbrücken
Sigmaringen-Laiz
Veldhoven/NL

Australia 
Brazil Diadema
Brazil Joinville
China Changzhou
China Liaoning
China Liuzhou
China Hubei 
France 
Great Britain 
India Bangalore
India Pune
India Gurgaon
Indonesia 
Ireland 
Italy 

Japan 
Korea Chungcheongnam-do
Korea Rizhao
Korea Choongnam
Korea Ulsan City
Korea Incheon
Mexico 
Netherlands 
Austria 
Poland Dabrowa Górnicza
Poland Bielsko Biala
Rumania 
Russia 
Sweden 
Spain

South Africa 
Taiwan 
Thailand 
Czech Republic 
Turkey Istanbul
Turkey Izmir
Turkey Ankara
Hungary 
USA Brookfield
USA New Hudson
USA Huntington Beach
Vietnam 
Belarus 

Production and Service centerS
Germany 

GührinG GrouP

World-Wide
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Argentinia
Australia
Baltic States
Belgium
Brazil
Bulgaria
China
Denmark
Finnland
France Alsace
France Metz-Tessy
Great Britain
India
Indonesia
Italy
Japan
Canada

Korea
Malaysia
Mexico
Netherlands
Austria
Philippines
Poland
Rumania
Russia
Sweden
Switzerland
Singapore
Slowakia
Slovenia
Spain Barcelona
Spain Madrid
South Africa 

Taiwan
Thailand
Czech Republic
Turkey
Ukraine
Hungary
USA Brookfield
USA New Hudson
Vietnam
Belarus 

Egypt
Algeria
Bolivia
Chile
Denmark
Greece
Hong Kong
Italy
Columbia 
Marocco
Mauritius 
New Zealand

Norway
Pakistan
Peru
Philippines
Portugal
South Africa
Thailand
Tunesia
Venezuela
Vietnam

SaleS comPanieS SaleS and marketinG PartnerS
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GührinG GermanY

North
Markus Stumpp

Tel. (0 74 31) 17-21 228
Fax (0 74 31) 17-21 161
Mobil (01 72) 6 57 06 76

markus.stumpp@guehring.de

West
Ingolf Waldow

Tel. (0 74 31) 17-21 633
Fax (0 74 31) 17-21 285
Mobil (01 72) 6 57 05 84

ingolf.waldow@guehring.de

Central
Peter Diethei

Tel. (0 74 31) 17-21 521
Fax (0 74 31) 17-21 556
Mobil (01 72) 6 57 06 82

peter.diethei@guehring.de

South
Friedbert Glück 

Tel. (0 74 31) 17-21 123
Fax (0 74 31) 17-21 378
Mobil (01 72) 6 57 06 78

friedbert.glueck@guehring.de

East
Markus Esslinger
Tel. (0 74 31) 17-21 190
Fax (0 74 31) 17-21 369
Mobil (01 72) 6 57 09 27
markus.esslinger@guehring.de

Bavaria
Stefan Wagner
Tel. (0 74 31) 17-21 683
Fax (0 74 31) 17-21 261
Mobil (01 72) 6 58 07 21
stefan.wagner@guehring.de
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99819 
Hörselberg

 

main contact

Production and Service centerS

Tool restoration service
Dr. Steffen Lang
Tel. +49 74 31 1725 474
Fax +49 74 31 17-25 666
Mobil +49 17 26 57 05 94
steffen.lang@guehring.de

Trade and Special Parts
Alfred Blickle
Tel. +49 74 31 17-21 125
Fax +49 74 31 17-21 243
Mobil +49 17 26 57 06 74
alfred.blickle@guehring.de

OEM
Tooling systems / OEM projects 
Manfred Brunsch
Tel. +49 75 71 10 8-300
Fax +49 75 71 10 8-468
Mobil ++49 17 26 57 05 41
manfred.brunsch@guehring.de

Sales OEM
Achim Walker
Tel. +49 75 71 10 8-370
Fax +49 75 71 10 8-468
Mobil +49 17 26 57 05 57
achim.walker@guehring.de

Carbide
Carbide rods
Eberhard Scholz
Tel. +49 74 31 17-25 300
Fax +49 74 31 17-25 189
Mobil +49 17 26 57 06 85
eberhard.scholz@guehring.de

Carbide Special Parts
Roman Freiberger
Tel. +49 30 40 80 3-31 117
Fax +49 30 40 80 3-31 118
Mobil +49 17 26 57 06 87
roman.freiberger@guehring.de

Aircraft
Ingo von Puttkamer
Tel. +49 74 31 17-21 284
Fax +49 74 31 17-21 279
Mobil +49 17 26 57 08 45
ingo.puttkamer@guehring.de

Medical Technology
Kristof Löhle
Tel. +49 74 31 17-21 588
Fax +49 74 31 17-21 601
Mobil +49 17 26 58 06 68
kristof.loehle@guehring.de

72458 Albstadt 
Herderstraße

73312 
Geislingen

87719 
Mindelheim

66119 
Saarbrücken

72458 Albstadt  
Sigmaringer Straße

13435
Berlin/Hartstoffe

78559 
Gosheim

5503 
Veldhoven/NL

72461 Albstadt 
Hahnstraße

13407 
Berlin/Präzisionswerkzeuge

09247 
Röhrsdorf

72488 
Sigmaringen-Laiz

91459 
Markt Erlbach
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GuhrinG EuropE

Baltic States

Guhring - Baltic
Repräsentanz
Linkmenu str. 37 – 305
08217 Vilnius
Tel. 00370 52721833
Fax 00370 52721833
office.baltic@guehring.de

• Sales

Belgium

N.V. Gühring S.A.
Metropoolstraat 1
2900 Schoten
Tel. +32 35 42 30 31
Fax +32 35 41 39 72
info@guehring.be

• Sales

Bulgaria

Gühring - Bulgaria Ltd.
Zanko Zerkowski Str. 58
BG-1164 Sofia
Tel. +359 29 63 00 13
Fax +359 29 63 56 36
info@guehring-bg.net
www.guehring-bg.net

• Sales

Denmark

Gühring ApS
Bavnehoj 201
Vester Nebel
DK-6040 Egtved
Tel. +45 76 31 25 00
Fax +45 76 31 25 01
info@guehring.dk
www.guehring.dk

• Sales

Finnland

Oy Gühring AB
Lämmittäjänkatu 4 A
00880 Helsinki
Tel. +35 89 86 22 01 00
Fax +35 89 75 57 53 9
myynti@guehring.fi 
www.guehring.fi

• Sales

Ireland

G-Elit Precision Tools Ltd.
Industrial Park
Cork Road, Unit 324 B+C
Waterford
Tel. +35 3 51 33 47 12/13
Fax +35 3 51 33 47 15
info@guhring.co.uk

• Production

France - Alsace

Gühring Alsace S.A.R.L.
PA rue des acacias
67870 Bischoffsheim
Tel. +33 (0)3 88 33 41 28
Fax +33 (0)3 88 33 41 45
info@guhring-alsace.com

• Sales

Great Britain

Guhring Ltd.
Castle Bromwich Business Park
Tameside Drive
Birmingham B35 7AG
Tel. +44 12 17 49 55 44
Fax +44 12 17 76 72 24
info@guhring.co.uk
www.guhring.co.uk

• Sales
• Production
• Service

Italy

Gühring s.r.l. Unipersonale
Via 1° Maggio, 15
23873 Missaglia (LC)
Tel. +39 0 39 59 31 51
Fax +39 0 39 92 41 60 3
info@guhring-italy.com
www.guhring.it

• Sales
• Production
• Service

France

Guhring France
P.A.E. des Longeray
74370 Metz-Tessy
Tel +33 4 50 27 64 42
Fax +33 4 50 27 74 42
info@guhring-france.com

• Sales
• Production
• Service

Netherlands

Gühring Nederland B.V.
Achtseweg Noord 12 F
5651 GG Eindhoven
Tel. +31 40 25 43 30 5
Fax +31 40 25 41 68 5
info@guhring.nl
www.guhring.nl

• Sales
• Production
• Service

Rumania

Gühring s.r.l. - Romania
Str. Europa Unita Nr. 6
550018 Sibiu
Tel. 0040 26 95 03 10 0
Fax 0040 26 95 03 19 0 
romania@guehring.de

• Sales
• Production
• Service

Austria

Gühring Ges.m.b.H
Zetschegasse 17
1230 Wien
Tel. +43 15 44 16 70
Fax +43 15 44 16 70 18
verkauf@guehring.at
www.guehring.at

• Sales
• Production
• Service

Sweden

Guhring Sweden AB
Plastgatan 10
53155 Lidköping
Tel. +46 51 02 12 50
Fax +46 51 02 12 45
info@guehring.se
www.guhring.se

• Sales
• Production
• Service

Poland

Gühring Sp. z.o.o.
ul Aleja Zagłębia Dąbrowskiego 21
41-300 Dabrowa Górnicza
Tel. 0048 / 32 428 70 00
Fax 0048 / 32 428 70 77
handel@guehring.pl
www.guehring.pl

• Sales
• Production
• Service

• PCD/CBN tools

Gühring Sp. z.o.o.
Regrinding Center
ul. Grazynskiego 141
43-300 Bielsko Biala
Tel. 0048/ 33 813 24 25
Fax 0048/ 33 813 24 25
centrum@guehring.pl

Russia

Guhring-Russland
Zeleniy prospect, 20
111397 Moscow
Tel. +7 495 989 4787
Fax +7 495 989 4797
info@guehring.ru
www.guhring.ru

• Sales
• Production
• Service

Guhring-Russland
Ul. Novikowa - Priboya 4
603058 Nizhnii Novgorod
Tel. +7 831 272 70 51
Fax +7 831 272 70 51
info@guehring.ru
www.guhring.ru
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Ukraine

Guhring Ukraine
Ul. M. Raskovoi 11, office 905
02002 Kiev
Tel. +38 04 44 98 59 48
Fax +38 04 44 98 59 49
office.ukraine@guehring.de
www.guehring.kiev.ua

• Sales

Slowakia

Gühring Slovakia s.r.o.
Stefanikova 161
1701 Povazska Bystrica
Tel. +42 14 24 26 21 44
Fax +42 14 24 33 08 91
guehring@guehring.sk
www.guehring.sk

• Sales

Slowenia

Gühring d.o.o.
Ul. Simona Jenka 003
SI 1215 Medvode
Tel. +38 64 16 72 831
Fax +38 61 36 16 266
gorazd.sturm@guehring.si

• Sales

Hungary

Tritan-Gühring KFT.
Handels- and Dienstleistungs-GmbH.
Gyar u.2. • Pf. 220
2040 Budaörs
Tel. +36 23 88 74 50
Fax +36 23 88 74 40
info@tritan.hu
www.tritan.hu

• Sales
• Production
• Service

White Russia

Guhring - Bel GmbH
Ul. Pobedy 102-13
223110 Logoisk
Tel. +375 17 745 22 36
Fax +375 17 745 42 17
info@guehring-bel.by
www.guehring-bel.by

• Sales
• Production
• Service

Spain

Guhring S.A.
Avda. de Cordoba, 15
28026 Madrid
Tel. +34 9 13 92 09 70
Fax +34 9 14 75 61 24
guhring@guhring-es.com 
www.guhring-es.com

• Sales
• Production
• Service

Guhring Catalunya S.A.U.
Calle Vinaros, 12
L´Hospitalet de Llobregat, 08906 Barcelona
Tel. +34 9 02 19 07 57
Fax +34 9 34 38 04 64
guehring.catalunya@procesos.com

Turkey
• Sales
• Production
• Service

Switzerland

Gühring (Schweiz) AG
Grundstr. 16
Postfach 242
6343 Rotkreuz
Tel. +41 41 798 20 80
Fax +41 41 790 00 50
info@guehring.ch
www.guehring.ch

• Sales

Czech Republic

Gühring s.r.o.
Na Perkách 608
33021 Line-Sulkov
Tel. 0042 (0) 377 911 016
Fax 0042 (0) 377 911 018
infomace@guehring.cz
www.guehring.cz

• Sales
• Production
• Service

• PCD/CBN tools

Gühring Takim San. ve Tic. 
Ltd.Sti.- Izmir Şubesi
Atatürk Organize Sanayi Bölgesi
10027 Sokak No.2 
Çiğli - Izmir 35620
Tel. +90 232 328 00 58
Fax +90 232 328 01 33
infoizmir@guhring.com.tr

Gühring Takim San. ve Tic Ltd.Sti
Cevizli Mah. Tansel Caddesi Şaman 
Sanayi Sitesi No.78 / A
34846 Maltepe - Istanbul 
Tel. +90 216 441 36 74
Fax +90 216 441 20 59
guhring@guhring.com.tr
www.guhring.com.tr

Gühring Takım Sanayi ve
Ticaret Ltd.Şti. - Ankara Şubesi
İvedik Organize Sanayi Bölgesi 
Eminel Sitesi 1472 (689) Sokak No.13 Ostim
Yenimahalle-Ankara 6378
Tel. +90 312 394 71 33
Fax +90 312 394 71 34
infoankara@guhring.com.tr
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GuhrinG EuropE

Main ContaCt

Sales Manager Benelux
France, Switzerland
Bastian Schellzig
Tel. +49 74 31 17-23 006
Fax +49 74 31 17-23 260
Mobil +49 17 26 58 07 25
bastian.schellzig@guehring.de

Sales Manager
Spain, Portugal
Jose Luis Stanziola
Tel. +49 74 31 17-23 981
Fax +49 74 31 17-23 260
Mobil +49 17 26 57 07 91
luis.stanziola@guehring.de

Sales Manager
Turkey
Cengiz Göcmen
Tel. +49 74 31 17-23 777
Fax +49 74 31 17-23 772
Mobil +49 17 26 57 08 10
cengiz.goecmen@guehring.de

Sales Manager
Greece
Harald Birk
Tel. +49 74 31 17-23 974
Fax +49 74 31 17-23 260
Mobil +49 17 26 57 08 07
harald.birk@guehring.de

Sales Manager
Central and Northern Europe
Hans Fredi Mayer
Tel. +49 74 31 17-23 824
Fax +49 74 31 17-23 772
Mobil +49 17 26 57 08 09
hans-fredi.mayer@guehring.de 

Sales Manager
Eastern Europe
Andreas Vosseler
Tel. +49 74 31 17-23 972
Fax +49 74 31 17-23 260
Mobil +49 17 26 57 07 16
andreas.vosseler@guehring.de 

Sales Manager
Baltic States and CIS-States
Dimitri Naumann
Tel. +49 74 31 17-23 951
Fax +49 74 31 17-23 765
Mobil +49 17 26 57 09 69
dimitri.naumann@guehring.de

Sales Manager
Great Britain, Italy
Heiner Schick
Tel. +49 74 31 17-23 988
Fax +49 74 31 17-23 260
Mobil +49 17 26 57 08 12
heiner.schick@guehring.de 

Denmark
Sanistål A/S
Håndværkervej 14
9000 Aalborg
Tel. +45 9630 6000
Fax +45 9813 2843
sanistaal@sanistaal.dk

Portugal
M.F. Metal Ferramentas, S.A.
Rua do Vau, 173 Apartado 134
P-4786-909 Trofa
Tel. +351 252103277
Fax +351 252103278
mf.metal@iol.pt
www.mfmetalferramentas.com

Greece
Vulcano Ltd.
24 Leocharous Str.
GR-18531 Piraeus
Tel. +30 21 04 13 76 37
Fax +30 21 04 17 98 55
vulcano@vulcano.com.gr

Italy
Ubiemme Gühring Italia s.r.l.
Via Merendi, 42
20010 Cornaredo MI
Tel. +39 0 23 26 70 61
Fax +39 0 29 35 60 20 8
info@ubiemme.it
www.ubiemme.it

Norway
Ing. Yngve Ege AS
Ryenstubben 5
0679 Oslo
Tel. +47 23 24 10 00
Fax +47 23 24 10 01
ege@ege.no

SalES and MarkEting partnErS

































































































































































































A A

118

≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

Micro-precision drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

101 102 103 104 105 106 107 108 109

f (mm/rev.)
0.10 0.002 0.003 0.003 0.004 0.006 0.007 0.010 0.013 0.016
0.16 0.002 0.003 0.004 0.005 0.007 0.009 0.012 0.016 0.022
0.25 0.003 0.004 0.005 0.007 0.009 0.011 0.014 0.019 0.024
0.30 0.004 0.005 0.007 0.009 0.011 0.015 0.019 0.025 0.033
0.50 0.005 0.007 0.008 0.011 0.014 0.019 0.024 0.031 0.041
0.63 0.007 0.009 0.012 0.015 0.020 0.026 0.034 0.044 0.057
0.80 0.010 0.013 0.016 0.020 0.024 0.031 0.038 0.048 0.060
1.00 0.020 0.024 0.029 0.035 0.041 0.050 0.060 0.072 0.086
1.50 0.030 0.035 0.040 0.046 0.052 0.060 0.069 0.080 0.092
2.00 0.040 0.046 0.053 0.061 0.070 0.080 0.093 0.106 0.122

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Drill Ø  
mm

Feed column no. for Guhring no. 6400/6401/6408/6412

56 57 58 59 60 61 62 63 64 65 66 67 68

f (mm/rev.)
0.50 0.006 0.012 0.018 0.022 0.030 0.035 0.040 0.045 0.050 0.050 0.055 0.060 0.060
0.80 0.008 0.016 0.024 0.032 0.040 0.050 0.060 0.070 0.080 0.080 0.080 0.090 0.090
1.00 0.012 0.022 0.032 0.042 0.060 0.070 0.080 0.090 0.100 0.100 0.110 0.110 0.120
1.50 0.021 0.036 0.051 0.066 0.090 0.100 0.120 0.130 0.150 0.150 0.160 0.170 0.180
2.00 0.032 0.052 0.072 0.092 0.120 0.140 0.160 0.180 0.200 0.210 0.220 0.230 0.240
2.50 0.045 0.070 0.095 0.120 0.150 0.170 0.200 0.220 0.250 0.260 0.270 0.280 0.300
3.00 0.060 0.090 0.120 0.150 0.180 0.210 0.240 0.270 0.300 0.310 0.330 0.340 0.360

Guhring no. 
Guhring no. L

Standard/DIN

Tool material

Carbide grade

Surface finish

Type

Cooling

Std. range page
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Center drills without flat Guhring no. 280

Standard Guhring std.

Tool material HSS
Long special drill
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A
For deep centering positions 

Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 628

Center drills without flat Guhring no. 285

Standard Guhring std.

Tool material HSS
For centre holes

With protected 120° countersink 

Surface

Form B

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 629

Center drills with flat Guhring no. 587

Standard DIN 333

Tool material HSS
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A

Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 630

Center drills with flat Guhring no. 588

Standard DIN 333

Tool material HSS
Especially high rigidity
Correct positioning between lathe centers
For centre holes
To DIN 332, sheet 1, form R

Surface

Form R

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 630

Center drills with flat Guhring no. 287

Standard DIN 333

Tool material HSS
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A

Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 631

Center drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Center drills

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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With ExclusiveLine Guhring provides high-tech tools for especially 
demanding machining tasks. benefit from innovative tool geometries, 
application orientated tool materials as well as coatings to provide new 
opportunities for your production.
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RE-gRinding & RE-coating
Guhring thinks big in all service matters. a comprehensive service is a matter of 
course even post tool sale. One area of our service program is the re-grinding 
and re-coating of tools – not only Guhring tools – to original geometries and 
original coatings so the efficiency of your tools is retained indefinitely.
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Single-fluted gun drills

S
ingle-fluted gun 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Drilling depth Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

EB 800 single-fluted gun drills with indexable inserts

Guhring 
std. EB 800 30xD Carbide 12,000 - 24,000 5644 123 681

Inserts for single-fluted gun drills EB 800

Guhring 
std.

Solid 
carbide 12,000 - 40,000 5029 123 682

Supporting strips for Single-fluted gun drills EB 800

Guhring 
std.

Solid 
carbide 12,000 - 40,000 5030 123 690

Clamping screws

Guhring 
std. - 4071 140 698

Torx screwdriver

Guhring 
std. - 1612 140 699

Single-fluted gun drills
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703

704

706

708

709

711

Two-fluted gun drills

Tw
o-fluted gun drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Tool illustration Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Drill bushes

Guhring 
std. HSS 0,900 - 40,000 5747 123 701

Guhring 
std.

Solid 
carbide 0,900 - 40,000 5748 123 701

Adjustment screws without sealing element

Guhring 
std. M 6 X0,5 - M16 x1,5 5754 123

Adjustment screws with sealing element

Guhring 
std. M 6 X0,5 - M24 x1,5 5755 123

Sealing disks for single-fluted gun drills

Guhring 
std. Vulkollan 5752 123

Sealing disks for gun drills with 2 cutting lips

Guhring 
std. Vulkollan 5753 123

Steady rest bushings for single- and double-fluted gun drills

Guhring 
std. Vulkollan 5749 123

Moulded steady rest bushings for single-fluted gun drills

Guhring 
std. Vulkollan 5750 123

Accessories for Gun Drills
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713

Standard Tool illustration Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Moulded steady rest bushing for two-fluted gun drills

Guhring 
std. Vulkollan 5751 123

Accessories for Gun Drills

A
ccessories for G

un 
D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA



The solid carbide deep hole drill was developed for the production of oil 
galleries in crankshafts and for many other applications such as pump 
housings, con-rods and injector bodies. The drill excels thanks to a 10-
fold increase in feed rate in comparison with conventional gun drills and is 
designed for conventional cooling as well as MQL.

CARBIDE DEEP HOLE DRILLS
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

100 15 95 14
85 15 80 14
90 15 85 14
80 15 75 14
90 14 85 13
80 14 75 13
75 14 70 13
75 14 70 13
65 14 60 13
80 15 75 14
75 14 70 13
65 14 60 13
75 14 70 13
65 14 60 13
75 13 70 12
65 13 60 12
55 12 50 11
65 13 60 12
55 14 50 13
45 14 40 13
35 14 35 13
30 13 25 12
25 10 20 11
35 12 30 11
85 16 80 15
80 16 75 15
80 15 75 14
70 15 65 14
55 14 50 13
35 12 30 11
30 12 25 11

150 17 140 16
120 17 115 16
150 18 140 17
130 18 120 17
110 17 100 16
75 15 70 14

120 18 115 17
90 18 85 17
95 17 90 16
75 17 70 16
70 17 65 16
60 17 55 16
75 15 70 14
70 15 65 14

60 14 55 13
50 14 45 13

Gun drills

G
un drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

EB100
single-fluted gun drill

solid carbide
0.9 ... 12.0

The sequence of operations for deep hole drilling
• production of pilot hole (L = 1.5 x D, tolerance G9)
• enter at low revolutions, approx. 200 rev./min, feed rate approx. 

500 mm/min. With tools for drilling depths in excess than 40 x D 
enter the pilot hole revolving in left hand direction.

• setting of coolant pressure and revolutions
• uninterrupted drilling to required drilling depth without wood 

pecking. When applying gun drills with increased length-diame-
ter-ratio , we recommend machining with reduced cutting param-
eters (approx. 75% of the optimal cutting speed) up to a drilling 
depth of approx. 25 mm.

• switching off coolant supply after reaching the required hole 
depth

• withdrawal in top gear with stationary spindle

Material dependent coolants 
 air
 neat oil
 soluble oil

Please note the coolant values on page 726!All deep hole drills must have support for the pilot hole.
Deep hole drills must never operate at full speed without
support in the machine shop.

*The feed rates always relate to tools with the recommended coating. In some cases
the successful application of un-coated tools cannot be guaranteed.

Application advice
- For drilling depths in excess than 40 x D we recommend the use of two or more gun drills, e. g. Ø 10 x 400 mm and Ø 9.95 x 800 mm.
- Gun drills for drilling depths of more than 40 x D should enter the pilot hole revolving in the left hand direction.
- When changing tools for drilling depths of more than 40 x D, the tool can be damped by switching on coolant supply for just one second.
- For machining of long-chipping materials we recommend the use of gun drills with polished flutes.
- Generally we recommend the use of soluble oil with a minimum oil content of 10 %.
- Single-fluted gun drills for long-chipping aluminium should be supplied with point grind 180° and coolant chamber.
- When spotting in aluminium with an Si-content of less than 1%, i.e. with recommended cutting rates vc > 160 m/min we recommend to 

advance to the final speed in several steps. In addition, a deeper pilot hole of approximately 3 x D should be produced.

Material group Material examples  
Figures in bold = material no. to DIN EN 10 027

Tens.str. Hardness  
N/mm2

Cool-
ant

Common structural steels 1.0035 S185, 1.0486 P275N, 1.0345 P235GH, 1.0425
1.0050 E295), 1.0070 E360, 1.8937 P500NH

Free-cutting steels 1.0718 11SMnPb30, 1.0736 11SMn37
1.0727 46S20, 1.0728 60S20, 1.0757 46SPb20

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E
1.0503 C45, 1.1191 C45E
1.0601 C60, 1.1221 C60E

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hard. steels 1.0301, 1.1121 C10E
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419, 1.2767
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105
 austenitic 1.4301 X5CrNi18-10, 1.4541 X6CrNiTi18-10, 1.4571
 martensitic 1.4057 X20CrNi172, 1.4122 X39CrMo17-1, 1.4521
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100, 0.6020 EN-GJL-200

0.6025 EN-GJL-250, 0.6035 EN-GJL-350
Spheroidal graphite iron and 0.7050 EN-GJS-500-7, 0.8035 EN-GJMW-350-4
malleable cast iron 0.7070 EN-GJS-700-2, 0.8170 EN-GJMB-700-2
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245, 3.4365
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglas, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentr. plastics GFK/CFK

≤35xD >35xD
recom. 

coating*
vc 

m/min
Feed

col. no.
vc 

m/min
Feed

col. no.

Drill Ø
mm
from

Feed column no.
11 12 13 14 15 16 17 18

f (mm/rev.)
1.50 0.002 0.004 0.006 0.008 0.012 0.020 0.032 0.045
2.00 0.003 0.005 0.007 0.010 0.016 0.028 0.046 0.055
2.50 0.004 0.006 0.008 0.012 0.018 0.030 0.054 0.070
4.00 0.005 0.007 0.010 0.016 0.025 0.043 0.065 0.085
6.00 0.007 0.009 0.013 0.024 0.035 0.061 0.085 0.120
8.00 0.010 0.014 0.022 0.032 0.045 0.068 0.100 0.150
10.00 0.012 0.016 0.028 0.040 0.055 0.075 0.120 0.160
14.00 0.020 0.025 0.035 0.050 0.065 0.085 0.130 0.180
18.00 0.025 0.030 0.040 0.055 0.070 0.095 0.145 0.200
20.00 0.026 0.035 0.045 0.060 0.080 0.110 0.180 0.250
24.00 0.027 0.036 0.047 0.065 0.085 0.130 0.185 0.300
28.00 0.028 0.038 0.049 0.068 0.090 0.140 0.195 0.350
30.00 0.030 0.040 0.050 0.070 0.100 0.150 0.200 0.400
35.00 0.035 0.045 0.055 0.075 0.120 0.180 0.250 0.450
40.00 0.040 0.050 0.060 0.080 0.150 0.200 0.300 0.500
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S
100 14 95 13
85 14 80 13

S
90 14 85 13
80 14 75 13

S
90 13 85 12
80 13 75 12
75 13 70 12

S
75 13 70 12
65 13 60 12

S 80 14 75 13

S
75 13 70 12
65 13 60 12

C
75 13 70 12
65 13 60 12

C
75 12 70 11
65 12 60 11

C 55 11 50 11
C 65 12 60 12

C
55 13 50 12
45 13 40 12
35 13 35 12

C
30 12 25 11
25 11 20 11

C 35 11 30 11
85 15 80 14
80 15 75 14
80 14 75 13
70 14 65 13
55 13 50 12

C
35 11 30 11
30 11 25 11

150 16 140 15
120 15 115 14
150 16 140 15
130 16 120 15
110 16 100 15

C 75 14 70 13
120 17 115 16
90 17 85 16
95 16 90 15
75 16 70 15
70 16 65 15
60 16 55 15
75 14 70 13
70 14 65 13

60 13 55 12
50 13 45 12

85 18 80 17
80 18 75 17
75 17 70 16
70 17 65 16
65 16 60 15

120 18 115 17
110 18 105 17
135 18 130 17
120 17 115 16

130 18 125 17
120 18 115 17
110 17 105 16
110 17 105 16
95 17 90 16
95 17 90 16

S
90 15 85 15
80 15 75 15

S
85 16 80 16
75 16 70 16

S
85 15 80 15
80 15 75 15
75 15 70 15

S
75 15 70 15
65 15 60 15

S 80 15 75 15

S
75 15 70 15
70 15 65 15

S
70 15 65 15
60 15 55 15

S
65 14 60 14
60 14 55 14

S 55 14 50 14
S 65 15 60 15

F
50 14 45 14
45 14 40 14
40 14 35 14

S
30 13 25 13
25 12 20 12

F 25 13 20 13
85 16 80 16
80 16 75 16

S
75 16 70 16
70 16 65 16
55 15 50 15

F
35 13 30 13
30 12 25 12

140 16 135 16
125 16 120 16
170 17 165 17
140 17 135 17
115 16 110 16

F 75 15 70 15
120 17 115 17
90 17 85 17
95 17 90 17
75 17 70 17
70 17 65 17
60 17 55 17
75 16 70 16
70 16 65 16

60 15 55 15
50 15 45 15

Gun drills

G
un drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

G
un
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ril

ls

EB80
single-fluted gun drill
solid carbide head

2.0 ... 40.0

ZB80
two-fluted gun drill
solid carbide head

6.0 ... 27.0

EB800
single-fluted gun drill

with indexable inserts
12.0 ... 40.0

Ratio end mill type RF 100 U, Guhring no. 3736
Thanks to its unequal helix angle, Guhring’s FIRE-coated Ratio end mill 
RF 100 U offers highest feed rates and tool life for finishing and roughing 
operations in steel and cast materials as well as Ti- and Ni-alloys. Further 
information about the range can be found in Guhring’s current main 
catalogue.

Ratio drill RT 100 U, Guhring no. 2477
Ratio drill RT 100 F, Guhring no. 1660
Thanks to their special cutting edge geometry, Guhring’s Ratio drills excel with 
very good self-centering characteristics and alignment accurate holes. Type 
U is especially suitable for the machining of steel and high-alloyed AlSi-alloys, 
type F for high-alloyed, stainless, acid- and heat-resistant steels, Al and Al-
alloys, Mg and Mg-alloys as well as Ti and Ti-alloys.

Procedure
In order to achieve optimal machining results when producing deep holes with type 
RT 100 T especially spotting on radii or on an uneven surface structure, we recom-
mend the following machining steps:
1. Initial milling of surface, i.e. with Guhring’s centre cutting Ratio end mill RF 100 

U. The surface must be machined at right angles to the entry angle of the drilling 
operation.

2. Production of a cylindrical pilot hole (tolerance G9) with a minimum drilling depth 
of 1 x D. For this operation we recommend our Ratio drills RT 100 U or RT 100 F 
respectively. Thanks to a 140º point angle and a m7 tolerance on diameter these 
Ratio drills are especially suitable for this machining task.

3. Entry of spiral-flute deep hole drill RT 100 T in the pilot hole at a speed of approx. 
300 rev./min and with a feed rate of approx. 500 mm/min.

4. Setting of coolant pressure and speed.
5. Continuous drilling to complete hole depth without wood pecking.
6. For through holes with plain - i.e. 90° - exit, reduce feed rate vf to 50 % 
 approx. 1 mm prior to break-through.
7. For through holes with oblique exit, reduce the feed rate vf to 40% approx. 1 mm 

prior to break-through.
8. After reaching hole depth stop machine spindle and coolant supply, withdrawal 

in top gear.

≤35xD >35xD
recom. 

coating*
vc 

m/min
Feed

col. no.
vc 

m/min
Feed

col. no.

≤35xD >35xD
recom. 

coating*
vc 

m/min
Feed

col. no.
vc 

m/min
Feed

col. no.

≤35xD >35xD
recom. 

coating*
vc 

m/min
Feed

col. no.
vc 

m/min
Feed

col. no.
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Guhring no. 5018 5639

Standard Guhring std.

Tool material Carbide

Carbide grade K15 K30/K40

Surface

Type EB 80 EB 80

Drilling depth 20xD 20xD

Cutting direction right-hand right-hand

Tolerance h5 h5

Discount group 123 123

Techn. data page 666 666

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.970 5/32 10.000 150.00 100.00 40.00
4.000 12.000 150.00 100.00 45.00
4.200 12.000 160.00 110.00 45.00
4.500 12.000 170.00 120.00 45.00
5.000 16.000 180.00 130.00 48.00
5.156 13/64 16.000 180.00 130.00 48.00
5.500 16.000 190.00 140.00 48.00
6.000 16.000 210.00 160.00 48.00
6.350 1/4 16.000 220.00 170.00 48.00
6.500 16.000 220.00 170.00 48.00
7.000 16.000 235.00 185.00 48.00
7.938 5/16 16.000 260.00 210.00 48.00
8.000 16.000 260.00 210.00 48.00
9.000 16.000 280.00 230.00 48.00
9.525 3/8 16.000 290.00 240.00 48.00
10.000 20.000 320.00 260.00 50.00
11.000 20.000 340.00 290.00 50.00
11.113 7/16 20.000 340.00 290.00 50.00
12.000 20.000 370.00 310.00 50.00
12.700 1/2 20.000 385.00 330.00 50.00

EB 80 single-fluted gun drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 5460 5640

Standard Guhring std.

Tool material Carbide

Carbide grade K15 K30/K40

Surface

Type EB 80 EB 80

Drilling depth 30xD 30xD

Cutting direction right-hand right-hand

Tolerance h5 h5

Discount group 123 123

Techn. data page 666 666

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.970 5/32 10.000 200.00 155.00 40.00
4.000 12.000 200.00 155.00 45.00
4.200 12.000 210.00 165.00 45.00
4.500 12.000 220.00 175.00 45.00
5.000 16.000 230.00 182.00 48.00
5.156 13/64 16.000 230.00 182.00 48.00
5.500 16.000 245.00 197.00 48.00
6.000 16.000 260.00 212.00 48.00
6.350 1/4 16.000 275.00 227.00 48.00
6.500 16.000 275.00 227.00 48.00
7.000 16.000 290.00 242.00 48.00
7.938 5/16 16.000 320.00 272.00 48.00
8.000 16.000 320.00 272.00 48.00
9.000 16.000 350.00 302.00 48.00
9.525 3/8 16.000 380.00 330.00 48.00
10.000 20.000 400.00 350.00 50.00
11.000 20.000 430.00 380.00 50.00
11.113 7/16 20.000 430.00 380.00 50.00
12.000 20.000 450.00 400.00 50.00
12.700 1/2 20.000 500.00 450.00 50.00

EB 80 single-fluted gun drills
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EB 80 single-fluted gun drills
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l3 l2
l1

d
2 d

1

Guhring no. 5022 5641

Standard Guhring std.

Tool material Carbide

Carbide grade K15 K30/K40

Surface

Type EB 80 EB 80

Drilling depth 40xD 40xD

Cutting direction right-hand right-hand

Tolerance h5 h5

Discount group 123 123

Techn. data page 667 667

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.970 5/32 10.000 230.00 185.00 40.00
4.000 12.000 230.00 185.00 45.00
4.200 12.000 240.00 195.00 45.00
4.500 12.000 250.00 205.00 45.00
5.000 16.000 280.00 232.00 48.00
5.156 13/64 16.000 280.00 232.00 48.00
5.500 16.000 300.00 252.00 48.00
6.000 16.000 320.00 272.00 48.00
6.350 1/4 16.000 340.00 292.00 48.00
6.500 16.000 340.00 292.00 48.00
7.000 16.000 370.00 322.00 48.00
7.938 5/16 16.000 420.00 372.00 48.00
8.000 16.000 420.00 372.00 48.00
9.000 16.000 450.00 402.00 48.00
9.525 3/8 16.000 480.00 432.00 48.00
10.000 20.000 510.00 460.00 50.00
11.000 20.000 550.00 500.00 50.00
11.113 7/16 20.000 550.00 500.00 50.00
12.000 20.000 600.00 550.00 50.00
12.700 1/2 20.000 635.00 585.00 50.00

EB 80 single-fluted gun drills
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ingle-fluted gun 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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l1

d
2

45°

60
°

SW

Guhring no. 5754

Standard Guhring std.

Discount group 123

Minimum order quantity 5 pieces

for threads d2 l1 SW Code no.
Availability

mm mm

M 6 X0,5 3.500 26.00 9.00 6.000
M10 X1 6.000 38.00 13.00 10.000

M16 X1,5 10.000 57.00 22.00 16.000

Adjustment screws without sealing element
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Drill bushes
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l1

d
2

45°

60
°

SW

Guhring no. 5755

Standard Guhring std.

Discount group 123

Minimum order quantity 5 pieces

for threads d2 l1 SW Code no.
Availability

mm mm

M 6 X0,5 3.500 45.00 9.00 6.000
M10 X1 6.000 50.00 13.00 10.000

M16 X1,5 10.000 65.00 22.00 16.000
M24 X1,5 16.000 90.00 30.00 24.000

Adjustment screws with sealing element
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rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
l























714 715

❏ ❏ ❏ 	

AAMS

G
un drills G

un
 d

ril
ls

Questionaire EB 100 with fixed flute length

Fax Inquiry / Order  
simply photo-copy, complete and fax…

Driver: 	no 	Code no. _________   	to enclosed drawing
 
Coating: 	TiN  	Fire 	MolyGlide 	TiAlN nanoA 	TiAIN SuperA  ___________ 
 
Workpiece: Drilling depth: ____  Hole tolerance: ____ ________ Material/designation: ______ ___________
 
Machine type:  	Deep hole drilling machine  	Conventional machine tool 
   	Pilot hole    	Drilling bush 
 
Coolant:   	 Deep hole drilling oil  	Soluble oil  
 Pressure _______ bar Quantity ________ l/min
 
 
Company: Company stamp:
 
Telephone/fax:
 
Contact: Signature:

Drawing of lay-out

required in special cases only

total length*                mm

flute length*                mm

Deep hole gun drill: 	 EB 100  Required no. of pieces: Tool _______ pieces

driver length*std. collar

15 mm

Inquiry Order Repeat order, no. of initial order 
Ø

* 
   

   
   

  m
m

* Ø 0,9 - 12,0 mm
 Flute length max. 500 mm
 Total length and driver length are dependent 
 on the driver selected
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Guhring single-fluted gun drills with interchangeable inserts 
and supporting strips are also produced as special tools 
according to customer requirements. They are  
suitable for nearly every material and available from diameter 
16.0 to 40.0 mm up to a maximum total length  
of 3000 mm. 

Your special advantages are:
•  The interchangeable component technology for inserts and  

supporting strips makes any combination of carbide grade and 
coating possible.

•  The precision interchangeable inserts and supporting strips  
eliminate complicated adjustments.

•  The precision supporting strips are produced in a special 
carbide for your individual deep drilling task. They can be 
reverse-fitted, providing double tool life. In addition, they can 
be provided with any of the Guhring coatings.

•  Thanks to the precision insert seatings and the interchangeable 
inserts there is only a small number of  interchangeable 
components. The tool is therefore extremely rigid.

 

•  Expensive stoppages are eliminated because the worn  
components can be replaced without removing the tool from 
the machine. 

•  The expensive re-grinding process is eliminated thanks to the 
interchangeable insert technology.

•  The application orientated selection of the most suitable 
interchangeable insert always ensures optimal chip breaking  – 
even in problematic materials.

•  Specifically optimised to your individual deep drilling task, 
the precision inter-changeable inserts are also produced in a 
special carbide. In addition, all Gühring coatings are available. 

•  Within the diameter range it is possible to modify the nominal 
diameter  at any time by simply interchanging the individual 
components. 

• The driver is produced in heat-treatable steel acc. to: 
 - DIN 6535 HA - DIN 6535 HE 
 - DIN 6535 HB - DIN 1835 E 
Also, all the forms generally required for deep drilling machines 
are possible to be manufactured.

suitable for almost every material, 
Stock program from Ø 12.0 to 24.0 mm TiN-coated version, 
Special solutions from Ø 12.0 to 40.0 mm, total length max. 3000 mm

Single-fluted gun drills EB 800

Every single-fluted gun drill EB 800 with interchangeable parts – from the ex-stock range
as well as special tools – can be modified in the diameter range below.

Size Diameter range 
(mm)

0.00 12.00 - 12.49
0.01 12.50 - 12.99
0.02 13.00 - 13.49
0.03 13.50 - 13.99
0.04 14.00 - 14.49
0.05 14.50 - 14.99
0.06 15.00 - 15.49
0.07 15.50 - 15.99
1.00 16.00 - 16.49
1.01 16.50 - 16.99
1.02 17.00 - 17.49
1.03 17.50 - 17.99
1.04 18.00 - 18.49
1.05 18.50 - 18.99
1.06 19.00 - 19.49
1.07 19.50 - 19.99
2.00 20.00 - 20.49
2.01 20.50 - 20.99
2.02 21.00 - 21.49
2.03 21.50 - 21.99
2.04 22.00 - 22.49

Size Diameter range 
(mm)

2.05 22.50 - 22.99
2.06 23.00 - 23.49
2.07 23.50 - 23.99
2.08 24.00 - 24.49
2.09 24.50 - 24.99
2.10 25.00 - 25.49
2.11 25.50 - 25.99
3.00 26.00 - 26.49
3.01 26.50 - 26.99
3.02 27.00 - 27.49
3.03 27.50 - 27.99
3.04 28.00 - 28.49
3.05 28.50 - 28.99
3.06 29.00 - 29.49
3.07 29.50 - 29.99
4.00 30.00 - 30.49
4.01 30.50 - 30.99
4.02 31.00 - 31.49
4.03 31.50 - 31.99
4.04 32.00 - 32.49
4.05 32.50 - 32.99

Size Diameter range 
(mm)

4.06 33.00 - 33.49
4.07 33.50 - 33.99
5.00 34.00 - 34.49
5.01 34.50 - 34.99
5.02 35.00 - 35.49
5.03 35.50 - 35.99
5.04 36.00 - 36.49
5.05 36.50 - 36.99
5.06 37.00 - 37.49
5.07 37.50 - 37.99
6.00 38.00 - 38.49
6.01 38.50 - 38.99
6.02 39.00 - 39.49
6.03 39.50 - 40.00





























































































































































A A

796

≤3xD
HSS-E

VA/B VA/B VA/B VA AZ/B VA/B VA/B

S C

1870  
M2 
– 

M10 

2869  
M3 
– 

M10 

2086  
M3 
– 

M10 

1871  
M3 
– 

M10 

877  
M2 
– 

M10 

1002  
M2 
– 

M12 

1872  
M3 
– 

M30 

2870  
M3 
– 

M30 

792  
M12 

– 
M16 

879  
M12 

– 
M20 

2087  
M3 
– 

M30 

1873 
M3x0,35 

–  
M24x2 

2871 
M3x0,35 

–  
M24x1,5 

1001 
M4x0,50 

–  
M20x1,5 

887 
M8x1 

–  
M16x1,5 

1980 
Nr.3-48 

–  
3/8“-16 

2872 
Nr.4-40 

–  
3/8“-16 

1985 
7/16“-14 

–  
1“-8 

2873 
1/2“-13 

–  
1“-8 

1990 
Nr.3-56 

–  
1“-12 

2874 
Nr.4-48 

–  
1“-12 

967 
G 1/16 

–  
G7/8“ 

2875 
G 1/8 

–  
G1“ 

938 
G 1/8 

–  
G1/4“ 

857 859 858 857 861 861

874 866 862 863

875

884 885 885 885

899 899

901 901

909 909

919 919 919

Threading tools

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Taps for stainless and acid-resistant steels

Stainless/acid.-resist. steels
Material no. 
to DIN 
EN 10 027

Abbreviation

Sulphured stainless steels

1.4005 
1.4104 
1.4105 
1.4305

X 12 CrS 13 
X 14 CrMo S 17 
X 6 CrMo S 17 
X 8CrNi S 18-9

Austenitic stainless steels

1.4300 
1.4301 
1.4541 

X 12 CrNi 18-8 
X 5 CrNi 18-10 
X 6 CrNiTi 18-10 

Martensitic stainless steels

1.4057 
1.4112 
1.4006 

X 17 CrNi 16-2 
X 90 CrMoV 18 
X 12 Cr 13 

Shank designs

Type clarification
VA AZ = with interrupted threads 
VA R15 = Type VA, 15° RH spiral 
VA R40 = Type VA, 40° RH spiral 
VA R50 = Type VA, 50° RH spiral

Through holes

d1 0,9 … 2,6 mm

d1 > 2,6 … 10 mm

Thread depth

Tool material HSS-E HSS-E-PM

Type/form

Surface finish

Cooling

Tools with colour-ring

Thread  
type

Tolerance 
zone

Dim. 
to 

DIN 2184-1

Guhring no.
Ø-range

Prices on page

M ISO 2 
6H

DIN  
371

6HX

ISO 2 
6H

DIN  
376

6HX

MF ISO 2 
6H

DIN  
374

6HX

UNC 2B DIN  
~ 371

2B DIN  
~ 376

UNF 2B DIN  
~ 374

BSP – DIN 
5156

NPT - Werksnorm

NPTF - Werksnorm

DIN 376 / DIN 374 / DIN 5156
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797

≤3xD
HSS-E HSS-E

VA R25/C VA R15/C VA R15/C VA R25/C VA R40/C VA R40/C VA R40/C VA R40/C VA R40/C VA R50/C VA R50/C

S S S S C

843  
M3 
– 

M10 

2896  
M3 
– 

M10 

814  
M3 
– 

M10 

2862  
M3 
– 

M10 

1892  
M5 
– 

M10 

909  
M3 
– 

M10 

59  
M3 
– 

M10 

761  
M3 
– 

M10 

1139  
M5 
– 

M10 

785  
M12 

– 
M24 

2895  
M12 

– 
M24 

825  
M12 

– 
M24 

2863  
M12 

– 
M24 

1899  
M12 

– 
M20 

910  
M12 

– 
M24 

60  
M12 

– 
M20 

763  
M12 

– 
M20 

1142  
M12 

– 
M20 

1874 
M4x0,5 

–  
M22x2 

2897 
M4x0,5 

–  
M24x1,5 

2864 
M3x0,35 

–  
M24x1,5 

1906 
M5x0,5 

–  
M20x1,5 

936 
M8x1 

–  
M20x1,5 

1004 
M12x1,5 

–  
M20x1,5 

764 
M8x1 

–  
M20x1,5 

1144 
M8x1 

–  
M20x1,5

1981 
Nr.2-56 

–  
3/8“-16 

2865 
Nr.2-56 

–  
3/8“-16 

1986 
7/16“-14 

–  
7/8“-9 

2866 
7/16“-14 

–  
7/8“-9 

1991 
Nr.3-56 

–  
1“-12 

2898 
Nr.3-56 

–  
1“-12 

2867 
Nr.6-56 

–  
1“-12 

2868 
Nr.3-56 

–  
1“-12 

968 
G 1/16 

–  
G11/2“ 

939 
G 1/8 

–  
G1/2“ 

4159 
G 1/16 

–  
G1/2“

1087 
1/16 
–  

3/4 

1088 
1/16 
–  

3/4 

4127 
1/16 
–  
1

844 847 843 846 924 849 848

852 934

850 851 850 851 926 851 851

822 934

879 882 882 936 883 883

877 935

895 896

897 898

905 907 907 907

917 917 915

920 920

921

Threading tools

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Th
re

di
ng

 to
ol

s

Taps for stainless and acid-resistant steels

Blind holes

≤1,5xD
HSS-E-PM

only suitable with synchro tapping
shank tolerance h6

Art.-Nr. Guhring no.
Ø-range Ø-range

Prices on page Prices on page

40° spiral flute tap with conical rear 
clearance
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≤3xD
HSS-E

N/B N/B N/B N/B N/B N/B N/B

S M+A M+A S C C

2876 
M2
–

M10

313 
M3
–

M10

2427 
M3
–

M10

2517 
M5
–

M10

1285 
M2
–

M10

1287 
M3
–

M20

2990 
M2
–

M10

2991 
M3
–

M10

 942  
M5
–

M12

2877 
M3
–

M36

315 
M3
–

M24

2428 
M3
–

M16

1286 
M12

–
M20

 943 
M5x0,5

– 
M12x1,5

2879
M3x0,35

– 
M52x1,5

2878
M3x0,35

– 
M24x1,5

1291
M8x1

– 
M24x2

 944 
M14x1

– 
M16x1,5

2992
M8x1

– 
M18x1,5

2993
M8x1

– 
M18x1,5

2881
Nr.4-40

– 
3/8“-16

2880
Nr.4-40

– 
3/8“-16

2883
7/16“-14

– 
1“-8

2885
Nr.4-48

– 
1“-12

2884
Nr.4-48

– 
1“-12

2887
G 1/8

– 
G2“

2886
G 1/8

– 
G1“

1010 
M4
–

M16

859 854 858 931 861 861

859 859

859

875 872 875 863

890

885 885 889

886

885 885

900 899

901

909 909

919 919

923

Threading tools

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Taps for universal application in materials < 1000 N/mm²

Universal
Material no. 
to DIN 
EN 10 027

Abbreviation

Structural steels

1.0035 
1.0421 
1.0067 
1.0425

S185 (St33) 
St 52.0 
RSt 37-1 
P265GH

Free-cutting steels

1.0711 
1.0718 
1.0727 
1.0728

9S20 
11SMnPb30 
46S20 
(60 S 20)

Case hardened steels

1.7131 
1.6523 
1.7321 
1.7325

16MnCr5 
21NiCrMo2-2 
20MoCr4 
25MoCr4

Unalloyed heat-treatable 
steels

1.0402 
1.1151 
1.0503 
1.0601

C22 
C22E 
C45 
C60

Nitriding steels

1.8504 
1.8507 
1.8509 
1.8515 
1.8550

34CrAl6 
34CrAlMo5 
41CrAlMo7 
31CrMo12 
34CrAlNi4

Spheroidal graphite iron

0.7040 
0.7060

EN-GJS-400-15 
EN-GJS-600-3

Shank designs

Type clarification
(K) = rake angle correction 
NR40 = Type N, 40° RH spiral 
NR50 = Type N, 50° RH spiral

Through holes

d1 0.9 … 2.6 mm

d1 > 2.6 … 10 mm

Thread depth

Tool material HSS-E-PM Solid carbide*

Type/form

Surface finish

Cooling

universal Shank tolerance 
h6

Tools with colour-ring

Thread  
type

Tolerance 
zone

Dim. 
to 

DIN 2184-1

Guhring no.
Ø-range

Prices on page

M ISO 2
6H

DIN 
371

ISO 3
6G

6HX ~ DIN 
371/

*Guhring
std.

ISO 2
6H

DIN 
376

MF 6HX ~ DIN 
371

ISO 2
6H

DIN 
374

6HX

ISO 3
6G

UNC 2B DIN 
~ 371

2B DIN 
~ 376

UNF 2B DIN 
~ 374

G 
BSP

– DIN
5156

EG
M

6H
mod.

DIN
40435

DIN 376 / DIN 374 / DIN 5156

DIN 371

Suitable for CNC machining centres with 
synchro tapping chucks for extended tool life.



















































































































































































































































































































































































SPECIAL TAPS
Do you require a tap in a special dimension and with a special thread type or 
tolerance? In addition to our standard catalogue range we provide special solutions 
tailored to your specific requirements on request! 
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SPECIAL THREAD MILLING CUTTERS
In addition to our standard catalogue range, we also provide your specific solution 
for an efficient production, for example, with special dimensions and thread types 
as well as additional options such as de-burring, countersinking, drilling or facing 
steps.
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SPECIAL TAPS
Do you require a tap in a special dimension and with a special thread type or 
tolerance? In addition to our standard catalogue range we provide special 
solutions tailored to your specific requirements on request!
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Our OEM division was specifically created to provide direct support for the 
machine tool industry and has received ongoing development in recent 
years. Benefit from our know-how of process and tool planning, tool design, 
process optimisation and after-sales-service.

OEM
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l4

Guhring no. 3523 3541 3556

Standard Guhring std.

Tool material Solid carbide

Carbide grade K K/P K/P

Surface

Type TMU SP TMU SP TMU SP

Thread length

Cooling axial axial axial

Shank design cil. h6 cil. h6 cil. h6

Cutting direction right-hand right-hand right-hand

Discount group 108 108 108

Techn. data page

G P d1 d2 l1 l2 l4 Z Code no.
Availability

mm mm mm mm mm mm

M x 1 1.00 9.950 10.000 70.00 16.00 25.00 4 10.100
M x 1,25 1.25 9.950 10.000 70.00 16.00 25.00 4 10.125
M x 1,5 1.50 9.950 10.000 70.00 16.00 25.00 4 10.150
M x 1 1.00 11.950 12.000 80.00 20.00 31.00 4 12.100

M x 1,25 1.25 11.950 12.000 80.00 20.00 31.00 4 12.125
M x 1,5 1.50 11.950 12.000 80.00 20.00 31.00 4 12.150
M x 1 1.00 15.950 16.000 90.00 25.00 40.00 5 16.100

M x 1,5 1.50 15.950 16.000 90.00 25.00 40.00 5 16.150
M x 2 2.00 15.950 16.000 90.00 25.00 40.00 5 16.200
M x 3 3.00 17.950 18.000 102.00 33.00 50.00 5 18.300
M x 1 1.00 19.950 20.000 105.00 33.00 50.00 5 20.100

M x 1,5 1.50 19.950 20.000 105.00 33.00 50.00 5 20.150
M x 2 2.00 19.950 20.000 105.00 33.00 50.00 5 20.200

M x 2,5 2.50 19.950 20.000 105.00 33.00 50.00 5 20.250
M x 3 3.00 19.950 20.000 105.00 33.00 50.00 5 20.300

M x 3,5 3.50 19.950 20.000 105.00 33.00 50.00 5 20.350

Thread milling cutters for ISO metric threads

U
niversal thread 
m

illing cutters

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l m
m l m
l l m
l l m
m l m
l l m
l l
l l m
l l m
l l
l m m
l l m
l l m
m l m
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F

F
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F

A

A

A

A

Standard Type Shank 
design Tool illustration Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Ball nose end mills (4-fluted)

centre cutting

DIN 
6528 N HA Solid car-

bide 4,000 - 20,000 3727 117 1173

DIN 
6527 L N HB Solid car-

bide 3,000 - 20,000 3026 117 1173

DIN 
6527 L N HB Solid car-

bide 3,000 - 20,000 3050 117 1173

XL ball nose end mills (4-fluted)

centre cutting

Guhring 
std. N HA Solid car-

bide 3,000 - 12,000 3015 117 1174

Guhring 
std. N HA Solid car-

bide 3,000 - 12,000 3043 117 1174

Guhring 
std. N HA Solid car-

bide 3,000 - 12,000 6725 106 1174

GF 200 B - ball nose pr. cutters

for materials < 48 HRC, centre cutting

Guhring 
std. N HA Solid car-

bide 3,000 - 10,000 3044 106 1175

Guhring 
std. N HA Solid car-

bide 3,000 - 10,000 3045 106 1175

GF 500 B - HSC-ball nose profile cutters

for materials < 54 HRC, centre cutting

Guhring 
std. N HA Solid car-

bide 6,000 - 12,000 3854 106 1176

Guhring 
std. N HA Solid car-

bide 4,000 - 12,000 3866 106 1177

Guhring 
std. N HA Solid car-

bide 2,000 - 12,000 3848 106 1178

Guhring 
std. N HA Solid car-

bide 6,000 - 12,000 3855 106 1179

HPC radius end mills

M
illing cutters

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Material Hardness usable
GF type

Type of
application

cut
Vc

fz (mm/z) with nom. Ø

2 3 4 6 8 10 12 16

Structural + free-cutting steels, unalloyed heat-treatable + case hardened steels
1.0035 S185, 1.0486 P275N, 1.0345 P235GH, 1.0050, 1.0070, 1.8937
1.0718 11SMnPb30, 1.0736 11SMn37
1.0402 C22, 1.1178 C30E
1.0503 C45, 1.1191 C30E
1.0301 C10, 1.1121 C10E
1.1750 C75W, 1.2076 102Cr6, 1.2307 29CrMoV9

up to
850 

N/mm2

GF 500 B Roughing 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 B Finishing 300 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Free-cutting steels, unalloyed case hardened steels, nitriding steels
1.0727 46 S20, 1.0728 60 S20, 1.0757 46SPb20
1.0601 C60, 1.1221 C60E
1.7043 38Cr4
1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
1.8504 34CrAl6
1.8519 31CrMoV9, 1.8550 34CrAlNi7

850-
1,200

N/mm2

GF 500 B Roughing 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 B Finishing 300 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Alloyed heat-treatable, tool and high speed steels
1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4
1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2379 X155CrVMo12-1 
1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steel = 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4

850-
1,400

N/mm2

GF 500 B Roughing 180 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 B Finishing 280 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Hardened steel
Tool steel, heat-treatable steel, spring steel, 
high-speed steel, case hardened steel, etc. 
Z.B.: 1.2344 X40CrMoV5-1; 1.2767  X45NiCrMo4; 
1.2379 X155CrVMo12-1 ;1.2080 X210Cr12  1.3343 S 6-5-2

up to
54 HRC

GF 500 B Roughing 140 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

GF 500 B Finishing 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

54-60 
HRC

GF 300 B Roughing 80 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

GF 300 B Finishing 130 0.025 0.03 0.04 0.045 0.05 0.07 0.1 0.12

Stainless steel
1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X10CrNiS18-9
USA = 303, 410, 420F, 430, 430F

up to
750 

N/mm2

GF 500 B Roughing 180 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 B Finishing 280 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Stainless steel
1.4301X5CrNi18-10, 1.4303 X5CrNi18-12 1.4310 XCrNi18-8
USA  = 304, 304L, 420

750-850 
N/mm2

GF 500 B Roughing 120 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

GF 500 B Finishing 180 0.025 0.03 0.04 0.045 0.05 0.07 0.1 0.12

Stainless steel
1.4438 X2CrNiMo18-15-4, 1.4404 X2CrNiMo17-12-2, 1.4571 X6CrNiTi18-10
USA = 310, 316, 316B, 316L, 317

above
850 

N/mm2

GF 500 B Roughing 80 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

GF 500 B Finishing 130 0.025 0.03 0.04 0.045 0.05 0.07 0.1 0.12

Special alloys (nickel based “Ni“)
Nimonic, Inconel, Monel, Hastelloy

up to
1,300 

N/mm2

GF 500 B Roughing 40 0.01 0.02 0.03 0.035 0.04 0.05 0.07 0.08

GF 500 B Finishing 60 0.02 0.025 0.03 0.04 0.045 0.06 0.08 0.09

Titanium alloys (“Ti“)
3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2
3.7154 TiAl6Zr5, 3.7164 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5

up to
1,300 

N/mm2

GF 500 B Roughing 90 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

GF 500 B Finishing 150 0.025 0.03 0.04 0.045 0.05 0.07 0.1 0.12

Cast iron, grey cast iron, spheroidal graphite and malleable cast iron
0.6010 EN-GL100 (GG10), 0.6020 EN-GJL-200 (GG20), 
0.7050 EN-GJS-500-7 (GGG50), 0.8535 EN-GJMW-350-4 (GTW35)

up to
240 HB 30

GF 500 B Roughing 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 B Finishing 300 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Cast iron, grey cast iron, spheroidal graphite and malleable cast iron
0.6025 EN-GL250 (GG25), 0.6035 EN-GJL-350 (GG35), 
0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)

above
240 HB 30

GF 500 B Roughing 150 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 B Finishing 230 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Aluminium, Al-wrought alloys, Al-alloys
3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5

up to
3% Si

Aluminium-cast alloys
3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg

above
3% Si

GF 500 B Roughing 280 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 B Finishing 350 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Magnesium-alloys
MgMn2, G-MgAl8Zn1, G-MgAl6Zn3 -

Non-ferrous metals (copper, short- or long-chipping brass or bronze)
2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn
2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

up to
850 

N/mm2

GF 500 B Roughing 250 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 B Finishing 400 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Nom. diameter (mm)
Tool length/reach   up to  3xD    Vc and fz   100% Application Width/depth 2 3 4 6 8 10 12 16
Tool length/reach          3-5xD    Vc and fz     80% Roughing ae (mm) 0.1 0.15 0.2 0.4 0.6 0.75 1 1.2
Tool length/reach     > 5-10xD    Vc and fz     60% ap (mm) 0.15 0.15 0.3 0.5 0.75 1 1.5 1.5

Finishing ae (mm) 0.05 0.07 0.1 0.14 0.16 0.18 0.2 0.3
ap (mm) 0.05 0.05 0.07 0.1 0.15 0.2 0.25 0.3

All recommendations are valid for coated tools. For bright milling cutters please vc - 40% and fz -25%!

GF 500 B and GF 300 B (Ball Nose) 
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Material Hardness usable
GF type

Type of
application

cut
Vc

fz (mm/z)

2 3 4 6 8 10 12 16

Structural + free-cutting steels, unalloyed heat-treatable + case hardened steels
1.0035 S185, 1.0486 P275N, 1.0345 P235GH, 1.0050, 1.0070, 1.8937
1.0718 11SMnPb30, 1.0736 11SMn37
1.0402 C22, 1.1178 C30E
1.0503 C45, 1.1191 C30E
1.0301 C10, 1.1121 C10E
1.1750 C75W, 1.2076 102Cr6, 1.2307 29CrMoV9

up to
850 

N/mm2

GF 500 T Roughing 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 T Finishing 300 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Free-cutting steels, unalloyed case hardened steels, nitriding steels
1.0727 46 S20, 1.0728 60 S20, 1.0757 46SPb20
1.0601 C60, 1.1221 C60E
1.7043 38Cr4
1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
1.8504 34CrAl6
1.8519 31CrMoV9, 1.8550 34CrAlNi7

850-
1,200

N/mm2

GF 500 T Roughing 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 T Finishing 300 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Alloyed heat-treatable, tool and high speed steels
1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4
1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2379 X155CrVMo12-1 
1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steel = 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4

850-
1,400

N/mm2

GF 300 T Roughing 180 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 300 T Finishing 280 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Hardened steel
Tool steel, heat-treatable steel, spring steel, 
high-speed steel, case hardened steel, etc. 
Z.B.: 1.2344 X40CrMoV5-1; 1.2767  X45NiCrMo4; 
1.2379 X155CrVMo12-1 ;1.2080 X210Cr12  1.3343 S 6-5-2

up to
54 HRC

GF 300 T Roughing 140 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

GF 300 T Finishing 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

54-60 
HRC

GF 300 T Roughing 80 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

GF 300 T Finishing 130 0.025 0.03 0.04 0.045 0.05 0.07 0.1 0.12

Stainless steel
1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X10CrNiS18-9
USA = 303, 410, 420F, 430, 430F

up to
750 

N/mm2

GF 500 T Roughing 180 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 T Finishing 280 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Stainless steel
1.4301X5CrNi18-10, 1.4303 X5CrNi18-12 1.4310 XCrNi18-8
USA  = 304, 304L, 420

750-850 
N/mm2

GF 500 T Roughing 120 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

GF 500 T Finishing 180 0.025 0.03 0.04 0.045 0.05 0.07 0.1 0.12

Stainless steel
1.4438 X2CrNiMo18-15-4, 1.4404 X2CrNiMo17-12-2, 1.4571 X6CrNiTi18-10
USA = 310, 316, 316B, 316L, 317

above
850 

N/mm2

GF 500 T Roughing 80 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

GF 500 T Finishing 130 0.025 0.03 0.04 0.045 0.05 0.07 0.1 0.12

Special alloys (nickel based “Ni“)
Nimonic, Inconel, Monel, Hastelloy

up to
1,300 

N/mm2

GF 500 T Roughing 40 0.01 0.02 0.03 0.035 0.04 0.05 0.07 0.08

GF 500 T Finishing 60 0.02 0.025 0.03 0.04 0.045 0.06 0.08 0.09

Titanium alloys (“Ti“)
3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2
3.7154 TiAl6Zr5, 3.7164 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5

up to
1,300 

N/mm2

GF 500 T Roughing 90 0.02 0.03 0.035 0.04 0.05 0.07 0.08 0.1

GF 500 T Finishing 150 0.025 0.03 0.04 0.045 0.05 0.07 0.1 0.12

Cast iron, grey cast iron, spheroidal graphite and malleable cast iron
0.6010 EN-GL100 (GG10), 0.6020 EN-GJL-200 (GG20), 
0.7050 EN-GJS-500-7 (GGG50), 0.8535 EN-GJMW-350-4 (GTW35)

up to
240 HB 30

GF 500 T Roughing 200 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 300 T Finishing 300 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Cast iron, grey cast iron, spheroidal graphite and malleable cast iron
0.6025 EN-GL250 (GG25), 0.6035 EN-GJL-350 (GG35), 
0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)

above
240 HB 30

GF 300 T Roughing 150 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 300 T Finishing 230 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Aluminium, Al-wrought alloys, Al-alloys
3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5

up to
3% Si

Aluminium-cast alloys
3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg

above
3% Si

GF 500 T Roughing 280 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 T Finishing 350 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Magnesium-alloys
MgMn2, G-MgAl8Zn1, G-MgAl6Zn3 -

Non-ferrous metals (copper, short- or long-chipping brass or bronze)
2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn
2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

up to
850 

N/mm2

GF 500 T Roughing 250 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

GF 500 T Finishing 400 0.03 0.04 0.045 0.05 0.07 0.1 0.12 0.15

Nom. diameter (mm)
Tool length/reach  up to  3xD    Vc and fz   100% Application Width/depth 2 3 4 6 8 10 12 16
Tool length/reach          3-5xD    Vc and fz     80% Roughing ae (mm) 0.15 0.2 0.3 0.4 0.6 0.75 1 1.5
Tool length/reach     > 5-10xD    Vc and fz     60% ap (mm) 1 1.5 2 3 4 5 6 8

Finishing ae (mm) 0.08 0.11 0.13 0.15 0.2 0.3 0.4 0.5
ap (mm) 0.2 0.3 0.4 0.7 1 1.5 2 3

All recommendations are valid for coated tools. For bright milling cutters please vc - 40% and fz -25%!

GF 500 T/GF 300 T („Torus“ Nose / Corner Radius)
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fz-corrections:* Application Feed width (ae) Feed depth (ap)
ap = 2 x d; fz -30% Slotting* 1 x d 0.5 up to 1.0 x d
fz-corrections:** Roughing* 0.5 up to 0.9 x d 0.5 up to 1.0 x d
ap = 1-2 x d; fz +25% Finishing 0.05 up to 0.1 x d 1.0 up to 2.0 x d
fz-corrections:*** HPC-roughing** 0.25 up to 0.5 x d 1.0 up to 2.0 x d
ap = 1-2 x d; fz +60% HSC-roughing*** 0.1 up to 0.25 x d 1.0 up to 2.0 x d

Material Hardness usable
type

Type of
application

cut
Vc

fz (mm/z)

3 6 8 10 12 16 20 25

Structural + free-cutting steels, unalloyed heat-treatable + case hardened steels
1.0035 S185, 1.0486 P275N, 1.0345 P235GH, 1.0050, 1.0070, 1.8937
1.0718 11SMnPb30, 1.0736 11SMn37
1.0402 C22, 1.1178 C30E
1.0503 C45, 1.1191 C30E
1.0301 C10, 1.1121 C10E
1.1750 C75W, 1.2076 102Cr6, 1.2307 29CrMoV9

up to
850 

N/mm2

2-fluted Slotting 125 0.013 0.025 0.032 0.042 0.049 0.063 0.070 0.105

2- or 3-fluted Roughing 140 0.014 0.028 0.039 0.049 0.060 0.070 0.084 0.119

4-fluted Finishing 190 0.011 0.021 0.028 0.039 0.046 0.056 0.067 0.098

Free-cutting steels, unalloyed case hardened steels, nitriding steels
1.0727 46 S20, 1.0728 60 S20, 1.0757 46SPb20
1.0601 C60, 1.1221 C60E
1.7043 38Cr4
1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
1.8504 34CrAl6
1.8519 31CrMoV9, 1.8550 34CrAlNi7

850-
1,200

N/mm2

2-fluted Slotting 110 0.013 0.025 0.032 0.042 0.049 0.063 0.070 0.105

2- or 3-fluted Roughing 130 0.014 0.028 0.039 0.049 0.060 0.070 0.084 0.119

4-fluted Finishing 150 0.011 0.021 0.028 0.039 0.046 0.056 0.067 0.098

Alloyed heat-treatable, tool and high speed steels
1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4
1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2379 X155CrVMo12-1 
1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steel = 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4

850-
1,400

N/mm2

2-fluted Slotting 95 0.011 0.021 0.028 0.039 0.046 0.056 0.067 0.098

2- or 3-fluted Roughing 115 0.014 0.028 0.035 0.046 0.056 0.067 0.077 0.112

4-fluted Finishing 140 0.011 0.021 0.028 0.035 0.042 0.049 0.063 0.091

Hardened steel
Tool steel, heat-treatable steel, spring steel, 
high-speed steel, case hardened steel, etc. 
Z.B.: 1.2344 X40CrMoV5-1; 1.2767  X45NiCrMo4; 
1.2379 X155CrVMo12-1 ;1.2080 X210Cr12  1.3343 S 6-5-2

up to
54 HRC

2-fluted Slotting 50 0.007 0.015 0.018 0.024 0.027 0.036 0.042 0.060

2- or 3-fluted Roughing 75 0.009 0.015 0.021 0.027 0.030 0.039 0.048 0.072

4-fluted Finishing 105 0.009 0.018 0.024 0.030 0.036 0.042 0.054 0.078

54-60 
HRC

2-fluted Slotting

2- or 3-fluted Roughing

4-fluted Finishing

Stainless steel
1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X10CrNiS18-9
USA = 303, 410, 420F, 430, 430F

up to
750 

N/mm2

2-fluted Slotting 85 0.009 0.018 0.024 0.030 0.036 0.042 0.054 0.078

2- or 3-fluted Roughing 100 0.011 0.021 0.027 0.036 0.042 0.054 0.060 0.090

4-fluted Finishing 125 0.010 0.018 0.024 0.033 0.039 0.048 0.057 0.084

Stainless steel
1.4301X5CrNi18-10, 1.4303 X5CrNi18-12 1.4310 XCrNi18-8
USA  = 304, 304L, 420

750-850 
N/mm2

2-fluted Slotting 55 0.009 0.015 0.021 0.027 0.030 0.039 0.048 0.072

2- or 3-fluted Roughing 85 0.010 0.018 0.024 0.033 0.039 0.048 0.057 0.084

4-fluted Finishing 100 0.009 0.018 0.024 0.030 0.036 0.042 0.054 0.078

Stainless steel
1.4438 X2CrNiMo18-15-4, 1.4404 X2CrNiMo17-12-2, 1.4571 X6CrNiTi18-10
USA = 310, 316, 316B, 316L, 317

above
850 

N/mm2

2-fluted Slotting 50 0.007 0.015 0.018 0.024 0.027 0.036 0.042 0.060

2- or 3-fluted Roughing 70 0.009 0.015 0.021 0.027 0.030 0.039 0.048 0.072

4-fluted Finishing 85 0.009 0.015 0.021 0.027 0.030 0.039 0.048 0.072

Special alloys (nickel based “Ni“)
Nimonic, Inconel, Monel, Hastelloy

up to
1,300 

N/mm2

2-fluted Slotting 20 0.006 0.009 0.012 0.015 0.018 0.024 0.030 0.036

2- or 3-fluted Roughing 25 0.006 0.012 0.018 0.021 0.024 0.033 0.039 0.048

4-fluted Finishing 30 0.009 0.015 0.021 0.027 0.030 0.039 0.048 0.072

Titanium alloys (“Ti“)
3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2
3.7154 TiAl6Zr5, 3.7164 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5

up to
1,300 

N/mm2

2-fluted Slotting 40 0.009 0.015 0.021 0.027 0.030 0.039 0.048 0.072

2- or 3-fluted Roughing 60 0.010 0.018 0.024 0.033 0.039 0.048 0.057 0.084

4-fluted Finishing 90 0.010 0.018 0.024 0.033 0.039 0.048 0.057 0.084

Cast iron, grey cast iron, spheroidal graphite and malleable cast iron
0.6010 EN-GL100 (GG10), 0.6020 EN-GJL-200 (GG20), 
0.7050 EN-GJS-500-7 (GGG50), 0.8535 EN-GJMW-350-4 (GTW35)

up to
240 HB 30

2-fluted Slotting 115 0.012 0.024 0.030 0.039 0.048 0.057 0.066 0.096

2- or 3-fluted Roughing 125 0.012 0.024 0.033 0.042 0.051 0.060 0.072 0.102

4-fluted Finishing 155 0.011 0.021 0.027 0.036 0.042 0.054 0.060 0.090

Cast iron, grey cast iron, spheroidal graphite and malleable cast iron
0.6025 EN-GL250 (GG25), 0.6035 EN-GJL-350 (GG35), 
0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)

above
240 HB 30

2-fluted Slotting 100 0.010 0.018 0.024 0.033 0.039 0.048 0.057 0.084

2- or 3-fluted Roughing 115 0.012 0.024 0.030 0.039 0.048 0.057 0.066 0.096

4-fluted Finishing 140 0.011 0.021 0.027 0.036 0.042 0.054 0.060 0.090

Aluminium, Al-wrought alloys, Al-alloys
3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5

up to
3% Si

2-fluted Slotting 350 0.014 0.028 0.035 0.046 0.056 0.067 0.077 0.112

2- or 3-fluted Roughing 420 0.014 0.028 0.039 0.049 0.060 0.070 0.084 0.119

4-fluted Finishing 700 0.013 0.025 0.032 0.042 0.049 0.063 0.070 0.105

Aluminium-cast alloys
3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg

above
3% Si

2-fluted Slotting 160 0.011 0.021 0.028 0.039 0.046 0.056 0.067 0.098

2- or 3-fluted Roughing 200 0.014 0.028 0.035 0.046 0.056 0.067 0.077 0.112

4-fluted Finishing 245 0.013 0.025 0.032 0.042 0.049 0.063 0.070 0.105

Magnesium-alloys
MgMn2, G-MgAl8Zn1, G-MgAl6Zn3 -

2-fluted Slotting 125 0.011 0.021 0.028 0.039 0.046 0.056 0.067 0.098

2- or 3-fluted Roughing 150 0.014 0.028 0.035 0.046 0.056 0.067 0.077 0.112

4-fluted Finishing 200 0.013 0.025 0.032 0.042 0.049 0.063 0.070 0.105

Non-ferrous metals (copper, short- or long-chipping brass or bronze)
2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn
2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

up to
850 

N/mm2

2-fluted Slotting 175 0.011 0.018 0.025 0.032 0.035 0.046 0.056 0.084

2- or 3-fluted Roughing 210 0.011 0.021 0.028 0.039 0.046 0.056 0.067 0.098

4-fluted Finishing 280 0.011 0.021 0.028 0.039 0.046 0.056 0.067 0.098

All recommendations are valid for coated tools. For bright milling cutters please vc - 40% and fz -25%!

Universal end mills 2-/3-/4-fluted Type N
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Material Hardness usable
type

Type of
application

cut
Vc

fz (mm/z)

2 3 4 6 8 10 12 16

Structural + free-cutting steels, unalloyed heat-treatable + case hardened steels
1.0035 S185, 1.0486 P275N, 1.0345 P235GH, 1.0050, 1.0070, 1.8937
1.0718 11SMnPb30, 1.0736 11SMn37
1.0402 C22, 1.1178 C30E
1.0503 C45, 1.1191 C30E
1.0301 C10, 1.1121 C10E
1.1750 C75W, 1.2076 102Cr6, 1.2307 29CrMoV9

up to
850 

N/mm2

Free-cutting steels, unalloyed case hardened steels, nitriding steels
1.0727 46 S20, 1.0728 60 S20, 1.0757 46SPb20
1.0601 C60, 1.1221 C60E
1.7043 38Cr4
1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
1.8504 34CrAl6
1.8519 31CrMoV9, 1.8550 34CrAlNi7

850-
1,200

N/mm2

Alloyed heat-treatable, tool and high speed steels
1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4
1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2379 X155CrVMo12-1 
1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steel = 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4

850-
1,400

N/mm2

Hardened steel
Tool steel, heat-treatable steel, spring steel, 
high-speed steel, case hardened steel, etc. 
Z.B.: 1.2344 X40CrMoV5-1; 1.2767  X45NiCrMo4; 
1.2379 X155CrVMo12-1 ;1.2080 X210Cr12  1.3343 S 6-5-2

up to
54 HRC

54-60 
HRC

Stainless steel
1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X10CrNiS18-9
USA = 303, 410, 420F, 430, 430F

up to
750 

N/mm2

Stainless steel
1.4301X5CrNi18-10, 1.4303 X5CrNi18-12 1.4310 XCrNi18-8
USA  = 304, 304L, 420

750-850 
N/mm2

Stainless steel
1.4438 X2CrNiMo18-15-4, 1.4404 X2CrNiMo17-12-2, 1.4571 X6CrNiTi18-10
USA = 310, 316, 316B, 316L, 317

above
850 

N/mm2

Special alloys (nickel based “Ni“)
Nimonic, Inconel, Monel, Hastelloy

up to
1,300 

N/mm2

Titanium alloys (“Ti“)
3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2
3.7154 TiAl6Zr5, 3.7164 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5

up to
1,300 

N/mm2

Cast iron, grey cast iron, spheroidal graphite and malleable cast iron
0.6010 EN-GL100 (GG10), 0.6020 EN-GJL-200 (GG20), 
0.7050 EN-GJS-500-7 (GGG50), 0.8535 EN-GJMW-350-4 (GTW35)

up to
240 HB 30

Cast iron, grey cast iron, spheroidal graphite and malleable cast iron
0.6025 EN-GL250 (GG25), 0.6035 EN-GJL-350 (GG35), 
0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)

above
240 HB 30

Aluminium, Al-wrought alloys, Al-alloys
3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5

up to
3% Si

2-fluted Slotting 350 0.014 0.028 0.035 0.046 0.056 0.067 0.077 0.112

2-fluted Roughing 420 0.014 0.028 0.039 0.049 0.060 0.070 0.084 0.119

2-fluted Finishing 700 0.013 0.025 0.032 0.042 0.049 0.063 0.070 0.105

Aluminium-cast alloys
3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg

above
3% Si

2-fluted Slotting 160 0.011 0.021 0.028 0.039 0.046 0.056 0.067 0.098

2-fluted Roughing 200 0.014 0.028 0.035 0.046 0.056 0.067 0.077 0.112

2-fluted Finishing 245 0.013 0.025 0.032 0.042 0.049 0.063 0.070 0.105

Magnesium-alloys
MgMn2, G-MgAl8Zn1, G-MgAl6Zn3 -

2-fluted Slotting 125 0.011 0.021 0.028 0.039 0.046 0.056 0.067 0.098

2-fluted Roughing 150 0.014 0.028 0.035 0.046 0.056 0.067 0.077 0.112

2-fluted Finishing 200 0.013 0.025 0.032 0.042 0.049 0.063 0.070 0.105

Non-ferrous metals (copper, short- or long-chipping brass or bronze)
2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn
2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

up to
850 

N/mm2

2-fluted Slotting 175 0.011 0.018 0.025 0.032 0.035 0.046 0.056 0.084

2-fluted Roughing 210 0.011 0.021 0.028 0.039 0.046 0.056 0.067 0.098

2-fluted Finishing 280 0.011 0.021 0.028 0.039 0.046 0.056 0.067 0.098

fz-corrections:* Application Feed width (ae) Feed depth (ap)
ap = 2 x d; fz -30% Slotting* 1 x d 0.5 up to 1.0 x d
fz-corrections:** Roughing* 0.5 up to 0.9 x d 0.5 up to 1.0 x d
ap = 1-2 x d; fz +25% Finishing 0.05 up to 0.1 x d 1.0 up to 2.0 x d
fz-corrections:*** HPC-roughing** 0.25 up to 0.5 x d 1.0 up to 2.0 x d
ap = 1-2 x d; fz +60% HSC-roughing*** 0.1 up to 0.25 x d 1.0 up to 2.0 x d

Slot drills 2-fluted type W for Aluminium

All recommendations are valid for coated tools. For bright milling cutters please vc - 40% and fz -25%!
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Material Hardness usable
type

Type of
application

cut
Vc

fz (mm/z)

3 6 8 10 12 16 20 25

Structural + free-cutting steels, unalloyed heat-treatable + case hardened steels
1.0035 S185, 1.0486 P275N, 1.0345 P235GH, 1.0050, 1.0070, 1.8937
1.0718 11SMnPb30, 1.0736 11SMn37
1.0402 C22, 1.1178 C30E
1.0503 C45, 1.1191 C30E
1.0301 C10, 1.1121 C10E
1.1750 C75W, 1.2076 102Cr6, 1.2307 29CrMoV9

up to
850 

N/mm2

2-/4-fluted Roughing 175 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

2-/4-fluted Finishing 350 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

Free-cutting steels, unalloyed case hardened steels, nitriding steels
1.0727 46 S20, 1.0728 60 S20, 1.0757 46SPb20
1.0601 C60, 1.1221 C60E
1.7043 38Cr4
1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
1.8504 34CrAl6
1.8519 31CrMoV9, 1.8550 34CrAlNi7

850-
1,200

N/mm2

2-/4-fluted Roughing 175 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

2-/4-fluted Finishing 245 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

Alloyed heat-treatable, tool and high speed steels
1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4
1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2379 X155CrVMo12-1 
1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steel = 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4

850-
1,400

N/mm2

2-/4-fluted Roughing 140 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

2-/4-fluted Finishing 210 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

Hardened steel
Tool steel, heat-treatable steel, spring steel, 
high-speed steel, case hardened steel, etc. 
Z.B.: 1.2344 X40CrMoV5-1; 1.2767  X45NiCrMo4; 
1.2379 X155CrVMo12-1 ;1.2080 X210Cr12  1.3343 S 6-5-2

up to
54 HRC

Roughing

Finishing

54-60 
HRC

Roughing

Finishing

Stainless steel
1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X10CrNiS18-9
USA = 303, 410, 420F, 430, 430F

up to
750 

N/mm2

2-/4-fluted Roughing 126 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

2-/4-fluted Finishing 196 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

Stainless steel
1.4301X5CrNi18-10, 1.4303 X5CrNi18-12 1.4310 XCrNi18-8
USA  = 304, 304L, 420

750-850 
N/mm2

2-/4-fluted Roughing 91 0.014 0.021 0.025 0.028 0.035 0.049 0.056 0.070

2-/4-fluted Finishing 140 0.018 0.021 0.028 0.032 0.035 0.049 0.070 0.084

Stainless steel
1.4438 X2CrNiMo18-15-4, 1.4404 X2CrNiMo17-12-2, 1.4571 X6CrNiTi18-10
USA = 310, 316, 316B, 316L, 317

above
850 

N/mm2

2-/4-fluted Roughing 56 0.014 0.021 0.025 0.028 0.035 0.049 0.056 0.070

2-/4-fluted Finishing 91 0.018 0.021 0.028 0.032 0.035 0.049 0.070 0.084

Special alloys (nickel based “Ni“)
Nimonic, Inconel, Monel, Hastelloy

up to
1,300 

N/mm2

2-/4-fluted Roughing 28 0.007 0.014 0.021 0.025 0.028 0.035 0.049 0.056

2-/4-fluted Finishing 42 0.014 0.018 0.021 0.028 0.032 0.042 0.056 0.063

Titanium alloys (“Ti“)
3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2
3.7154 TiAl6Zr5, 3.7164 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5

up to
1,300 

N/mm2

2-/4-fluted Roughing 56 0.014 0.021 0.025 0.028 0.035 0.049 0.056 0.070

2-/4-fluted Finishing 105 0.018 0.021 0.028 0.032 0.035 0.049 0.070 0.084

Cast iron, grey cast iron, spheroidal graphite and malleable cast iron
0.6010 EN-GL100 (GG10), 0.6020 EN-GJL-200 (GG20), 
0.7050 EN-GJS-500-7 (GGG50), 0.8535 EN-GJMW-350-4 (GTW35)

up to
240 HB 30

2-/4-fluted Roughing 140 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

2-/4-fluted Finishing 210 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

Cast iron, grey cast iron, spheroidal graphite and malleable cast iron
0.6025 EN-GL250 (GG25), 0.6035 EN-GJL-350 (GG35), 
0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)

above
240 HB 30

2-/4-fluted Roughing 105 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

2-/4-fluted Finishing 161 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

Aluminium, Al-wrought alloys, Al-alloys
3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5

up to
3% Si

Aluminium-cast alloys
3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg

above
3% Si

2-/4-fluted Roughing 196 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

2-/4-fluted Finishing 245 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

Magnesium-alloys
MgMn2, G-MgAl8Zn1, G-MgAl6Zn3 -

Non-ferrous metals (copper, short- or long-chipping brass or bronze)
2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn
2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

up to
850 

N/mm2

2-/4-fluted Roughing 175 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

2-/4-fluted Finishing 280 0.021 0.028 0.032 0.035 0.049 0.070 0.084 0.105

All recommendations are valid for coated tools. For bright milling cutters please vc - 40% and fz -25%!

Nom. diameter (mm)
Tool length/reach  up to  3xD    Vc and fz   100% Application Width/depth 2 3 4 6 8 10 12 16
Tool length/reach          3-5xD    Vc and fz     80% Roughing ae (mm) 0.1 0.15 0.2 0.4 0.6 0.75 1 1.2
Tool length/reach     > 5-10xD    Vc and fz     60% ap (mm) 0.15 0.15 0.3 0.5 0.75 1 1.5 1.5

Finishing ae (mm) 0.05 0.07 0.1 0.14 0.16 0.18 0.2 0.3
ap (mm) 0.05 0.05 0.07 0.1 0.15 0.2 0.25 0.3

Universal Slot drills and end mills with ball nose
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RF 100 VA/NF
centre cutting

Guhring no. 3733 3885

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type NF NF

Shank design HA HB

Helix 36°/38°

Tolerance h10 h10

Discount group 106 106

Techn. data page

d1 d2 d3 l1 l2 l3 Z
Availability

mm mm mm mm mm mm

6.000 6.000 5.500 65.00 10.00 29.00 4
8.000 8.000 7.500 75.00 12.00 39.00 4

10.000 10.000 9.200 80.00 14.00 40.00 4
12.000 12.000 11.200 93.00 16.00 48.00 4
16.000 16.000 15.000 108.00 22.00 60.00 4
20.000 20.000 19.000 126.00 26.00 76.00 4

RF 100 VA/NF
centre cutting

Guhring no. 3696 3718

Standard DIN 6527 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type NF NF

Shank design HA HB

Helix 36°/38°

Tolerance h10 h10

Discount group 106 106

Techn. data page

d1 d2 d3 l1 l2 l3 Z
Availability

mm mm mm mm mm mm

5.000 6.000 4.500 57.00 13.00 21.00 4
6.000 6.000 5.500 57.00 13.00 21.00 4
7.000 8.000 6.500 63.00 16.00 27.00 4
8.000 8.000 7.500 63.00 19.00 27.00 4
9.000 10.000 8.500 72.00 19.00 32.00 4

10.000 10.000 9.200 72.00 22.00 32.00 4
12.000 12.000 11.200 83.00 26.00 38.00 4
14.000 14.000 13.200 83.00 26.00 38.00 4
16.000 16.000 15.000 92.00 32.00 44.00 4
18.000 20.000 17.000 92.00 32.00 44.00 4
20.000 20.000 19.000 104.00 38.00 54.00 4
25.000 25.000 23.500 121.00 45.00 65.00 4
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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RF 100 U • • • • • •
RF 100 U/HF • • • • •
RF 100 F • • • •
RF 100 VA • • • •
RF 100 VA/NF • • • •
RF 100 A • •
RF 100 A/WF • •
RF 100 Ti • • •
RF 100 H • • • •
RF 100 SF • • • • • • • • • • •
• •

  36°

  38°

RF 100 VA with ball nose
centre cutting

Guhring no. 6707 6708

Standard DIN 6527 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type N N

Shank design HA HB

Helix 36°/38°

Tolerance h10 h10

Discount group 106 106

Techn. data page

d1 d2 d3 l1 l2 l3 Z
Availability

mm mm mm mm mm mm

4.000 6.000 3.700 57.00 11.00 21.00 4
5.000 6.000 4.700 57.00 13.00 21.00 4
6.000 6.000 5.500 57.00 13.00 21.00 4
8.000 8.000 7.500 63.00 19.00 27.00 4

10.000 10.000 9.200 72.00 22.00 32.00 4
12.000 12.000 11.200 83.00 26.00 38.00 4
16.000 16.000 15.000 92.00 32.00 44.00 4
20.000 20.000 19.000 104.00 38.00 54.00 4
25.000 25.000 23.500 121.00 45.00 65.00 4
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RF 100 VA - high-performance end mills 
for stainless steels with ball nose

The cutting force comparison between a conventional 
milling cutter type N and the RF 100 shows a clearly 
quieter. more rigid operation of the RF 100.

Ff
 in

 [N
]

Ff
 in

 [N
]

Milling length section [mm]

Type N

RF 100

RF 100 VA high-performance end mills excel thanks 
to unequal helix angles which considerably reduce vi-
bration. The uneven helix angle vastly improves sur-
face quality with finishing operations and considerably 
higher feed rates with slot drilling and roughing opera-
tions are also achieved.

With many applications. the complete milling process 
can be covered with one RF 100. which as well as 
increasing tool life and dimensional accuracy of the 
workpiece generates a considerable cost advantage.

Summary of advantages
•	suitable for roughing 
   and finishing
•	up to 60% higher feed rates
•	up to 4-times longer tool life
•	vibration-free operation
•	 improved workpiece surface
   quality

Material
(ISO-code)
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RF 100 U • • • • • •
RF 100 U/HF • • • • •
RF 100 F • • • •
RF 100 VA • • • •
RF 100 VA/NF • • • •
RF 100 A • •
RF 100 A/WF • •
RF 100 Ti • • •
RF 100 H • • • •
RF 100 SF • • • • • • • • • • •
• •

  40°

42°

RF 100 A
centre cutting

Guhring no. 3202 3319

Standard DIN 6527 L

Tool material Solid carbide

Carbide grade K

Surface

Type W W

Shank design HA HB

Helix 40°/42°

Tolerance h10 h10

Discount group 106 106

Techn. data page

d1 d2 d3 l1 l2 l3 Z
Availability

mm mm mm mm mm mm

4.000 6.000 3.700 57.00 11.00 21.00 4
5.000 6.000 4.700 57.00 13.00 21.00 4
6.000 6.000 5.500 57.00 13.00 21.00 4
8.000 8.000 7.500 63.00 19.00 27.00 4

10.000 10.000 9.200 72.00 22.00 32.00 4
12.000 12.000 11.200 83.00 26.00 38.00 4
16.000 16.000 15.000 92.00 32.00 44.00 4
20.000 20.000 19.000 104.00 38.00 54.00 4

H
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ance 
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nd m
ills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

RF 100 A - high-performance roughing 
end mills for aluminium and Al-alloys

The cutting force comparison between a conventional 
milling cutter type N and the RF 100 shows a clearly 
quieter. more rigid operation of the RF 100.

Ff
 in

 [N
]

Ff
 in

 [N
]

Milling length section [mm]

Type N

RF 100

RF 100 high-perfomance end mills excel thanks to un-
equal helix angles which considerably reduce vibra-
tion. The uneven helix angle vastly improves surface 
quality for finishing operations and a considerably 
higher feed rate for slot drilling and roughing opera-
tions are also achieved.

With many applications, the complete milling process 
can be covered with one RF 100, which as well as 
increasing tool life and dimensional accuracy of the 
workpiece generates a considerable cost advantage.

Summary of advantages
•	suitable for roughing 
   and finishing
•	up to 60% higher feed rates
•	up to 4-times longer tool life
•	vibration-free operation
•	 improved workpiece surface
   quality

Material
(ISO-code)
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  = optimal suitability = limited suitability

micro-corner protection 
for longer tool life

with neck clearance
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RF 100 A (3-fluted)
centre cutting

Guhring no. 3473

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type W

Shank design HA

Helix 39°/40°41°

Tolerance h10

Discount group 106

Techn. data page

d1 d2 d3 l1 l2 l3 Z
Availability

mm mm mm mm mm mm

6.000 6.000 5.500 65.00 13.00 29.00 3
8.000 8.000 7.500 75.00 19.00 39.00 3

10.000 10.000 9.200 80.00 22.00 40.00 3
12.000 12.000 11.200 93.00 26.00 48.00 3
16.000 16.000 15.000 108.00 32.00 60.00 3
20.000 20.000 19.000 126.00 38.00 76.00 3

RF 100 A (3-fluted)
centre cutting

Guhring no. 3472

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type W

Shank design HA

Helix 39°/40°41°

Tolerance h10

Discount group 106

Techn. data page

d1 d2 d3 l1 l2 l3 Z
Availability

mm mm mm mm mm mm

3.000 6.000 2.700 57.00 8.00 21.00 3
4.000 6.000 3.700 57.00 11.00 21.00 3
5.000 6.000 4.700 57.00 13.00 21.00 3
6.000 6.000 5.500 57.00 13.00 21.00 3
8.000 8.000 7.500 63.00 19.00 27.00 3

10.000 10.000 9.200 72.00 22.00 32.00 3
12.000 12.000 11.200 83.00 26.00 38.00 3
16.000 16.000 15.000 92.00 32.00 44.00 3
20.000 20.000 19.000 104.00 38.00 54.00 3
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RF 100 A (3-fluted)
centre cutting

Guhring no. 6703

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type W

Shank design HB

Helix 39°/40°/41°

Tolerance h10

Discount group 106

Techn. data page

d1 d2 d3 l1 l2 l3 Z
Availability

mm mm mm mm mm mm

6.000 6.000 5.500 65.00 13.00 29.00 3
8.000 8.000 7.500 75.00 19.00 39.00 3

10.000 10.000 9.200 80.00 22.00 40.00 3
12.000 12.000 11.200 93.00 26.00 48.00 3
16.000 16.000 15.000 108.00 32.00 60.00 3
20.000 20.000 19.000 126.00 38.00 76.00 3

RF 100 A (3-fluted)
centre cutting

Guhring no. 6702

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type W

Shank design HB

Helix 39°/40°/41°

Tolerance h10

Discount group 106

Techn. data page

d1 d2 d3 l1 l2 l3 Z
Availability

mm mm mm mm mm mm

3.000 6.000 2.700 57.00 8.00 21.00 3
4.000 6.000 3.700 57.00 11.00 21.00 3
5.000 6.000 4.700 57.00 13.00 21.00 3
6.000 6.000 5.500 57.00 13.00 21.00 3
8.000 8.000 7.500 63.00 19.00 27.00 3

10.000 10.000 9.200 72.00 22.00 32.00 3
12.000 12.000 11.200 83.00 26.00 38.00 3
16.000 16.000 15.000 92.00 32.00 44.00 3
20.000 20.000 19.000 104.00 38.00 54.00 3
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GF 200 B - ball nose pr. cutters
for materials < 48 HRC, centre cutting

Guhring no. 3045

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type N

Shank design HA

Helix 30°

Tolerance h10

Discount group 106

Techn. data page

d1 d2 l1 l2 Z
Availability

mm mm mm mm

3.000 6.000 75.00 4.00 4
4.000 6.000 75.00 5.00 4
5.000 6.000 75.00 6.00 4
6.000 8.000 75.00 8.00 4
8.000 10.000 100.00 12.00 4

10.000 12.000 100.00 15.00 4

GF 200 B - ball nose pr. cutters
for materials < 48 HRC, centre cutting

Guhring no. 3044

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type N

Shank design HA

Helix 0°

Tolerance h10

Discount group 106

Techn. data page

d1 d2 l1 l2 Z
Availability

mm mm mm mm

3.000 6.000 75.00 4.00 2
4.000 6.000 75.00 5.00 2
5.000 6.000 75.00 6.00 2
6.000 8.000 75.00 8.00 2
8.000 10.000 100.00 12.00 2

10.000 12.000 100.00 15.00 2
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GF 500 B - HSC-ball nose profile cutters
for materials < 54 HRC, centre cutting

Guhring no. 3854

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type N

Shank design HA

Helix 30°

Tolerance h8

Discount group 106

Techn. data page

d1 d2 d3 l1 l2 l3 l4 r β Z
Availability

mm mm mm mm mm mm mm mm °

6.000 6.000 57.00 12.00 24.00 3.00 2
8.000 8.000 63.00 16.00 29.00 4.00 2
10.000 10.000 72.00 20.00 35.00 5.00 2
12.000 12.000 83.00 24.00 42.00 6.00 2
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Slot drills (2-fluted)
centre cutting

Guhring no. 3092

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type N

Shank design cil. h6

Helix 30°

Tolerance h10

Discount group 106

Techn. data page

d1 d2 l1 l2 Z Code 
no. Availability

inch inch inch inch

1/16 1/8 1 1/2 1/8 2 1.590
1/8 1/8 1 1/2 1/4 2 3.170

3/16 3/16 2 3/8 2 4.760
1/4 1/4 2 1/2 2 6.350

5/16 5/16 2 1/2 2 7.940
3/8 3/8 2 5/8 2 9.520

7/16 7/16 2 1/2 5/8 2 11.110
1/2 1/2 2 1/2 5/8 2 12.700
5/8 5/8 3 3/4 2 15.870
3/4 3/4 3 1 2 19.050

Slot drills (2-fluted)
centre cutting

Guhring no. 3148 3146

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P K

Surface

Type N N

Shank design cil. h6 cil. h6

Helix 30° 30°

Tolerance h10 h10

Discount group 106 106

Techn. data page

d1 d2 l1 l2 Z Code 
no. Availability

inch inch inch inch

1/16 1/8 1 1/2 3/16 2 1.590
3/32 1/8 1 1/2 1/4 2 2.380
1/8 1/8 1 1/2 3/8 2 3.170

5/32 3/16 2 1/2 2 3.970
3/16 3/16 2 3/8 2 4.760
7/32 1/4 2 1/2 5/8 2 5.560
1/4 1/4 2 1/2 3/4 2 6.350

9/32 5/16 2 1/2 3/4 2 7.140
5/16 5/16 2 1/2 13/16 2 7.940

11/32 3/8 2 1/2 1 2 8.730
3/8 3/8 2 1/2 1 2 9.520

13/32 7/16 2 3/4 1 2 10.320
7/16 7/16 2 3/4 1 2 11.110

15/32 1/2 3 1 2 11.910
1/2 1/2 3 1 2 12.700

9/16 9/16 3 1/2 1 1/8 2 14.290
5/8 5/8 3 1/2 1 1/4 2 15.870

11/16 3/4 4 1 3/8 2 17.460
3/4 3/4 4 1 1/2 2 19.050
1 1 4 1 1/2 2 25.400

S
olid carbide end 
m

ills (im
perial)

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Slot drills (2-fluted)
centre cutting

Guhring no. 3147 3149

Standard Guhring std.

Tool material Solid carbide

Carbide grade K K/P

Surface

Type N N

Shank design cil. h6 cil. h6

Helix 30° 30°

Tolerance h10 h10

Discount group 106 106

Techn. data page

d1 d2 l1 l2 Z Code 
no. Availability

inch inch inch inch

1/8 1/8 2 1/2 2 3.170
3/16 3/16 2 1/2 3/4 2 4.760
1/4 1/4 3 1 1/8 2 6.350

5/16 5/16 3 1 1/8 2 7.940
3/8 3/8 3 1 1/8 2 9.520

7/16 7/16 4 1/2 2 2 11.110
1/2 1/2 4 1/2 2 2 12.700
5/8 5/8 5 2 1/4 2 15.870
3/4 3/4 5 2 1/4 2 19.050
1 1 5 2 1/4 2 25.400

S
ol

id
 c

ar
bi

de
 e

nd
 

m
ill

s 
(im

pe
ria

l)

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

The perfect combination: 
Shrink fit chuck + end mill with 
HA shank

Induction shrink fit system  
with integrated  
length pre-setting

with axial adjustment 

The combination of shrink fit chuck from 
our GM 300 program and end mill with 
HA shank offers highest concentricity 
even with long tool neck lengths. 
Benefit from these advantages  
especially

… with long range applications due to 
deep forms or obstructions

… where there are highest demands on 

 surface quality

… the powerful and accurate clamping

Guhring no.

GISS 3000 shrink fit system

The concentricity of a solid  
carbide end mill
HSK-A 63 shrink fit chuck, clamping diameter 12.0 mm

Guhring no.

Guhring no.

HSK-A

ISO
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Al slot drills (2-fluted)
centre cutting

Guhring no. 3175

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type W

Shank design cil. h6

Helix 45°

Tolerance h10

Discount group 106

Techn. data page

d1 d2 l1 l2 Z Code 
no. Availability

inch inch inch inch

1/4 1/4 3 1 1/8 2 6.350
3/8 3/8 3 1 1/8 2 9.520
1/2 1/2 4 1/2 2 2 12.700
5/8 5/8 5 2 1/4 2 15.870

Al slot drills (2-fluted)
centre cutting

Guhring no. 3174

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type W

Shank design cil. h6

Helix 45°

Tolerance h10

Discount group 106

Techn. data page

d1 d2 l1 l2 Z Code 
no. Availability

inch inch inch inch

1/8 1/8 1 1/2 7/16 2 3.170
3/16 3/16 2 9/16 2 4.760
1/4 1/4 2 1/2 3/4 2 6.350

5/16 5/16 2 1/2 13/16 2 7.940
3/8 3/8 2 1/2 7/8 2 9.520

7/16 7/16 2 3/4 1 2 11.110
1/2 1/2 3 1 2 12.700

9/16 9/16 3 1/2 1 1/8 2 14.290
5/8 5/8 3 1/2 1 1/4 2 15.870
3/4 3/4 4 1 1/2 2 19.050
1 1 4 1 1/2 2 25.400

S
olid carbide end 
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ills (im
perial)

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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XL slot drills (3-fluted)
centre cutting

Guhring no. 3169 3171

Standard Guhring std.

Tool material Solid carbide

Carbide grade K K/P

Surface

Type N N

Shank design cil. h6 cil. h6

Helix 30° 30°

Tolerance h10 h10

Discount group 106 106

Techn. data page

d1 d2 l1 l2 Z Code 
no. Availability

inch inch inch inch

3/16 3/16 3 1 1/4 3 4.760
1/4 1/4 4 1 5/8 3 6.350

5/16 5/16 4 1 5/8 3 7.940
3/8 3/8 4 1 5/8 3 9.520

7/16 7/16 5 2 3 11.110
1/2 1/2 6 3 3 12.700
5/8 5/8 6 3 3 15.870
3/4 3/4 6 3 3 19.050
1 1 6 3 3 25.400

Slot drills (3-fluted)
centre cutting

Guhring no. 3168 3170

Standard Guhring std.

Tool material Solid carbide

Carbide grade K K/P

Surface

Type N N

Shank design cil. h6 cil. h6

Helix 30° 30°

Tolerance h10 h10

Discount group 106 106

Techn. data page

d1 d2 l1 l2 Z Code 
no. Availability

inch inch inch inch

1/8 1/8 1 1/2 3/8 3 3.170
3/16 3/16 2 5/8 3 4.760
1/4 1/4 2 1/2 3/4 3 6.350

5/16 5/16 2 1/2 13/16 3 7.940
3/8 3/8 3 1 3 9.520

7/16 7/16 2 3/4 1 3 11.110
1/2 1/2 3 1 3 12.700

9/16 9/16 3 1/2 1 1/8 3 14.290
5/8 5/8 3 1/2 1 1/4 3 15.870
3/4 3/4 4 1 1/2 3 19.050
1 1 4 1 1/2 3 25.400
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

S
olid carbide end 
m

ills (im
perial)

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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End mills (4-fluted)
centre cutting

Guhring no. 3093

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type N

Shank design cil. h6

Helix 30°

Tolerance h10

Discount group 106

Techn. data page

d1 d2 l1 l2 Z Code 
no. Availability

inch inch inch inch

1/16 1/8 1 1/2 1/8 4 1.590
1/8 1/8 1 1/2 1/4 4 3.170

3/16 3/16 2 3/8 4 4.760
1/4 1/4 2 1/2 4 6.350

5/16 5/16 2 1/2 4 7.940
3/8 3/8 2 5/8 4 9.520

7/16 7/16 2 1/2 5/8 4 11.110
1/2 1/2 2 1/2 5/8 4 12.700
5/8 5/8 3 3/4 4 15.870
3/4 3/4 3 1 4 19.050

End mills (4-fluted)
centre cutting

Guhring no. 3150 3153

Standard Guhring std.

Tool material Solid carbide

Carbide grade K K/P

Surface

Type N N

Shank design cil. h6 cil. h6

Helix 30° 30°

Tolerance h10 h10

Discount group 106 106

Techn. data page

d1 d2 l1 l2 Z Code 
no. Availability

inch inch inch inch

1/16 1/8 1 1/2 3/16 4 1.590
3/32 1/8 1 1/2 1/4 4 2.380
1/8 1/8 1 1/2 3/8 4 3.170

5/32 3/16 2 1/2 4 3.970
3/16 3/16 2 5/8 4 4.760
7/32 1/4 2 1/2 5/8 4 5.560
1/4 1/4 2 1/2 3/4 4 6.350

9/32 5/16 2 1/2 3/4 4 7.140
5/16 5/16 2 1/2 13/16 4 7.940

11/32 3/8 2 1/2 1 4 8.730
3/8 3/8 2 1/2 1 4 9.520

13/32 7/16 2 3/4 1 4 10.320
7/16 7/16 2 3/4 1 4 11.110

15/32 1/2 3 1 4 11.910
1/2 1/2 3 1 4 12.700

9/16 9/16 3 1/2 1 1/8 4 14.290
5/8 5/8 3 1/2 1 1/4 4 15.870

11/16 3/4 4 1 3/8 4 17.460
3/4 3/4 4 1 1/2 4 19.050
1 1 4 1 1/2 6 25.400
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XL end mills (4-fluted)
centre cutting

Guhring no. 3151 3155

Standard Guhring std.

Tool material Solid carbide

Carbide grade K K/P

Surface

Type N N

Shank design cil. h6 cil. h6

Helix 30° 30°

Tolerance h10 h10

Discount group 106 106

Techn. data page

d1 d2 l1 l2 Z Code 
no. Availability

inch inch inch inch

3/16 3/16 3 1 1/4 4 4.760
1/4 1/4 4 1 5/8 4 6.350

5/16 5/16 4 1 5/8 4 7.940
3/8 3/8 4 1 5/8 4 9.520

7/16 7/16 5 2 4 11.110
1/2 1/2 6 3 4 12.700
5/8 5/8 6 3 4 15.870
3/4 3/4 6 3 4 19.050
1 1 6 3 6 25.400

End mills (4-fluted)
centre cutting

Guhring no. 3152 3156

Standard Guhring std.

Tool material Solid carbide

Carbide grade K K/P

Surface

Type N N

Shank design cil. h6 cil. h6

Helix 30° 30°

Tolerance h10 h10

Discount group 106 106

Techn. data page

d1 d2 l1 l2 Z Code 
no. Availability

inch inch inch inch

1/8 1/8 2 1/2 4 3.170
3/16 3/16 2 1/2 3/4 4 4.760
1/4 1/4 3 1 1/8 4 6.350

5/16 5/16 3 1 1/8 4 7.940
3/8 3/8 3 1 1/8 4 9.520

7/16 7/16 4 1/2 2 4 11.110
1/2 1/2 4 1/2 2 4 12.700
5/8 5/8 5 2 1/4 4 15.870
3/4 3/4 5 2 1/4 4 19.050
1 1 5 2 1/4 6 25.400
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Guhring no. 743

Standard Guhring std.

Tool material Carbide

Carbide grade K10

Surface

Type

Form

Tolerance H7

Cutting direction right-hand

Discount group 120

Techn. data page 1276

d1 MK d5 l1 l3 l4 l5 Z
Availability

mm mm mm mm mm mm

8.000 1 7.920 205.00 133.00 27,50 10.00 6
10.000 1 9.900 230.00 155.00 28.00 12.00 6
12.000 1 11.900 230.00 155.00 28.00 12.00 6
24.000 3 23.850 285.00 176.00 33.00 15.00 8
25.000 3 24.850 285.00 176.00 33.00 15.00 8

Stepped machine reamers

C
arbide ream

ers

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Countersinks, de-burring and chamfering tools
for the machining of hole

entries and exits as well as cross holes
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More than countersinking
Countersinks, de-burring and chamfering tools

for the machining of hole
entries and exits as well as cross holes
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Standard Form Tool illustration Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

60° countersinks

DIN 334 C HSS 6,300 - 25,000 472 105 1371

DIN 334 A HSS 8,000 - 20,000 470 105 1372

DIN 334 D HSS 16,000 - 80,000 473 105 1373

DIN 334 B HSS 16,000 - 100,000 471 105 1374

90° countersinks

DIN 335 A HSS 8,000 - 20,000 474 105 1375

DIN 335 C HSS 4,300 - 31,000 476 105 1376

DIN 335 C HSS 4,300 - 31,000 1326 105 1376

DIN 335 C HSS 5,000 - 31,000 327 105 1376

DIN 335 D HSS 15,000 - 100,000 477 105 1377

DIN 335 D HSS 25,000 - 50,000 328 105 1377

DIN 335 B HSS 16,000 - 100,000 475 105 1378

90° countersinks

DIN 335 C HSS 7,000 - 7,000 498 105 1379

DIN 335 C HSS 7,000 - 7,000 499 105 1379

hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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>Ø
8,00

S

Standard Form Tool illustration Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

90° countersinks for fine tolerances

DIN 
1866 HSS 2,000 - 19,000 436 105 1380

90° countersinks for medial tolerances

DIN 
1866 HSS 6,600 - 21,500 437 105 1381

90° countersinks for tapping size holes

DIN 
1866 HSS 6,000 - 19,000 438 105 1382

120° countersinks

DIN 347 A HSS 8,000 - 20,000 478 105 1383

Guhring 
std. HSS 16,000 - 16,000 480 105 1384

Guhring 
std. HSS 25,000 - 40,000 481 105 1385

DIN 347 B HSS 25,000 - 100,000 479 105 1386

Counterbores with fixed pilots for fine tolerances

DIN 373 HSS 2,200 - 20,000 482 105 1387

DIN 373 HSS 8,000 - 20,000 324 105 1387

Guhring 
std. HSS 18,000 - 40,000 485 105 1388

hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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S

S

Standard Form Tool illustration Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Counterbores with fixed pilots for medial tolerances

DIN 373 HSS 6,000 - 20,000 483 105 1389

DIN 373 HSS 6,000 - 18,000 325 105 1389

Guhring 
std. HSS 18,000 - 40,000 486 105 1390

Counterbores with fixed pilots for tapping size holes

DIN 373 HSS 6,000 - 20,000 484 105 1391

DIN 373 HSS 6,000 - 18,000 326 105 1391

Guhring 
std. HSS 20,000 - 26,000 487 105 1392

Counterbores with hole for detachable pilot

DIN 375 HSS 15,000 - 63,000 463 105 1393

detachable pilot for fine tolerances

DIN 
1868 HSS 8,400 - 25,000 464 105 1394

detachable pilot for medial tolerances

DIN 
1868 HSS 9,000 - 39,000 465 105 1395

detachable pilot for taping size holes

DIN 
1868 HSS 6,800 - 32,000 466 105 1396

hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Standard Form Tool illustration Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Spot facers

DIN 
1862 HSS-E 3,500 - 13,000 432 105 1397

DIN 
1862 HSS-E 6,000 - 30,000 433 105 1398

DIN 
1862 HSS-E 10,000 - 30,000 434 105 1399

DIN 
1862 HSS-E 20,000 - 48,000 435 105 1400

de-burring forks

Guhring 
std.

Solid 
carbide 2,000 - 8,000 4101 120 1401

Guhring 
std.

Solid 
carbide 2,000 - 8,000 4100 120 1402

Front/back deburrer 90°

Guhring 
std.

Solid 
carbide 3,000 - 12,000 495 120 1403

hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S

-E
 a

nd
 c
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-

bi
de
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Standard Type Tool illustration Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Pilot counterbores

Guhring 
std. KS 125 HSS 12,000 - 57,000 1601 104 1404

Guhring 
std. KS 140 HSS 5,000 - 45,000 1602 104 1405

Guhring 
std. KS 108 Carbide 5,900 - 75,000 1603 104 1406

Guhring 
std. KS 115 Carbide 18,000 - 74,000 1604 104 1407

Spotfacers

Guhring 
std. KS 100 Carbide 9,000 - 67,000 1606 104 1408

90° countersinks

Guhring 
std. KS 100 HSS 12,000 - 30,000 1622 104 1409

Countersinks

C
ountersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Standard Type Tool illustration Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Threaded pins

DIN 551 - 1624 104 1410

Tool extractors

Guhring 
std. - 1650 104 1411

Guhring 
std. - 1651 104 1411

Pilots with angled flat

Guhring 
std. - 1615 104 1412

Pilots complete

Guhring 
std. - 1616 104 1414

Pilots complete with pilot sleeve

Guhring 
std. - 1617 104 1418

holding screws

Guhring 
std. - 1647 104 1420

Safety bolts

Guhring 
std. - 1648 104 1421

Countersinks

C
ou

nt
er

si
nk

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Countersinks

C
ountersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Standard Type Tool illustration Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

locknuts

Guhring 
std. - 1649 104 1422

Standard short holders with straight shank

Guhring 
std. - 1625 104 1423

Standard short holders with taper shank

Guhring 
std. - 1626 104 1424

Standard long holders with taper shank

Guhring 
std. - 1628 104 1425

Countersinks

C
ountersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA



SPeCIAL CoUnTerSInkS

For non-standard countersink forms we produce special tools to suit the 
application. Please contact us and we shall convince you with our flexibility 
of design. 
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

Countersinking

C
ountersinking

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Coolant:  
 Air  
 Neat oil
 Soluble oil

Tools with bold feed column no. 
are preferred choice.
 
For exact definition of tools please refer to the 
“Standard range and technical data” pages.
 
For multi-fluted countersinking tools the Ø-range for the 
respective flute no. is in brackets.

To select the optimal tool and the recommended machining parameters 
for your application, please also use the electronic version of the 
GuhringNavigator on the internet: www.guehring.de.

Counter- 
sink Ø  

mm

Feed column no.

81 82 83 84 85 86

f (mm/rev.)
2.00 0.03 0.04 0.06 0.08 0.10 0.13
2.50 0.03 0.05 0.07 0.10 0.13 0.16
3.15 0.03 0.05 0.08 0.11 0.15 0.20
4.00 0.04 0.06 0.09 0.13 0.17 0.22
5.00 0.04 0.07 0.10 0.14 0.18 0.23
6.30 0.04 0.07 0.12 0.15 0.19 0.24
8.00 0.05 0.08 0.13 0.16 0.20 0.25
10.00 0.06 0.09 0.14 0.17 0.22 0.26
12.50 0.06 0.10 0.15 0.19 0.23 0.28
16.00 0.07 0.11 0.17 0.21 0.26 0.31
20.00 0.08 0.13 0.18 0.23 0.28 0.33
25.00 0.09 0.15 0.21 0.26 0.30 0.38
31.50 0.12 0.17 0.24 0.30 0.36 0.42
40.00 0.14 0.21 0.28 0.34 0.40 0.46
50.00 0.17 0.24 0.31 0.36 0.42 0.48
63.00 0.20 0.27 0.33 0.38 0.44 0.50
80.00 0.23 0.30 0.35 0.40 0.46 0.52
100.00 0.25 0.30 0.35 0.40 0.46 0.52

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no. 

Standard/DIN

Tool material

Surface finish

Angle of taper

Form

Std. range page
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90° 90° 90° 60° 60° 60° 60°

1382 1383 1384 1374 1376 1373 1375

>Ø
8,00

Countersinking

C
ountersinking

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA
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Countersinks
436 437 438 470 471 472 473

1866 1866 1866 334 334 334 334

HSS HSS HSS HSS HSS HSS HSS

A B C D

vc  
m/min Feed column no.

32 85 85 85 85 85 85 85
30 85 85 85 84 84 85 85
32 85 85 85 85 85 85 85
30 85 85 85 84 84 85 85
32 85 85 85 84 84 85 85
30 85 85 85 84 84 85 85
20 84 84 84 84 84 84 84
15 84 84 84 84 84 84 84
12 84 84 84 84 84 84 84
25 85 85 85 85 85 85 85
15 84 84 84 84 84 84 84
10 84 84 84 84 84 84 84
15 85 85 85 84 84 85 85
12 84 84 84 84 84 84 84
17 84 84 84 84 84 84 84
15 84 84 84 84 84 84 84
15 84 84 84 84 84 84 84
10 84 84 84 84 84 84 84
16 84 84 84 84 84 84 84
12 84 84 84 84 84 84 84
14 84 84 84 84 84 84 84

8 84 84 84 84 84 84 84
25 85 85 85 84 84 85 85
16 84 84 84 84 84 84 84
22 84 84 84 84 84 84 84
20 84 84 84 84 84 84 84
8 84 84 84 84 84 84 84
15 85 85 85 85 85 85 85
10 85 85 85 84 84 85 85
90 85 85 85 85 85 85 85
70 86 86 86 85 85 86 86
40 85 85 85 85 85 85 85
30 85 85 85 85 85 85 85
100 86 86 86 85 85 86 86
60 84 84 84 84 84 84 84
80 85 85 85 84 84 85 85
50 85 85 85 84 84 85 85
30 86 86 86 85 85 86 86
26 86 86 86 85 85 86 86
24 86 86 86 85 85 86 86
20 86 86 86 85 85 86 86
30 84 84 84 84 84 84 84
40 85 85 85 84 84 85 85

70 84 84 84 84 84 84 84
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

Countersinking

C
ountersinking

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Coolant:  
 Air  
 Neat oil
 Soluble oil

Tools with bold feed column no. 
are preferred choice.
 
For exact definition of tools please refer to the 
“Standard range and technical data” pages.
 
For multi-fluted countersinking tools the Ø-range for the 
respective flute no. is in brackets.

To select the optimal tool and the recommended machining parameters 
for your application, please also use the electronic version of the 
GuhringNavigator on the internet: www.guehring.de.

Counter- 
sink Ø  

mm

Feed column no.

81 82 83 84 85 86

f (mm/rev.)
2.00 0.03 0.04 0.06 0.08 0.10 0.13
2.50 0.03 0.05 0.07 0.10 0.13 0.16
3.15 0.03 0.05 0.08 0.11 0.15 0.20
4.00 0.04 0.06 0.09 0.13 0.17 0.22
5.00 0.04 0.07 0.10 0.14 0.18 0.23
6.30 0.04 0.07 0.12 0.15 0.19 0.24
8.00 0.05 0.08 0.13 0.16 0.20 0.25
10.00 0.06 0.09 0.14 0.17 0.22 0.26
12.50 0.06 0.10 0.15 0.19 0.23 0.28
16.00 0.07 0.11 0.17 0.21 0.26 0.31
20.00 0.08 0.13 0.18 0.23 0.28 0.33
25.00 0.09 0.15 0.21 0.26 0.30 0.38
31.50 0.12 0.17 0.24 0.30 0.36 0.42
40.00 0.14 0.21 0.28 0.34 0.40 0.46
50.00 0.17 0.24 0.31 0.36 0.42 0.48
63.00 0.20 0.27 0.33 0.38 0.44 0.50
80.00 0.23 0.30 0.35 0.40 0.46 0.52
100.00 0.25 0.30 0.35 0.40 0.46 0.52

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no. 

Standard/DIN

Tool material

Surface finish

Angle of taper

Form

Std. range page
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90° 90° 90° 90° 120° 120° 120° 120° 90° 90° 90°

1377 1380 1378 1379 1385 1388 1386 1387 1378 1378 1379

>Ø
8,00

>Ø
8,00 A S S

Countersinking

C
ountersinking

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

C
ou

nt
er

si
nk

in
g

Countersinks
474 475 476 477 478 479 480 481 1326 327 328

335 335 335 335 347 347 G.S. G.S. 335 335 335

HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS

A B C D A B C C D

vc  
m/min Feed column no. vc  

m/min
Feed column 

no.
vc  

m/min Feed column no.

32 85 85 86 86 85 85 85 85 37 86 35 86 86
30 85 85 85 85 84 84 85 85 35 85 33 85 85
32 85 85 86 86 85 85 85 85 37 86 35 86 86
30 85 85 85 85 84 84 85 85 35 85 33 85 85
32 85 85 85 85 84 84 85 85 37 85 35 85 85
30 85 85 85 85 84 84 85 85 35 85 33 85 85
20 84 84 85 85 84 84 84 84 23 85 22 85 85
15 84 84 85 85 84 84 84 84 17 85 17 85 85
12 84 84 84 84 84 84 84 84 14 84 13 84 84
25 85 85 86 86 85 85 85 85 29 86 28 86 86
15 84 84 85 85 84 84 84 84 17 85 17 85 85
10 84 84 84 84 84 84 84 84 12 84 11 84 84
15 85 85 85 85 84 84 85 85 17 85 17 85 85
12 84 84 84 84 84 84 84 84 14 84 13 84 84
17 84 84 85 85 84 84 84 84 20 85 19 85 85
15 84 84 84 84 84 84 84 84 17 84 17 84 84
15 84 84 84 84 84 84 84 84 17 84 17 84 84
10 84 84 84 84 84 84 84 84 12 84 11 84 84
16 84 84 85 85 84 84 84 84 18 85 18 85 85
12 84 84 84 84 84 84 84 84 14 84 13 84 84
14 84 84 84 84 84 84 84 84 16 84 15 84 84

8 84 84 84 84 84 84 84 84 9 84 9 84 84
25 85 85 85 85 84 84 85 85 29 85 28 85 85
16 84 84 85 85 84 84 84 84 18 85 18 85 85
22 84 84 85 85 84 84 84 84 25 85 24 85 85
20 84 84 84 84 84 84 84 84 23 84 22 84 84
8 84 84 84 84 84 84 84 84 9 84 9 84 84

15 85 85 86 86 85 85 85 85 17 86 17 86 86
10 85 85 85 85 84 84 85 85 12 85 11 85 85
90 85 85 86 86 85 85 85 85 104 86 99 86 86
70 86 86 86 86 85 85 86 86 81 86 77 86 86
40 85 85 86 86 85 85 85 85 46 86 44 86 86
30 85 85 86 86 85 85 85 85 35 86 33 86 86

100 86 86 86 86 85 85 86 86 115 86 110 86 86
60 84 84 85 85 84 84 84 84 69 85 66 85 85
80 85 85 85 85 84 84 85 85 92 85 88 85 85
50 85 85 85 85 84 84 85 85 58 85 55 85 85
30 86 86 86 86 85 85 86 86 35 86 33 86 86
26 86 86 86 86 85 85 86 86 30 86 29 86 86
24 86 86 86 86 85 85 86 86 28 86 26 86 86
20 86 86 86 86 85 85 86 86 23 86 22 86 86
30 84 84 85 85 84 84 84 84 35 85 33 85 85
40 85 85 85 85 84 84 85 85 46 85 44 85 85

70 84 84 85 85 84 84 84 84 81 85 77 85 85
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

Countersinking

C
ountersinking

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Coolant:  
 Air  
 Neat oil
 Soluble oil

Tools with bold feed column no. 
are preferred choice.
 
For exact definition of tools please refer to the 
“Standard range and technical data” pages.
 
For multi-fluted countersinking tools the Ø-range for the 
respective flute no. is in brackets.

To select the optimal tool and the recommended machining parameters 
for your application, please also use the electronic version of the 
GuhringNavigator on the internet: www.guehring.de.

Counter- 
sink Ø  

mm

Feed column no.

81 82 83 84 85 86

f (mm/rev.)
2.00 0.03 0.04 0.06 0.08 0.10 0.13
2.50 0.03 0.05 0.07 0.10 0.13 0.16
3.15 0.03 0.05 0.08 0.11 0.15 0.20
4.00 0.04 0.06 0.09 0.13 0.17 0.22
5.00 0.04 0.07 0.10 0.14 0.18 0.23
6.30 0.04 0.07 0.12 0.15 0.19 0.24
8.00 0.05 0.08 0.13 0.16 0.20 0.25
10.00 0.06 0.09 0.14 0.17 0.22 0.26
12.50 0.06 0.10 0.15 0.19 0.23 0.28
16.00 0.07 0.11 0.17 0.21 0.26 0.31
20.00 0.08 0.13 0.18 0.23 0.28 0.33
25.00 0.09 0.15 0.21 0.26 0.30 0.38
31.50 0.12 0.17 0.24 0.30 0.36 0.42
40.00 0.14 0.21 0.28 0.34 0.40 0.46
50.00 0.17 0.24 0.31 0.36 0.42 0.48
63.00 0.20 0.27 0.33 0.38 0.44 0.50
80.00 0.23 0.30 0.35 0.40 0.46 0.52
100.00 0.25 0.30 0.35 0.40 0.46 0.52

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no. 

Standard/DIN

Tool material

Surface finish

Pilot

Std. range page
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1389 1391 1393 1395 1390 1392 1394 1389 1391 1393 1399 1400 1401 1402

S S S

Countersinking

C
ountersinking

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

C
ou

nt
er

si
nk

in
g

Counterbores Spot facers
482 483 484 463 485 486 487 324 325 326 432 433 434 435

373 373 373 375 G.S. G.S. G.S. 373 373 373 1862 1862 1862 1862

HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS-E HSS-E HSS-E HSS-E

with fixed pilot detach. with fixed pilot with fixed pilot

vc  
m/min Feed column no. vc  

m/min Feed column no. vc  
m/min Feed column no.

32 85 85 85 85 85 85 85 35 85 85 85 30 82 83 83 83
30 85 85 85 85 85 85 85 33 85 85 85 27 82 82 82 82
32 85 85 85 85 85 85 85 35 85 85 85 30 82 83 83 83
30 85 85 85 85 85 85 85 33 85 85 85 27 82 82 82 82
32 85 85 85 85 85 85 85 35 85 85 85 30 82 82 82 82
30 85 85 85 85 85 85 85 33 85 85 85 27 82 82 82 82
20 84 84 84 84 84 84 84 22 84 84 84 24 81 82 82 82
15 84 84 84 84 84 84 84 17 84 84 84 20 81 82 82 82
12 84 84 84 84 84 84 84 13 84 84 84 15 81 81 81 81
25 85 85 85 85 85 85 85 28 85 85 85 28 82 83 83 83
15 84 84 84 84 84 84 84 17 84 84 84 18 81 82 82 82
10 84 84 84 84 84 84 84 11 84 84 84 12 81 81 81 81
15 85 85 85 84 85 85 85 17 85 85 85 18 81 82 82 82
12 84 84 84 84 84 84 84 13 84 84 84 15 81 81 81 81
17 84 84 84 84 84 84 84 19 84 84 84 20 81 82 82 82
15 84 84 84 84 84 84 84 17 84 84 84 17 81 81 81 81
15 84 84 84 84 84 84 84 17 84 84 84 20 81 81 81 81
10 84 84 84 84 84 84 84 11 84 84 84 12 81 81 81 81
16 84 84 84 84 84 84 84 18 84 84 84 12 81 82 82 82
12 84 84 84 84 84 84 84 13 84 84 84 6 81 81 81 81
14 84 84 84 84 84 84 84 15 84 84 84 8 81 81 81 81

8 84 84 84 84 84 84 84 9 84 84 84 8 81 81 81 81
25 85 85 85 85 85 85 85 28 85 85 85 12 82 82 82 82
16 84 84 84 84 84 84 84 18 84 84 84 10 81 82 82 82
22 84 84 84 84 84 84 84 24 84 84 84 10 81 82 82 82
20 84 84 84 84 84 84 84 22 84 84 84 8 81 81 81 81
8 84 84 84 84 84 84 84 9 84 84 84 5 81 81 81 81

15 85 85 85 85 85 85 85 17 85 85 85 10 82 83 83 83
10 85 85 85 85 85 85 85 11 85 85 85 7 82 82 82 82
90 85 85 85 85 85 85 85 99 85 85 85 100 82 83 83 83
70 86 86 86 86 86 86 86 77 86 86 86 80 83 84 84 84
40 85 85 85 85 85 85 85 44 85 85 85 80 82 83 83 83
30 85 85 85 85 85 85 85 33 85 85 85 70 82 83 83 83

100 86 86 86 86 86 86 86 110 86 86 86 75 83 84 84 84
60 84 84 84 84 84 84 84 66 84 84 84 50 81 82 82 82
80 85 85 85 85 85 85 85 88 85 85 85 60 82 82 82 82
50 85 85 85 85 85 85 85 55 85 85 85 45 82 82 82 82
30 86 86 86 86 86 86 86 33 86 86 86 40 83 84 84 84
26 86 86 86 86 86 86 86 29 86 86 86 36 83 84 84 84
24 86 86 86 86 86 86 86 26 86 86 86 35 83 84 84 84
20 86 86 86 86 86 86 86 22 86 86 86 28 83 84 84 84
30 84 84 84 84 84 84 84 33 84 84 84 25 81 82 82 82
40 85 85 85 85 85 85 85 44 85 85 85 32 82 82 82 82

70 84 84 84 84 84 84 84 77 84 84 84 60 81 82 82 82
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

Countersinking

C
ountersinking

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Coolant:  
 Air  
 Neat oil
 Soluble oil

Tools with bold feed column no. 
are preferred choice.
 
For exact definition of tools please refer to the 
“Standard range and technical data” pages.
 
For multi-fluted countersinking tools the Ø-range for the 
respective flute no. is in brackets.

To select the optimal tool and the recommended machining parameters 
for your application, please also use the electronic version of the 
GuhringNavigator on the internet: www.guehring.de.

Counter- 
sink Ø  

mm

Feed column no.

81 82 83 84 85 86

f (mm/rev.)
2.00 0.03 0.04 0.06 0.08 0.10 0.13
2.50 0.03 0.05 0.07 0.10 0.13 0.16
3.15 0.03 0.05 0.08 0.11 0.15 0.20
4.00 0.04 0.06 0.09 0.13 0.17 0.22
5.00 0.04 0.07 0.10 0.14 0.18 0.23
6.30 0.04 0.07 0.12 0.15 0.19 0.24
8.00 0.05 0.08 0.13 0.16 0.20 0.25
10.00 0.06 0.09 0.14 0.17 0.22 0.26
12.50 0.06 0.10 0.15 0.19 0.23 0.28
16.00 0.07 0.11 0.17 0.21 0.26 0.31
20.00 0.08 0.13 0.18 0.23 0.28 0.33
25.00 0.09 0.15 0.21 0.26 0.30 0.38
31.50 0.12 0.17 0.24 0.30 0.36 0.42
40.00 0.14 0.21 0.28 0.34 0.40 0.46
50.00 0.17 0.24 0.31 0.36 0.42 0.48
63.00 0.20 0.27 0.33 0.38 0.44 0.50
80.00 0.23 0.30 0.35 0.40 0.46 0.52
100.00 0.25 0.30 0.35 0.40 0.46 0.52

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no. 

Standard/DIN

Tool material

Surface finish

Type

Std. range page
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1406 1407 1408 1409 1410 1411

Countersinking

C
ountersinking

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

C
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g

Pilot counterbores Taper countersinksSpotfacers
1601 1602 1603 1604 1606 1622

G.S. G.S. G.S. G.S. G.S. G.S.

HSS HSS Carbide Carbide Carbide HSS

KS 125 KS 140 KS 108 KS 115 KS 100 KS 100

vc  
m/min Feed column no. vc  

m/min Feed column no. vc  
m/min Feed column no. vc  

m/min Feed column no.

30 82 82 50 83 82 53 83 30 85
27 82 82 45 82 82 48 82 27 85
30 82 82 45 83 82 48 83 30 85
27 82 82 35 82 82 37 82 27 85
30 82 82 45 82 82 48 82 30 85
27 82 82 40 82 82 42 82 27 85
24 81 81 30 82 82 32 82 24 84
20 81 81 30 82 82 32 82 20 84
15 81 81 22 81 81 23 81 15 84
28 82 82 50 83 82 53 83 28 85
18 81 81 35 82 82 37 82 18 84
12 81 81 20 81 81 21 81 12 84
18 81 81 35 82 82 37 82 18 84
15 81 81 20 81 81 21 81 15 84
20 81 81 40 82 82 42 82 20 84
17 81 81 35 81 81 37 81 17 84
20 81 81 35 81 81 37 81 20 84
12 81 81 25 81 81 27 81 12 84
12 81 81 37 82 82 39 82 12 84
6 81 81 33 81 81 35 81 6 84
8 81 81 35 81 82 37 81 8 84

8 81 81 16 81 81 17 81 8 84
12 82 82 50 84 83 53 84 12 85
10 81 81 40 83 82 42 83 10 84
10 81 81 50 83 82 53 83 10 84
8 81 81 40 82 82 42 82 8 84
5 81 81 20 81 81 21 81 5 84

10 82 82 20 83 81 21 83 10 85
7 82 82 15 82 81 16 82 7 85

100 82 82 80 83 84 84 83 100 85
80 83 83 80 84 84 84 84 80 86
80 82 82 60 83 84 63 83 80 85
70 82 82 45 83 83 48 83 70 85
75 83 83 80 84 84 84 84 75 86
50 81 81 80 82 82 84 82 50 84
60 82 82 50 82 83 53 82 60 85
45 82 82 40 82 84 42 82 45 85
40 83 83 35 84 82 37 84 40 86
36 83 83 30 84 82 32 84 36 86
35 83 83 25 84 82 27 84 35 86
28 83 83 22 84 81 23 84 28 86
25 81 81 50 82 83 53 82 25 84
32 82 82 80 82 84 84 82 32 85

60 81 81 50 82 83 53 82 60 84
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60° countersinks Guhring no. 472

Standard DIN 334

Tool material HSS
three-fluted
radial relief ground Surface

Type

Cutting direction right-hand

Form C

Tolerance

Discount group 105

Standard range page 1371

60° countersinks Guhring no. 470

Standard DIN 334

Tool material HSS
Multi-fluted
straight-fluted
with relief-ground

Surface

Type

Cutting direction right-hand

Form A

Tolerance

Discount group 105

Standard range page 1372

60° countersinks Guhring no. 473

Standard DIN 334

Tool material HSS
three-fluted
radial relief ground Surface

Type

Cutting direction right-hand

Form D

Tolerance

Discount group 105

Standard range page 1373

60° countersinks Guhring no. 471

Standard DIN 334

Tool material HSS
Multi-fluted
straight-fluted
with relief-ground
Ø 100.00 mm to Guhring standard

Surface

Type

Cutting direction right-hand

Form B

Tolerance

Discount group 105

Standard range page 1374

90° countersinks Guhring no. 474

Standard DIN 335

Tool material HSS
Multi-fluted
straight-fluted
with relief-ground

Surface

Type

Cutting direction right-hand

Form A

Tolerance

Discount group 105

Standard range page 1375

hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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A

S

S

hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

90° countersinks Guhring no. 476

Standard DIN 335

Tool material HSS
three-fluted
radial relief ground Surface

Type

Cutting direction right-hand

Form C

Tolerance

Discount group 105

Standard range page 1376

90° countersinks Guhring no. 1326

Standard DIN 335

Tool material HSS
three-fluted
radial relief ground Surface

Type

Cutting direction right-hand

Form C

Tolerance

Discount group 105

Standard range page 1376

90° countersinks Guhring no. 327

Standard DIN 335

Tool material HSS
three-fluted
radial relief ground Surface

Type

Cutting direction right-hand

Form C

Tolerance

Discount group 105

Standard range page 1376

90° countersinks Guhring no. 477

Standard DIN 335

Tool material HSS
three-fluted
radial relief ground
Ø 100.00 mm to Guhring standard

Surface

Type

Cutting direction right-hand

Form D

Tolerance

Discount group 105

Standard range page 1377

90° countersinks Guhring no. 328

Standard DIN 335

Tool material HSS
three-fluted
radial relief ground Surface

Type

Cutting direction right-hand

Form D

Tolerance

Discount group 105

Standard range page 1377

hSS, hSS-E and carbide countersinks
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90° countersinks Guhring no. 475

Standard DIN 335

Tool material HSS
Multi-fluted
straight-fluted
with relief-ground
Ø 100.00 mm to Guhring standard

Surface

Type

Cutting direction right-hand

Form B

Tolerance

Discount group 105

Standard range page 1378

90° countersinks Guhring no. 498

Standard DIN 335

Tool material HSS
three-fluted
radial relief ground

Set in case, 
consisting of Guhring no. 476,
nom.-Ø:  
6.30 mm
  8.30 mm
10.40 mm
12.40 mm
16.50 mm
20.50 mm

Surface

Type

Cutting direction right-hand

Form C

Tolerance

Discount group 105

Standard range page 1379

90° countersinks Guhring no. 499

Standard DIN 335

Tool material HSS
radial relief ground
three-fluted

Set in case, 
consisting of Guhring no. 327,
nom.-Ø:  
6.30 mm
  8.30 mm
10.40 mm
12.40 mm
16.50 mm
20.50 mm

Surface

Type

Cutting direction right-hand

Form C

Tolerance

Discount group 105

Standard range page 1379

90° countersinks for fine tolerances Guhring no. 436

Standard DIN 1866

Tool material HSS
right hand spiral flutes
with fixed pilot
Ø 19.00 mm to Guhring standard

Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1380

90° countersinks for medial tolerances Guhring no. 437

Standard DIN 1866

Tool material HSS
right hand spiral flutes
with fixed pilot
Ø 21.50 mm to Guhring standard

Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1381

hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

90° countersinks for tapping size holes Guhring no. 438

Standard DIN 1866

Tool material HSS
right hand spiral flutes
with fixed pilot
Ø 19.00 mm to Guhring standard

Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1382

120° countersinks Guhring no. 478

Standard DIN 347

Tool material HSS
Multi-fluted
straight-fluted
with relief-ground
≤ 12.50 mm and Ø 20.00 mm to Guhring 
standard

Surface

Type

Cutting direction right-hand

Form A

Tolerance

Discount group 105

Standard range page 1383

120° countersinks Guhring no. 480

Standard Guhring std.

Tool material HSS
three-fluted
similar DIN 347
radial relief ground

Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1384

120° countersinks Guhring no. 481

Standard Guhring std.

Tool material HSS
three-fluted
similar DIN 347
radial relief ground

Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1385

120° countersinks Guhring no. 479

Standard DIN 347

Tool material HSS
Multi-fluted
straight-fluted
with relief-ground
≤ 20.00 mm and Ø 100.00 mm to Guhring 
standard

Surface

Type

Cutting direction right-hand

Form B

Tolerance

Discount group 105

Standard range page 1386

hSS, hSS-E and carbide countersinks
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Counterbores with fixed pilots for fine tolerances Guhring no. 482

Standard DIN 373

Tool material HSS
right hand spiral flutes
with fixed pilot Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1387

Counterbores with fixed pilots for fine tolerances Guhring no. 324

Standard DIN 373

Tool material HSS
right hand spiral flutes
with fixed pilot Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1387

Counterbores with fixed pilots for fine tolerances Guhring no. 485

Standard Guhring std.

Tool material HSS
right hand spiral flutes
with fixed pilot

For fine tolerance clearance holes to DIN ISO 
273 Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1388

Counterbores with fixed pilots for medial tolerances Guhring no. 483

Standard DIN 373

Tool material HSS
right hand spiral flutes
with fixed pilot

For countersinks to DIN 974, part 1
Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1389

Counterbores with fixed pilots for medial tolerances Guhring no. 325

Standard DIN 373

Tool material HSS
right hand spiral flutes
with fixed pilot

For countersinks to DIN 974, part 1
Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1389

hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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S

hSS, hSS-E and carbide countersinks

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Counterbores with fixed pilots for medial tolerances Guhring no. 486

Standard Guhring std.

Tool material HSS
right hand spiral flutes
with fixed pilot

For countersinks to DIN 974, part 1
For fine tolerance clearance holes to DIN ISO 
273

Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1390

Counterbores with fixed pilots for tapping size holes Guhring no. 484

Standard DIN 373

Tool material HSS
right hand spiral flutes
with fixed pilot Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1391

Counterbores with fixed pilots for tapping size holes Guhring no. 326

Standard DIN 373

Tool material HSS
right hand spiral flutes
with fixed pilot

For countersinks to DIN 974, part 1
Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1391

Counterbores with fixed pilots for tapping size holes Guhring no. 487

Standard Guhring std.

Tool material HSS
right hand spiral flutes
with fixed pilot

For tapping size holes to DIN 336, page 1
Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1392

Counterbores with hole for detachable pilot Guhring no. 463

Standard DIN 375

Tool material HSS
right hand spiral flutes For countersinks to DIN 974, part 1

to suit detachable pilot:
Guhring no. 464 for fine tolerances
Guhring no. 465 for medial tolerances
Guhring no. 466 for tapping size holes

Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1393

hSS, hSS-E and carbide countersinks
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Spot facers Guhring no. 432

Standard DIN 1862

Tool material HSS-E
right hand spiral flutes
Internal drawbolt thread M6 to DIN 228, part 1, 
form A

Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1397

Spot facers Guhring no. 433

Standard DIN 1862

Tool material HSS-E
right hand spiral flutes
Internal drawbolt thread M10 to DIN 228, part 
1, form A

Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1398

Spot facers Guhring no. 434

Standard DIN 1862

Tool material HSS-E
right hand spiral flutes
Internal drawbolt thread M12 to DIN 228, part 
1, form A

Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1399

Spot facers Guhring no. 435

Standard DIN 1862

Tool material HSS-E
right hand spiral flutes
Internal drawbolt thread M16 to DIN 228, part 
1, form A

Surface

Type

Cutting direction right-hand

Form

Tolerance

Discount group 105

Standard range page 1400

hSS, hSS-E and carbide countersinks

H
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-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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hSS, hSS-E and carbide countersinks

H
S

S
, H

S
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-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

De-burring forks Guhring no. 4101

Standard Guhring std.

Tool material Solid carbide
with shank  
to DIN 6535
für die Aufnahme in Hydraulik-Dehnspannfutter 
und Schrumpffutter
with internal coolant supply

for internal and external de-burring 
universal for tooling, milling, turning and robotic 
applications.

Surface

Type EW 100 G

Cutting direction right-hand

Form

Tolerance

Discount group 120

Standard range page 1401

De-burring forks Guhring no. 4100

Standard Guhring std.

Tool material Solid carbide
mit durchgängig zylindrischem Schaft für die 
Aufnahme in Spannzangen
with internal coolant supply

for internal and external de-burring 
universal for tooling, milling, turning and robotic 
applications.

Surface

Type EW 100 G

Cutting direction right-hand

Form

Tolerance

Discount group 120

Standard range page 1402

Front/back deburrer 90° Guhring no. 495

Standard Guhring std.

Tool material Solid carbide
with shank  
to DIN 6535
für die Aufnahme in Hydraulik-Dehnspannfutter 
und Schrumpffutter

for internal and external de-burring 
of holes and contours Surface

Type EW 100 VR

Cutting direction right-hand

Form

Tolerance

Discount group 120

Standard range page 1403

de-burring tools
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Pilot counterbores Guhring no. 1601

Standard Guhring std.

Tool material HSS
Multi-fluted
Tolerance on Ø k8
helix angle 18°
Clearance angle 6°
with drawbolt thread
with detachable pilot

Surface

Type KS 125

Cutting direction right-hand

Form

Tolerance k8

Discount group 104

Standard range page 1404

Pilot counterbores Guhring no. 1602

Standard Guhring std.

Tool material HSS
Multi-fluted
Tolerance on Ø k8
Helix angle: ≤ Ø 8.5 mm 25°, > Ø 8.5 mm 30°
Clearance angle 6°
with drawbolt thread from taper size 1 onwards
with detachable pilot

Surface

Type KS 140

Cutting direction right-hand

Form

Tolerance k8

Discount group 104

Standard range page 1405

Pilot counterbores Guhring no. 1603

Standard Guhring std.

Tool material Carbide
three-fluted
Tolerance on Ø k8
Helix angle: ≤ Ø 13 mm 8°, > Ø 13 mm 12°
Clearance angle 6°
≤ Ø 8.5 mm without screwed shank
> Ø 8.5 mm with  screwed shank
with detachable pilot

Surface

Type KS 108

Cutting direction right-hand

Form

Tolerance k8

Discount group 104

Standard range page 1406

Pilot counterbores Guhring no. 1604

Standard Guhring std.

Tool material Carbide
three-fluted
Tolerance on Ø k8
helix angle 15°
Clearance angle 6°
with drawbolt thread
with detachable pilot

Surface

Type KS 115

Cutting direction right-hand

Form

Tolerance k8

Discount group 104

Standard range page 1407

Pilot counterbores

P
ilot counterbores

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Pilot counterbores

P
ilot counterbores

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Spotfacers Guhring no. 1606

Standard Guhring std.

Tool material Carbide
Multi-fluted
Tolerance on Ø k10
helix angle 0°
Clearance angle 6°
without screwed shank
with detachable pilot

Surface

Type KS 100

Cutting direction right-hand

Form

Tolerance k10

Discount group 104

Standard range page 1408

90° countersinks Guhring no. 1622

Standard Guhring std.

Tool material HSS
three-fluted
helix angle 20°
Axial relief ground
with drawbolt thread

Surface

Type KS 100

Cutting direction right-hand

Form

Tolerance

Discount group 104

Standard range page 1409

Countersinks
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System summary

C
ountersinks

Short counterbore system without tool safety device

for use with conventional machines

Pilots 
Guhring no. 1615

Pilots, complete 
Guhring no. 1616

Pilots, complete 
Guhring no. 1617

Counterbores KS 140 
size 0 
Guhring no. 1602

Counterbores KS 108 
size 0 
Guhring no. 1603

Counterbores KS 108 
Guhring no. 1603 
Counterbores KS 115 
Guhring no. 1604

Spotfacers KS 100 
Guhring no. 1606

Taper countersinks KS 100 90° 
Guhring no. 1622

Counterbores KS 125 
Guhring no. 1601 
Counterbores KS 140 
Guhring no. 1602

Standard short holders 
Guhring no. 1625

Standard long holders 
Guhring no. 1628

Standard short holders 
Guhring no. 1626

Tool extractor 
Guhring no. 1650

Tool extractor 
Guhring no. 1651
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Guhring no. 472

Standard DIN 334

Tool material HSS

Surface

Form C

Discount group 105

Techn. data page 1360

d1 d3 l1 d2 Z
Availability

mm mm mm mm

6.300 5.000 45.00 1.600 3
8.000 6.000 50.00 2.000 3

12.500 8.000 56.00 3.200 3
16.000 10.000 63.00 4.000 3
20.000 10.000 67.00 5.000 3
25.000 10.000 71.00 6.300 3

60° countersinks
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Guhring no. 470

Standard DIN 334

Tool material HSS

Surface

Form A

Discount group 105

Techn. data page 1360

d1 d3 l1 d2 Z
Availability

mm mm mm mm

8.000 8.000 50.00 5
12.500 8.000 50.00 2.000 5
16.000 10.000 60.00 3.200 7
20.000 10.000 63.00 5.000 7

60° countersinks

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 473

Standard DIN 334

Tool material HSS

Surface

Form D

Discount group 105

Techn. data page 1360

d1 MK l1 d2 Z
Availability

mm mm mm

16.000 1 90.00 4.000 3
20.000 2 106.00 5.000 3
25.000 2 112.00 6.300 3
31.500 2 118.00 10.000 3
40.000 3 150.00 12.500 3
50.000 3 160.00 16.000 3
63.000 4 190.00 20.000 3
80.000 4 200.00 25.000 3

60° countersinks
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60° countersinks
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 471

Standard DIN 334

Tool material HSS

Surface

Form B

Discount group 105

Techn. data page 1360

d1 MK l1 d2 Z
Availability

mm mm mm

16.000 1 100.00 3.200 7
25.000 2 125.00 7.000 9
31.500 2 132.00 9.000 9
40.000 3 160.00 12.000 11
50.000 3 170.00 16.000 13

100.000 4 224.00 31.500 17

60° countersinks
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bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 474

Standard DIN 335

Tool material HSS

Surface

Form A

Discount group 105

Techn. data page 1360

d1 d3 l1 d2 Z
Availability

mm mm mm mm

8.000 8.000 48.00 5
12.500 8.000 48.00 2.000 5
16.000 10.000 56.00 3.200 7
20.000 10.000 60.00 5.000 7

90° countersinks
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60° countersinks
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 476 1326 327

Standard DIN 335 DIN 335 DIN 335

Tool material HSS HSS HSS

Surface

Form C C C

Discount group 105 105 105

Techn. data page 1361 1361 1361

d1 d3 l1 d2 Z
Availability Availability Availability

mm mm mm mm

4.300 4.000 40.00 1.300 3
5.000 4.000 40.00 1.500 3
5.300 4.000 40.00 1.500 3
5.800 5.000 45.00 1.500 3
6.000 5.000 45.00 1.500 3
6.300 5.000 45.00 1.500 3
7.000 6.000 50.00 1.800 3
7.300 6.000 50.00 1.800 3
8.000 6.000 50.00 2.000 3
8.300 6.000 50.00 2.000 3
9.400 6.000 50.00 2.200 3

10.000 6.000 50.00 2.500 3
10.400 6.000 50.00 2.500 3
11.500 8.000 56.00 2.800 3
12.400 8.000 56.00 2.800 3
13.400 8.000 56.00 2.900 3
15.000 10.000 60.00 3.200 3
16.500 10.000 60.00 3.200 3
19.000 10.000 63.00 3.500 3
20.500 10.000 63.00 3.500 3
23.000 10.000 67.00 3.800 3
25.000 10.000 67.00 3.800 3
26.000 10.000 67.00 3.800 3
28.000 12.000 71.00 4.000 3
30.000 12.000 71.00 4.200 3
31.000 12.000 71.00 4.200 3

90° countersinks
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bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 477 328

Standard DIN 335 DIN 335

Tool material HSS HSS

Surface

Form D D

Discount group 105 105

Techn. data page 1361 1361

d1 MK l1 d2 Z
Availability Availability

mm mm mm

15.000 1 85.00 3.200 3
16.500 1 85.00 3.200 3
19.000 2 100.00 3.500 3
20.500 2 100.00 3.500 3
23.000 2 106.00 3.800 3
25.000 2 106.00 3.800 3
26.000 2 106.00 3.800 3
28.000 2 112.00 4.000 3
30.000 2 112.00 4.200 3
31.000 2 112.00 4.200 3
34.000 2 118.00 4.500 3
37.000 2 118.00 4.800 3
40.000 3 140.00 10.000 3
50.000 3 150.00 14.000 3
63.000 4 180.00 16.000 3
80.000 4 190.00 22.000 3

100.000 4 200.00 28.000 3

90° countersinks
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90° countersinks
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Guhring no. 475

Standard DIN 335

Tool material HSS

Surface

Form B

Discount group 105

Techn. data page 1362

d1 MK l1 d2 Z
Availability

mm mm mm

16.000 1 95.00 3.200 7
20.000 2 106.00 5.000 7
25.000 2 118.00 7.000 9
31.500 2 122.00 9.000 9
40.000 3 150.00 12.000 11
50.000 3 155.00 16.000 13
63.000 4 185.00 20.000 15
80.000 4 196.00 25.000 17

100.000 4 212.00 31.500 17

90° countersinks
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Guhring no. 498 499

Standard DIN 335

Tool material HSS

Surface

Form C C

Discount group 105 105

Techn. data page 1362 1362

d1 no. per set Code no.
Availability

mm

6,30-20,50 6.00 7.000

90° countersinks
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90° countersinks
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Guhring no. 436

Standard DIN 1866

Tool material HSS

Surface

Form

Discount group 105

Techn. data page 1362

d1 d2 d3 l1 l2 Z thread
Availability

mm mm mm mm mm

2.000 1.100 2.000 45.00 7.00 2 M 1
2.500 1.300 2.500 45.00 7.00 2 M 1,2
2.800 1.500 2.800 45.00 7.00 2 M 1,4
3.300 1.700 3.300 56.00 10.00 2 M 1,6
3.800 2.000 3.800 56.00 10.00 2 M 1,8
4.300 2.200 4.300 56.00 10.00 2 M 2
5.000 2.700 5.000 56.00 10.00 2 M 2,5
6.000 3.200 5.000 71.00 14.00 3 M 3
8.000 4.300 5.000 71.00 14.00 3 M 4

10.000 5.300 8.000 80.00 18.00 3 M 5
11.500 6.400 8.000 80.00 18.00 3 M 6
15.000 8.400 12.500 100.00 22.00 3 M 8
19.000 10.500 12.500 100.00 22.00 3 M10

90° countersinks for fine tolerances

H
S

S
, H

S
S

-E
 and car-

bide countersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

m
m
m
m
m
l
l
l
l
l
l
l
m



C F M

1381

A A

1380

l 1 

d 
1 

90
 o

 

d 
2 

d
 3 

l 2 

Guhring no. 437

Standard DIN 1866

Tool material HSS

Surface

Form

Discount group 105

Techn. data page 1362

d1 d2 d3 l1 l2 Z thread
Availability

mm mm mm mm mm

6.600 3.400 5.000 71.00 14.00 3 M 3
7.600 3.900 5.000 71.00 14.00 3 M 3,5
9.000 4.500 8.000 80.00 18.00 3 M 4

11.000 5.500 8.000 80.00 18.00 3 M 5
13.000 6.600 12.500 100.00 22.00 3 M 6
17.200 9.000 12.500 100.00 22.00 3 M 8
21.500 11.000 12.500 100.00 22.00 3 M10

90° countersinks for medial tolerances
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90° countersinks for fine tolerances
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Guhring no. 438

Standard DIN 1866

Tool material HSS

Surface

Form

Discount group 105

Techn. data page 1363

d1 d2 d3 l1 l2 Z thread
Availability

mm mm mm mm mm

6.000 2.500 5.000 71.00 14.00 3 M 3
7.000 2.900 5.000 71.00 14.00 3 M 3,5
8.000 3.300 5.000 71.00 14.00 3 M 4

10.000 4.200 8.000 80.00 18.00 3 M 5
11.500 5.000 8.000 80.00 18.00 3 M 6
15.000 6.800 12.500 100.00 22.00 3 M 8
19.000 8.500 12.500 100.00 22.00 3 M10

90° countersinks for tapping size holes
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Guhring no. 478

Standard DIN 347

Tool material HSS

Surface

Form A

Discount group 105

Techn. data page 1363

d1 d3 l1 d2 Z
Availability

mm mm mm mm

8.000 8.000 42.00 2.000 5
12.500 8.000 42.00 2.000 5
16.000 10.000 53.00 3.200 7
20.000 10.000 56.00 5.000 7

120° countersinks
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90° countersinks for tapping size holes
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Guhring no. 480

Standard Guhring std.

Tool material HSS

Surface

Form

Discount group 105

Techn. data page 1363

d1 d3 l1 d2 Z
Availability

mm mm mm mm

16.000 10.000 53.00 4.000 3

120° countersinks
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Guhring no. 481

Standard Guhring std.

Tool material HSS

Surface

Form

Discount group 105

Techn. data page 1363

d1 MK l1 d2 Z
Availability

mm mm mm

25.000 2 112.00 6.300 3
40.000 3 140.00 12.500 3

120° countersinks
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120° countersinks
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Guhring no. 479

Standard DIN 347

Tool material HSS

Surface

Form B

Discount group 105

Techn. data page 1363

d1 MK l1 d2 Z
Availability

mm mm mm

25.000 2 112.00 7.000 9
40.000 3 140.00 12.000 11
63.000 4 170.00 20.000 15

100.000 4 200.00 31.500 17

120° countersinks
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Guhring no. 482 324

Standard DIN 373 DIN 373

Tool material HSS HSS

Surface

Form

Discount group 105 105

Techn. data page 1364 1364

d1 d2 d3 l1 l2 Z thread
Availability Availability

mm mm mm mm mm

2.200 1.100 2.200 45.00 7.00 2 M 1
2.500 1.300 2.500 45.00 7.00 2 M 1,2
3.800 1.800 3.800 56.00 10.00 2 M 1,7
4.300 2.200 4.300 56.00 10.00 2 M 2
5.500 2.800 5.000 71.00 14.00 3 M 2,6
6.000 3.200 5.000 71.00 14.00 3 M 3
6.500 3.700 5.000 71.00 14.00 3 M 3,5
8.000 4.300 5.000 71.00 14.00 3 M 4

10.000 5.300 8.000 80.00 18.00 3 M 5
11.000 6.400 8.000 80.00 18.00 3 M 6
15.000 8.400 12.500 100.00 22.00 3 M 8
18.000 10.500 12.500 100.00 22.00 3 M10
20.000 13.000 12.500 100.00 22.00 3 M12

Counterbores with fixed pilots for fine tolerances
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120° countersinks
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Guhring no. 485

Standard Guhring std.

Tool material HSS

Surface

Form

Discount group 105

Techn. data page 1364

d1 d2 MK l1 l2 Z thread
Availability

mm mm mm mm

18.000 10.500 2 150.00 25.00 3 M10
20.000 13.000 2 150.00 25.00 3 M12
24.000 15.000 2 162.00 30.00 3 M14
26.000 17.000 3 192.00 35.00 3 M16
30.000 19.000 3 192.00 35.00 3 M18
33.000 21.000 3 204.00 40.00 3 M 20
40.000 25.000 3 204.00 40.00 3 M 24

Counterbores with fixed pilots for fine tolerances
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Guhring no. 483 325

Standard DIN 373 DIN 373

Tool material HSS HSS

Surface

Form

Discount group 105 105

Techn. data page 1364 1364

d1 d2 d3 l1 l2 Z thread
Availability Availability

mm mm mm mm mm

6.000 3.400 5.000 71.00 14.00 3 M 3
8.000 4.500 5.000 71.00 14.00 3 M 4

10.000 5.500 8.000 80.00 18.00 3 M 5
11.000 6.600 8.000 80.00 18.00 3 M 6
15.000 9.000 12.500 100.00 22.00 3 M 8
18.000 11.000 12.500 100.00 22.00 3 M10
20.000 13.500 12.500 100.00 22.00 3 M12

Counterbores with fixed pilots for medial tolerances

H
S

S
, H

S
S

-E
 a

nd
 c

ar
-

bi
de

 c
ou

nt
er

si
nk

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Counterbores with fixed pilots for fine tolerances
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Guhring no. 486

Standard Guhring std.

Tool material HSS

Surface

Form

Discount group 105

Techn. data page 1365

d1 d2 MK l1 l2 Z thread
Availability

mm mm mm mm

18.000 11.000 2 150.00 25.00 3 M10
20.000 13.500 2 150.00 25.00 3 M12
24.000 15.500 2 162.00 30.00 3 M14
26.000 17.500 3 192.00 35.00 3 M16
33.000 22.000 3 204.00 40.00 3 M 20
40.000 26.000 3 204.00 40.00 3 M 24

Counterbores with fixed pilots for medial tolerances
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Guhring no. 484 326

Standard DIN 373 DIN 373

Tool material HSS HSS

Surface

Form

Discount group 105 105

Techn. data page 1365 1365

d1 d2 d3 l1 l2 Z thread
Availability Availability

mm mm mm mm mm

6.000 2.500 5.000 71.00 14.00 3 M 3
8.000 3.300 5.000 71.00 14.00 3 M 4

10.000 4.200 8.000 80.00 18.00 3 M 5
11.000 5.000 8.000 80.00 18.00 3 M 6
15.000 6.800 12.500 100.00 22.00 3 M 8
18.000 8.500 12.500 100.00 22.00 3 M10
20.000 10.200 12.500 100.00 22.00 3 M12

Counterbores with fixed pilots for tapping size holes
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Guhring no. 487

Standard Guhring std.

Tool material HSS

Surface

Form

Discount group 105

Techn. data page 1365

d1 d2 MK l1 l2 Z thread
Availability

mm mm mm mm

20.000 10.200 2 150.00 25.00 3 M12
24.000 12.000 2 162.00 30.00 3 M14
26.000 14.000 3 192.00 35.00 3 M16

Counterbores with fixed pilots for tapping size holes
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Guhring no. 463

Standard DIN 375

Tool material HSS

Surface

Form

Discount group 105

Techn. data page 1365

d1 MK d4 H8 l1 l2 Z
Availability

mm mm mm mm

15.000 2 4.000 132.00 22.00 3
18.000 2 5.000 140.00 25.00 3
20.000 2 5.000 140.00 25.00 3
24.000 2 6.000 150.00 30.00 3
26.000 3 8.000 180.00 35.00 3
30.000 3 8.000 180.00 35.00 3
33.000 3 10.000 190.00 40.00 3
63.000 4 16.000 250.00 63.00 4

Counterbores with hole for detachable pilot
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Counterbores with fixed pilots for tapping size holes
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Guhring no. 464

Standard DIN 1868

Discount group 105

Techn. data page

d1 d4 G for Code no.
Availability

mm mm mm

8.400 4.000 M8 15,0 8.404
8.400 5.000 M8 18,0/20,0 8.405
10.500 5.000 M10 18,0/20,0 10.505
10.500 6.000 M10 24,0 10.506
13.000 5.000 M12 20,0 13.005
13.000 6.000 M12 24,0 13.006
13.000 8.000 M12 26,0 13.008
15.000 6.000 M14 24,0 15.006
15.000 8.000 M14 26,0/30,0 15.008
17.000 8.000 M16 26,0/30,0 17.008
17.000 10.000 M16 33,0 17.010
19.000 8.000 M18 30,0 19.008
19.000 10.000 M18 33,0/36,0 19.010
21.000 10.000 M20 33,0/36,0/40,0 21.010
23.000 10.000 M22 36,0/40,0 23.010
23.000 12.000 M22 43,0 23.012
25.000 10.000 M24 40,0 25.010
25.000 12.000 M24 43,0/46,0 25.012

detachable pilot for fine tolerances
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Guhring no. 465

Standard DIN 1868

Discount group 105

Techn. data page

d1 d4 G for Code no.
Availability

mm mm mm

9.000 4.000 M8 15,0 9.004
9.000 5.000 M8 18,0/20,0 9.005
11.000 5.000 M10 18,0/20,0 11.005
11.000 6.000 M10 24,0 11.006
13.500 5.000 M12 20,0 13.505
13.500 6.000 M12 24,0 13.506
13.500 8.000 M12 26,0 13.508
15.500 6.000 M14 24,0 15.506
15.500 8.000 M14 26,0/30,0 15.508
17.500 8.000 M16 26,0/30,0 17.508
17.500 10.000 M16 33,0 17.510
20.000 8.000 M18 30,0 20.008
20.000 10.000 M18 33,0/36,0 20.010
22.000 10.000 M20 33,0/36,0/40,0 22.010
24.000 10.000 M22 36,0/40,0 24.010
24.000 12.000 M22 43,0 24.012
26.000 10.000 M24 40,0 26.010
26.000 12.000 M24 43,0/46,0 26.012
30.000 12.000 M27 43,0/46,0 30.012
30.000 16.000 M27 53,0 30.016
33.000 12.000 M30 48,0 33.012
33.000 16.000 M30 53,0/61,0 33.016
36.000 16.000 M33 53,0/57,0 36.016
39.000 16.000 M36 57,0/61,0 39.016

detachable pilot for medial tolerances
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detachable pilot for fine tolerances
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Guhring no. 466

Standard DIN 1868

Discount group 105

Techn. data page

d1 d4 G for Code no.
Availability

mm mm mm

6.800 4.000 M8 15,0 6.804
6.800 5.000 M8 18,0/20,0 6.805
8.500 5.000 M10 18,0/20,0 8.505
8.500 6.000 M10 24,0 8.506
10.200 5.000 M12 20,0 10.205
10.200 6.000 M12 24,0 10.206
10.200 8.000 M12 26,0 10.208
12.000 6.000 M14 24,0 12.006
12.000 8.000 M14 26,0/30,0 12.008
14.000 8.000 M16 26,0/30,0 14.008
14.000 10.000 M16 30,0 14.010
15.500 8.000 M18 30,0 15.508
15.500 10.000 M18 33,0/36,0 15.510
17.500 10.000 M20 33,0/36,0/40,0 17.510
19.500 10.000 M22 36,0/40,0 19.510
19.500 12.000 M22 43,0 19.512
21.000 10.000 M24 40,0 21.010
21.000 12.000 M24 43,0/46,0 21.012
24.000 12.000 M27 43,0/46,0 24.012
24.000 16.000 M27 53,0 24.016
26.500 12.000 M30 48,0 26.512
26.500 16.000 M30 53,0/61,0 26.516
29.500 16.000 M33 53,0/57,0 29.516
32.000 16.000 M36 57,0/61,0 32.016

detachable pilot for taping size holes
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Guhring no. 432

Standard DIN 1862

Tool material HSS-E

Surface

Form

Tolerance

Discount group 105

Techn. data page 1366

d1 MK d2 l1 l2 t Z
Availability

mm mm mm mm mm

3.500 1 80.00 5.00 4
4.500 1 80.00 5.00 4
5.500 1 85.00 8.00 4

11.000 1 5.000 95.00 16.00 1.50 6
13.000 1 5.000 95.00 16.00 1.50 6

Spot facers
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detachable pilot for taping size holes
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Guhring no. 433

Standard DIN 1862

Tool material HSS-E

Surface

Form

Tolerance

Discount group 105

Techn. data page 1366

d1 MK d2 l1 l2 t Z
Availability

mm mm mm mm mm

6.000 2 112.00 10.00 6
8.000 2 112.00 10.00 6

10.000 2 5.000 112.00 16.00 1.50 6
12.000 2 5.000 112.00 16.00 1.50 6
13.000 2 5.000 112.00 16.00 1.50 6
14.000 2 6.000 125.00 20.00 2.00 6
15.000 2 6.000 125.00 20.00 2.00 6
16.000 2 8.000 125.00 20.00 2.00 8
18.000 2 10.000 125.00 20.00 2.00 8
23.000 2 12.000 125.00 25.00 3.00 8
25.000 2 12.000 125.00 25.00 3.00 8
27.000 2 15.000 125.00 25.00 3.50 8
28.000 2 15.000 125.00 25.00 3.50 8
29.000 2 15.000 125.00 25.00 3.50 8
30.000 2 15.000 125.00 25.00 3.50 8
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Guhring no. 434

Standard DIN 1862

Tool material HSS-E

Surface

Form

Tolerance

Discount group 105

Techn. data page 1366

d1 MK d2 l1 l2 t Z
Availability

mm mm mm mm mm

10.000 3 5.000 125.00 16.00 1.50 6
11.000 3 5.000 125.00 16.00 1.50 6
13.000 3 5.000 125.00 16.00 1.50 6
14.000 3 6.000 135.00 20.00 2.00 6
18.000 3 10.000 135.00 20.00 2.00 8
20.000 3 12.000 145.00 25.00 3.00 8
22.000 3 12.000 145.00 25.00 3.00 8
23.000 3 12.000 145.00 25.00 3.00 8
25.000 3 12.000 145.00 25.00 3.00 8
27.000 3 15.000 145.00 25.00 3.50 8
28.000 3 15.000 145.00 25.00 3.50 8
29.000 3 15.000 145.00 25.00 3.50 8
30.000 3 15.000 145.00 25.00 3.50 8
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Guhring no. 435

Standard DIN 1862

Tool material HSS-E

Surface

Form

Tolerance

Discount group 105

Techn. data page 1366

d1 MK d2 l1 l2 t Z
Availability

mm mm mm mm mm

20.000 4 12.000 175.00 25.00 3.00 8
21.000 4 12.000 175.00 25.00 3.00 8
22.000 4 12.000 175.00 25.00 3.00 8
23.000 4 12.000 175.00 25.00 3.00 8
24.000 4 12.000 175.00 25.00 3.00 8
25.000 4 12.000 175.00 25.00 3.00 8
26.000 4 15.000 175.00 25.00 3.50 8
27.000 4 15.000 175.00 25.00 3.50 8
28.000 4 15.000 175.00 25.00 3.50 8
29.000 4 15.000 175.00 25.00 3.50 8
30.000 4 15.000 175.00 25.00 3.50 8
31.000 4 15.000 175.00 25.00 3.50 8
33.000 4 16.000 195.00 32.00 3.50 10
34.000 4 16.000 195.00 32.00 3.50 10
35.000 4 16.000 195.00 32.00 3.50 10
37.000 4 18.000 195.00 32.00 4.00 10
38.000 4 18.000 195.00 32.00 4.00 10
39.000 4 18.000 195.00 32.00 4.00 10
41.000 4 20.000 210.00 40.00 4.00 10
43.000 4 20.000 210.00 40.00 4.00 10
44.000 4 20.000 210.00 40.00 4.00 10
45.000 4 22.000 210.00 40.00 4.50 10
46.000 4 22.000 210.00 40.00 4.50 10
47.000 4 22.000 210.00 40.00 4.50 10
48.000 4 22.000 210.00 40.00 4.50 10
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Guhring no. 4101

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type EW 100 G

Discount group 120

Techn. data page 1367

nom. Ø d1 for Ø range d2 l1 l2 l3 l4 l9 h1
Availability

mm mm mm mm mm mm mm mm mm mm

2.000 1.900 1,91 - 2,15 6.000 120.00 69.00 36.00 1.00 2.05 0.35
2.250 2.100 2,16 - 2,40 6.000 120.00 69.00 36.00 1.50 2.60 0.40
2.500 2.400 2,41 - 2,70 6.000 120.00 69.00 36.00 1.50 2.90 0.40
2.750 2.600 2,71 - 2,90 6.000 130.00 79.00 36.00 1.50 2.95 0.45
3.000 2.900 2,91 - 3,25 6.000 130.00 79.00 36.00 2.00 3.65 0.45
3.500 3.200 3,26 - 3,60 10.000 135.00 80.00 40.00 2.00 3.80 0.60
4.000 3.600 3,61 - 4,25 10.000 135.00 80.00 40.00 2.00 4.10 0.70
4.500 4.200 4,26 - 4,75 10.000 135.00 80.00 40.00 2.50 4.60 0.70
5.000 4.700 4,76 - 5,30 10.000 145.00 80.00 40.00 2.50 4.85 0.75
5.500 5.200 5,31 - 5,80 10.000 145.00 90.00 40.00 2.50 4.85 0.75
6.000 5.600 5,81 - 6,20 10.000 155.00 90.00 40.00 3.00 5.80 0.80
6.500 6.000 6,21 - 6,70 16.000 165.00 102.00 48.00 3.00 5.90 0.90
7.000 6.500 6,71 - 7,10 16.000 165.00 102.00 48.00 3.00 5.85 0.85
7.500 6.900 7,11 - 7,60 16.000 165.00 102.00 48.00 3.50 6.95 0.95
8.000 7.300 7,61 - 8,05 16.000 165.00 102.00 48.00 3.50 7.00 1.00

de-burring forks
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Guhring no. 4100

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type EW 100 G

Discount group 120

Techn. data page 1367

nom. Ø d1 for Ø range l1 l4 l9 h1
Availability

mm mm mm mm mm mm mm

2.000 1.900 1,91 - 2,15 80.00 1.00 2.05 0.35
2.250 2.100 2,16 - 2,40 80.00 1.50 2.60 0.40
2.500 2.400 2,41 - 2,70 80.00 1.50 2.90 0.40
2.750 2.600 2,71 - 2,90 90.00 1.50 2.95 0.45
3.000 2.900 2,91 - 3,25 90.00 2.00 3.65 0.45
3.500 3.200 3,26 - 3,60 90.00 2.00 3.80 0.60
4.000 3.600 3,61 - 4,25 90.00 2.00 4.10 0.70
4.500 4.200 4,26 - 4,75 90.00 2.50 4.60 0.70
5.000 4.700 4,76 - 5,30 100.00 2.50 4.85 0.75
5.500 5.200 5,31 - 5,80 100.00 2.50 4.85 0.75
6.000 5.600 5,81 - 6,20 110.00 3.00 5.80 0.80
6.500 6.000 6,21 - 6,70 110.00 3.00 5.90 0.90
7.000 6.500 6,71 - 7,10 110.00 3.00 5.85 0.85
7.500 6.900 7,11 - 7,60 110.00 3.50 6.95 0.95
8.000 7.300 7,61 - 8,05 110.00 3.50 7.00 1.00

de-burring forks
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Guhring no. 495

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type EW 100 VR

Discount group 120

Techn. data page 1367

d1 h8 d2 h6 d3 d4 l1 l2 l3
Availability

mm mm mm mm mm mm mm

3.000 4.000 0.600 2.200 75.00 0.50 9.40
4.000 4.000 0.800 2.900 75.00 0.50 12.40
5.000 5.000 1.000 3.900 75.00 0.50 15.00
6.000 6.000 1.200 3.900 100.00 0.50 14.30
8.000 6.000 1.600 100.00 0.50 59.00

10.000 6.000 2.000 100.00 0.50 53.00
12.000 6.000 2.400 100.00 0.50 46.00

Front/back deburrer 90°

D
e-

bu
rr

in
g 

to
ol

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

de-burring forks

D
e-burring tools

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
l
l
l
l



A A

1404

l1

d
1 

k8

l2

d
2

G

KK

Guhring no. 1601

Standard Guhring std.

Tool material HSS

Surface

Type KS 125

Tolerance

Discount group 104

Techn. data page 1368

d1 d2 G KK l1 l2 Z
Availability

mm mm mm mm

12.000 3.000 M 4 1 40.00 25.00 3
12.500 3.000 1 40.00 25.00 3
14.000 4.000 M 5 2 48.00 30.00 3
14.500 4.000 M 5 2 48.00 30.00 3
15.000 4.000 M 5 2 48.00 30.00 3
16.000 4.000 M 5 2 48.00 30.00 3
18.000 5.000 M 6 3 56.00 34.00 4
20.000 5.000 M 6 3 56.00 34.00 4
21.000 5.000 M 6 3 56.00 34.00 4
23.000 6.000 M 8 4 61.00 38.00 4
25.000 6.000 M 8 4 61.00 37.00 4
26.000 6.000 M 8 4 61.00 38.00 4
28.000 6.000 M 8 4 61.00 38.00 4
30.000 6.000 M 8 4 61.00 38.00 4
52.000 9.000 M12 5 1/2 68.00 39.00 4
53.000 9.000 M12 5 1/2 68.00 39.00 4
55.000 9.000 M12 5 1/2 68.00 39.00 4
57.000 9.000 M12 5 1/2 68.00 39.00 4

Pilot counterbores

C
ountersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

m
m
m
m
m
m
m
m
m
m
m
m
m
m
m
m
m
m



C F M

1405

A A

1404

l1

d
1 

k8

l2

d
2

G

KK

Guhring no. 1602

Standard Guhring std.

Tool material HSS

Carbide grade

Surface

Type KS 140

Tolerance

Discount group 104

Techn. data page 1368

d1 d2 G KK l1 l2 Z Code no.
Availability

mm mm mm mm mm

5.000 1.700 0 35.00 22.00 3 5.000
6.500 2.000 0 35.00 22.00 3 6.500
7.000 2.500 0 35.00 22.00 3 7.000
8.000 2.500 0 35.00 22.00 3 8.000
8.500 2.500 M 4 0 35.00 22.00 3 8.500
9.000 3.000 M 4 1 40.00 25.00 3 9.000
10.000 3.000 M 4 1 40.00 25.00 3 10.000
13.000 3.000 M 4 1 40.00 25.00 3 13.000
13.001 4.000 M 5 2 48.00 25.00 3 13.001
14.000 3.000 M 4 1 40.00 25.00 3 14.000
14.000 4.000 M 5 2 48.00 30.00 3 14.001
14.500 4.000 M 5 1 40.00 30.00 3 14.500
14.500 4.000 M 5 2 48.00 30.00 3 14.501
16.001 3.000 M 4 2 48.00 25.00 3 16.001
17.500 3.000 M 4 1 40.00 25.00 3 17.500
18.000 3.000 M 4 1 40.00 25.00 4 18.000
18.000 5.000 M 6 3 56.00 34.00 4 18.002
20.000 4.000 M 5 2 48.00 30.00 4 20.000
20.000 5.000 M 6 3 56.00 34.00 4 20.001
21.000 5.000 M 6 3 56.00 34.00 4 21.001
22.000 4.000 M 5 2 48.00 30.00 4 22.000
22.000 5.000 M 6 3 56.00 34.00 4 22.001
23.500 6.000 M 8 4 61.00 37.00 4 23.501
24.001 5.000 M 6 4 61.00 34.00 4 24.001
25.000 5.000 M 6 3 56.00 34.00 4 25.000
25.000 6.000 M 8 4 61.00 37.00 4 25.001
26.000 6.000 M 8 4 61.00 37.00 4 26.001
28.000 5.000 M 6 3 56.00 34.00 4 28.000
28.000 6.000 M 8 4 61.00 37.00 4 28.001
32.000 6.000 M 8 4 61.00 37.00 4 32.000
33.000 6.000 M 8 4 61.00 37.00 4 33.000
40.000 8.000 M10 5 67.00 39.00 4 40.000
45.000 8.000 M10 5 67.00 39.00 4 45.000

Pilot counterbores
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Guhring no. 1603

Standard Guhring std.

Tool material Carbide

Carbide grade K15

Surface

Type KS 108

Tolerance

Discount group 104

Techn. data page 1368

d1 d2 G KK l1 l2 Z Code no.
Availability

mm mm mm mm mm

5.900 2.400 0 35.00 22.00 3 5.900
6.300 2.400 0 35.00 22.00 3 6.300
6.800 2.400 0 35.00 22.00 3 6.800
7.500 3.000 0 35.00 22.00 3 7.500
10.000 3.700 M 4 1 40.00 40.00 3 10.000
11.000 3.700 M 4 1 40.00 25.50 3 11.000
15.000 5.500 M 5 2 48.00 30.00 3 15.000
16.000 5.500 M 5 2 48.00 30.00 3 16.000
17.000 5.500 M 5 2 48.00 30.00 3 17.000
17.500 5.500 M 5 2 48.00 30.00 3 17.500
18.000 6.600 M 6 3 56.00 34.00 3 18.000
20.000 6.600 M 6 3 56.00 34.00 3 20.000
21.000 6.600 M 6 3 56.00 34.00 3 21.000
22.000 6.600 M 6 3 56.00 34.00 3 22.000
24.000 7.700 M 8 4 61.00 37.00 3 24.000
25.000 7.700 M 8 4 61.00 37.00 3 25.000
26.000 7.700 M 8 4 61.00 37.00 3 26.000
33.000 7.700 M 8 4 61.00 37.00 3 33.000
57.000 12.700 M12 5 1/2 68.00 39.00 3 57.000
58.000 12.700 M12 6 70.00 39.00 3 58.000
66.000 13.800 M12 6 70.00 39.00 3 66.000
67.000 13.800 M12 6 70.00 39.00 3 67.000
74.000 15.700 M14 7 80.00 46.00 3 74.000
75.000 15.700 M14 7 80.00 46.00 3 75.000

Pilot counterbores
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Guhring no. 1604

Standard Guhring std.

Tool material Carbide

Carbide grade M20

Surface

Type KS 115

Tolerance

Discount group 104

Techn. data page 1368

d1 d2 G KK l1 l2 Z Code no.
Availability

mm mm mm mm mm

55.000 12.700 M12 5 1/2 68.00 39.00 3 55.000
66.000 13.700 M12 6 70.00 39.00 3 66.000
67.000 13.800 M12 6 70.00 39.00 3 67.000
73.000 15.700 M14 7 80.00 46.00 3 73.000
74.000 15.700 M14 7 80.00 46.00 3 74.000

Pilot counterbores
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Guhring no. 1606

Standard Guhring std.

Tool material Carbide

Carbide grade K15

Surface

Type KS 100

Discount group 104

Techn. data page 1369

d1 d2 KK l1 l2 Z
Availability

mm mm mm mm mm

9.000 4.000 1 32.00 17.50 3
10.000 4.000 1 32.00 17.50 3
12.000 4.000 1 32.00 17.50 3
15.000 5.600 2 37.00 19.00 4
37.000 9.600 5 56.00 28.50 4
54.000 10.600 5 1/2 58.00 30.00 4
57.000 10.600 5 1/2 58.00 30.00 4
60.000 11.800 6 62.00 31.00 4
66.000 11.800 6 62.00 31.00 4
67.000 11.800 6 62.00 31.00 4

Spotfacers
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Guhring no. 1622

Standard Guhring std.

Tool material HSS

Surface

Type KS 100

Tolerance

Discount group 104

Techn. data page 1369

d1 d2 G KK l1 l2 Z
Availability

mm mm mm mm

12.000 3.000 M 4 1 33.00 18.00 3
15.000 4.000 M 5 2 39.00 21.00 3
20.000 5.000 M 6 3 46.00 24.00 3
30.000 8.000 M 8 4 53.00 29.00 3

90° countersinks
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Guhring no. 1624

Standard DIN 551

Discount group 104

Techn. data page

KK G l1 Code no.
Availability

mm

0 M 2,5 3.00 2.500

Threaded pins
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Guhring no. 1650 1651

Standard Guhring std.

Discount group 104 104

Techn. data page

für KK Code no.
Availability

0 1.000
1 1.100
2 1.200
3 1.300
4 1.400
5 1.500

5 1/2 1.550
6 1.600
7 1.700

Tool extractors
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Guhring no. 1615

Standard Guhring std.

Discount group 104

Techn. data page

d1 d3 l1 l2 Code no.
Availability

mm mm mm mm

1.700 1.700 28.00 5.00 1.700
1.800 1.700 28.00 5.00 1.800
2.000 1.700 28.00 5.00 2.000
2.000 2.000 28.00 5.00 2.001
2.200 1.700 28.00 5.00 2.200
2.200 2.000 28.00 5.00 2.201
2.300 2.000 28.00 5.00 2.301
2.400 2.000 28.00 5.00 2.401
2.500 1.700 28.00 5.00 2.500
2.500 2.000 28.00 5.00 2.501
2.600 1.700 28.00 5.00 2.600
2.600 2.000 28.00 5.00 2.601
2.800 2.500 28.00 5.00 2.802
2.900 1.700 28.00 5.00 2.900
2.900 2.500 28.00 5.00 2.902
3.000 1.700 28.00 5.00 3.000
3.100 1.700 28.00 5.00 3.100
3.100 2.000 28.00 5.00 3.101
3.200 2.500 28.00 5.00 3.202
3.300 2.500 28.00 5.00 3.302
3.400 2.000 28.00 5.00 3.401
3.500 2.000 28.00 5.00 3.501
3.700 2.500 28.00 5.00 3.702
3.800 1.700 28.00 5.00 3.800
3.800 2.500 28.00 5.00 3.802
3.900 2.500 28.00 5.00 3.902
4.000 1.700 28.00 5.00 4.000
4.000 2.000 28.00 5.00 4.001
4.100 1.700 28.00 5.00 4.100
4.100 2.000 28.00 5.00 4.101
4.200 1.700 28.00 5.00 4.200
4.200 2.500 28.00 5.00 4.202
4.300 1.700 28.00 5.00 4.300
4.300 2.000 28.00 5.00 4.301
4.300 2.500 28.00 5.00 4.302
4.400 1.700 28.00 5.00 4.400
4.400 2.000 28.00 5.00 4.401
4.400 2.500 28.00 5.00 4.402
4.500 1.700 28.00 5.00 4.500

Pilots with angled flat
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Art.-Nr. 1624 

Guhring no. 1615

Standard Guhring std.

Discount group 104

Techn. data page

d1 d3 l1 l2 Code no.
Availability

mm mm mm mm

4.500 2.000 28.00 5.00 4.501
4.500 2.500 28.00 5.00 4.502
4.700 2.000 28.00 5.00 4.701
4.700 2.500 28.00 5.00 4.702
4.800 2.500 28.00 5.00 4.802
4.900 2.500 28.00 5.00 4.902
5.000 2.500 28.00 5.00 5.002
5.100 2.000 28.00 5.00 5.101
5.200 2.000 28.00 5.00 5.201
5.200 2.500 28.00 5.00 5.202
5.400 2.000 28.00 5.00 5.401
5.400 2.500 28.00 5.00 5.402
5.500 2.000 28.00 5.00 5.501
5.600 2.000 28.00 5.00 5.601
5.600 2.500 28.00 5.00 5.602
5.700 2.500 28.00 5.00 5.702
5.800 2.000 28.00 5.00 5.801
5.900 2.000 28.00 5.00 5.901
6.100 2.500 28.00 5.00 6.102
6.300 2.500 28.00 5.00 6.302
6.400 2.500 28.00 5.00 6.402
6.500 2.500 28.00 5.00 6.502
6.800 2.500 28.00 5.00 6.802
6.900 2.500 28.00 5.00 6.902
7.000 2.500 28.00 5.00 7.002

Pilots with angled flat
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Standard Guhring std.

Discount group 104

Techn. data page

d1 für KK d3 G l1 l2 Code no.
Availability

mm mm mm mm

3.200 1 3.000 M 3 60.00 7.00 3.200
3.300 1 3.000 M 3 60.00 7.00 3.300
3.400 1 3.000 M 3 60.00 7.00 3.400
3.600 1 3.000 M 3 60.00 7.00 3.600
3.800 1 3.000 M 3 60.00 7.00 3.800
3.900 1 3.000 M 3 60.00 7.00 3.900
4.000 1 3.000 M 3 60.00 7.00 4.000
4.100 1 3.000 M 3 60.00 7.00 4.100
4.100 2 4.000 M 4 71.00 10.00 4.101
4.300 1 3.000 M 3 60.00 7.00 4.300
4.300 2 4.000 M 4 71.00 10.00 4.301
4.400 2 4.000 M 4 71.00 10.00 4.401
4.600 2 4.000 M 4 71.00 10.00 4.601
4.700 2 4.000 M 4 71.00 10.00 4.701
4.800 2 4.000 M 4 71.00 10.00 4.801
5.000 1 3.000 M 3 60.00 7.00 5.000
5.100 1 3.000 M 3 60.00 7.00 5.100
5.200 1 3.000 M 3 60.00 7.00 5.200
5.200 3 5.000 M 5 81.00 10.00 5.202
5.300 1 3.000 M 3 60.00 7.00 5.300
5.300 3 5.000 M 5 81.00 10.00 5.302
5.400 1 3.000 M 3 60.00 7.00 5.400
5.400 2 4.000 M 4 71.00 10.00 5.401
5.400 3 5.000 M 5 81.00 10.00 5.402
5.500 1 3.000 M 3 60.00 7.00 5.500
5.500 2 4.000 M 4 71.00 10.00 5.501
5.600 2 4.000 M 4 71.00 10.00 5.601
5.600 3 5.000 M 5 81.00 10.00 5.602
5.700 2 4.000 M 4 71.00 10.00 5.701
5.700 3 5.000 M 5 81.00 10.00 5.702
5.800 1 3.000 M 3 60.00 7.00 5.800
5.800 2 4.000 M 4 71.00 10.00 5.801
5.900 3 5.000 M 5 81.00 10.00 5.902
6.000 4 6.000 M 6 88.00 12.00 6.003
6.100 1 3.000 M 3 60.00 7.00 6.100
6.100 2 4.000 M 4 71.00 10.00 6.101
6.100 3 5.000 M 5 81.00 10.00 6.102
6.100 4 6.000 M 6 88.00 12.00 6.103
6.200 3 5.000 M 5 81.00 10.00 6.202

Pilots complete
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Guhring no. 1616

Standard Guhring std.

Discount group 104

Techn. data page

d1 für KK d3 G l1 l2 Code no.
Availability

mm mm mm mm

6.300 1 3.000 M 3 60.00 7.00 6.300
6.300 2 4.000 M 4 71.00 10.00 6.301
6.300 3 5.000 M 5 81.00 10.00 6.302
6.300 4 6.000 M 6 88.00 12.00 6.303
6.400 1 3.000 M 3 60.00 7.00 6.400
6.400 4 6.000 M 6 88.00 12.00 6.403
6.500 2 4.000 M 4 71.00 10.00 6.501
6.500 4 6.000 M 6 88.00 12.00 6.503
6.600 1 3.000 M 3 60.00 7.00 6.600
6.600 3 5.000 M 5 81.00 10.00 6.602
6.700 1 3.000 M 3 60.00 7.00 6.700
6.900 2 4.000 M 4 71.00 10.00 6.901
7.000 3 5.000 M 5 81.00 10.00 7.002
7.100 2 4.000 M 4 71.00 10.00 7.101
7.100 4 6.000 M 6 88.00 12.00 7.103
7.200 1 3.000 M 3 60.00 7.00 7.200
7.300 1 3.000 M 3 60.00 7.00 7.300
7.400 1 3.000 M 3 60.00 7.00 7.400
7.500 3 5.000 M 5 81.00 10.00 7.502
7.500 4 6.000 M 6 88.00 12.00 7.503
7.600 1 3.000 M 3 60.00 7.00 7.600
7.600 2 4.000 M 4 71.00 10.00 7.601
7.600 3 5.000 M 5 81.00 10.00 7.602
7.600 4 6.000 M 6 88.00 12.00 7.603
7.700 1 3.000 M 3 60.00 7.00 7.700
7.700 2 4.000 M 4 71.00 10.00 7.701
7.800 3 5.000 M 5 81.00 10.00 7.802
7.900 1 3.000 M 3 60.00 7.00 7.900
8.000 1 3.000 M 3 60.00 7.00 8.000
8.000 4 6.000 M 6 88.00 12.00 8.003
8.000 5 8.000 M 8 103.00 18.00 8.004
8.100 2 4.000 M 4 71.00 10.00 8.101
8.100 3 5.000 M 5 81.00 10.00 8.102
8.200 3 5.000 M 5 81.00 10.00 8.202
8.400 3 5.000 M 5 81.00 10.00 8.402
8.500 3 5.000 M 5 81.00 10.00 8.502
8.600 1 3.000 M 3 60.00 7.00 8.600
8.600 4 6.000 M 6 88.00 12.00 8.603
8.700 3 5.000 M 5 81.00 10.00 8.702
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Standard Guhring std.

Discount group 104

Techn. data page

d1 für KK d3 G l1 l2 Code no.
Availability

mm mm mm mm

8.700 4 6.000 M 6 88.00 12.00 8.703
8.800 1 3.000 M 3 60.00 7.00 8.800
8.800 2 4.000 M 4 71.00 10.00 8.801
8.800 4 6.000 M 6 88.00 12.00 8.803
9.000 2 4.000 M 4 71.00 10.00 9.001
9.000 4 6.000 M 6 88.00 12.00 9.003
9.000 5 1/2 9.000 M 9 106.00 20.00 9.005
9.200 2 4.000 M 4 71.00 10.00 9.201
9.300 2 4.000 M 4 71.00 10.00 9.301
9.400 1 3.000 M 3 60.00 7.00 9.400
9.400 2 4.000 M 4 71.00 10.00 9.401
9.500 3 5.000 M 5 81.00 10.00 9.502
9.600 1 3.000 M 3 60.00 7.00 9.600
9.700 2 4.000 M 4 71.00 10.00 9.701
9.700 3 5.000 M 5 81.00 10.00 9.702
9.800 1 3.000 M 3 60.00 7.00 9.800
9.800 2 4.000 M 4 71.00 10.00 9.801
10.000 1 3.000 M 3 60.00 7.00 10.000
10.000 2 4.000 M 4 71.00 10.00 10.001
10.000 3 5.000 M 5 81.00 10.00 10.002
10.000 4 6.000 M 6 88.00 12.00 10.003
10.100 3 5.000 M 5 81.00 10.00 10.102
10.200 1 3.000 M 3 60.00 7.00 10.200
10.200 2 4.000 M 4 71.00 10.00 10.201
10.200 3 5.000 M 5 81.00 10.00 10.202
10.300 2 4.000 M 4 71.00 10.00 10.301
10.400 2 4.000 M 4 71.00 10.00 10.401
10.500 2 4.000 M 4 71.00 10.00 10.501
10.500 5 8.000 M 8 103.00 18.00 10.504
11.000 4 6.000 M 6 88.00 12.00 11.003
11.000 5 8.000 M 8 103.00 18.00 11.004
11.000 6 10.000 M10 110.00 20.00 11.006
11.100 4 6.000 M 6 88.00 12.00 11.103
11.200 4 6.000 M 6 88.00 12.00 11.203
11.500 4 6.000 M 6 88.00 12.00 11.503
11.500 5 8.000 M 8 103.00 18.00 11.504
11.700 4 6.000 M 6 88.00 12.00 11.703
12.000 4 6.000 M 6 88.00 12.00 12.003
12.300 4 6.000 M 6 88.00 12.00 12.303

Pilots complete
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Techn. data page

d1 für KK d3 G l1 l2 Code no.
Availability

mm mm mm mm

12.500 4 6.000 M 6 88.00 12.00 12.503
12.500 5 8.000 M 8 103.00 18.00 12.504
12.600 4 6.000 M 6 88.00 12.00 12.603
12.700 4 6.000 M 6 88.00 12.00 12.703
13.000 4 6.000 M 6 88.00 12.00 13.003
13.000 5 1/2 9.000 M 9 106.00 20.00 13.005
13.000 6 10.000 M10 110.00 20.00 13.006
13.500 5 8.000 M 8 103.00 18.00 13.504
13.500 5 1/2 9.000 M 9 106.00 20.00 13.505
14.000 5 8.000 M 8 103.00 18.00 14.004
14.000 5 1/2 9.000 M 9 106.00 20.00 14.005
14.000 6 10.000 M10 110.00 20.00 14.006
15.000 5 8.000 M 8 103.00 18.00 15.004
15.500 5 8.000 M 8 103.00 18.00 15.504
16.000 6 10.000 M10 110.00 20.00 16.006
16.500 5 1/2 9.000 M 9 106.00 20.00 16.505
17.000 5 8.000 M 8 103.00 18.00 17.004
17.000 5 1/2 9.000 M 9 106.00 20.00 17.005
18.000 6 10.000 M10 110.00 20.00 18.006
18.000 7 12.000 M12 124.00 22.00 18.007
19.000 6 10.000 M10 110.00 20.00 19.006
20.000 6 10.000 M10 110.00 20.00 20.006
24.000 7 12.000 M12 124.00 22.00 24.007

Pilots complete
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Standard Guhring std.

Discount group 104

Techn. data page

d1 für KK d3 G l1 l2 Code no.
Availability

mm mm mm mm

11.500 2 4.000 M 4 71.00 10.00 11.500
12.000 2 4.000 M 4 71.00 10.00 12.000
12.000 3 5.000 M 5 81.00 10.00 12.001
13.500 2 4.000 M 4 71.00 10.00 13.500
13.500 4 6.000 M 6 88.00 12.00 13.502
14.000 2 4.000 M 4 71.00 10.00 14.000
14.500 3 5.000 M 5 81.00 10.00 14.501
15.000 2 4.000 M 4 71.00 10.00 15.000
15.500 2 4.000 M 4 71.00 10.00 15.500
15.500 3 5.000 M 5 81.00 10.00 15.501
17.500 5 8.000 M 8 103.00 18.00 17.503
18.500 4 6.000 M 6 88.00 12.00 18.502
19.000 3 5.000 M 5 81.00 10.00 19.001
20.000 4 6.000 M 6 88.00 12.00 20.002
20.000 5 8.000 M 8 103.00 18.00 20.003
21.000 3 5.000 M 5 81.00 10.00 21.001
21.000 4 6.000 M 6 88.00 12.00 21.002
21.000 5 1/2 9.000 M 9 106.00 20.00 21.004
22.000 3 5.000 M 5 81.00 10.00 22.001
22.000 4 6.000 M 6 88.00 12.00 22.002
22.000 5 8.000 M 8 103.00 18.00 22.003
22.000 5 1/2 9.000 M 9 106.00 20.00 22.004
22.500 4 6.000 M 6 88.00 12.00 22.502
22.500 5 1/2 9.000 M 9 106.00 20.00 22.504
23.000 4 6.000 M 6 88.00 12.00 23.002
24.000 5 8.000 M 8 103.00 18.00 24.003
24.500 5 8.000 M 8 103.00 18.00 24.503
24.500 5 1/2 9.000 M 9 106.00 20.00 24.504
24.500 6 10.000 M10 110.00 20.00 24.505
25.000 6 10.000 M10 110.00 20.00 25.005
25.500 4 6.000 M 6 88.00 12.00 25.502
25.500 5 8.000 M 8 103.00 18.00 25.503
25.500 5 1/2 9.000 M 9 106.00 20.00 25.504
26.000 6 10.000 M10 110.00 20.00 26.005
26.500 4 6.000 M 6 88.00 12.00 26.502
28.000 4 6.000 M 6 88.00 12.00 28.002
28.000 7 12.000 M12 124.00 22.00 28.006
29.500 5 8.000 M 8 103.00 18.00 29.503
30.000 5 8.000 M 8 103.00 18.00 30.003

Pilots complete with pilot sleeve
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Guhring no. 1617

Standard Guhring std.

Discount group 104

Techn. data page

d1 für KK d3 G l1 l2 Code no.
Availability

mm mm mm mm

30.000 6 10.000 M10 110.00 20.00 30.005
30.500 5 8.000 M 8 103.00 18.00 30.503
31.000 5 8.000 M 8 103.00 18.00 31.003
31.500 5 8.000 M 8 103.00 18.00 31.503
32.000 5 1/2 9.000 M 9 106.00 18.00 32.004
32.500 5 8.000 M 8 103.00 18.00 32.503
33.000 5 8.000 M 8 103.00 18.00 33.003
35.000 7 12.000 M12 124.00 22.00 35.006
35.500 6 10.000 M10 110.00 20.00 35.505
38.000 5 1/2 9.000 M 9 106.00 20.00 38.004
39.000 5 8.000 M 8 103.00 18.00 39.003
42.000 5 1/2 9.000 M 9 106.00 20.00 42.004
50.000 7 12.000 M12 124.00 22.00 50.006
52.000 6 10.000 M10 110.00 20.00 52.005
56.000 7 12.000 M12 124.00 22.00 56.006

Pilots complete with pilot sleeve
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Pilots complete with pilot sleeve
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Standard Guhring std.

Discount group 104

Techn. data page

für KK d2 d3 G l1 Code no.
Availability

mm mm mm

1 5.000 3.000 M 3 70.00 3.000
2 6.000 4.000 M 4 85.00 4.000
4 9.000 6.000 M 6 105.00 6.000
4 14.000 6.000 M 6 105.00 6.100
5 16.000 8.000 M8 120.00 8.100

5 1/2 20.000 9.000 M 9 130.00 9.100
6 14.000 10.000 M10 135.00 10.000
6 20.000 10.000 M10 135.00 10.100
7 16.000 12.000 M12 160.00 12.000
7 25.000 12.000 M12 160.00 12.100

holding screws
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Standard Guhring std.

Discount group 104

Techn. data page

d1 für KK G l1
Availability

mm mm

6.500 1 M 4 35.00
8.000 2 M 5 40.00
10.000 3 M 6 46.00
12.000 4 M 8 52.00
15.000 5 M10 59.00
17.000 5 1/2 M12 61.00
19.000 6 M12 66.00
22.000 7 M14 87.00

Safety bolts
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holding screws
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Standard Guhring std.

Discount group 104

Techn. data page

d1 für KK G l1
Availability

mm mm

6.500 1 M 3 8.00
8.000 2 M 4 9.00
10.000 3 M 5 11.00
12.000 4 M 6 14.00
15.000 5 M 8 14.00
17.000 5 1/2 M 9 19.00
19.000 6 M10 21.00
22.000 7 M12 30.00

locknuts
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Standard Guhring std.

Discount group 104

Techn. data page

d1 KK d3 l1 l2 Code no.
Availability

mm mm mm mm

9.000 0 6.000 59.00 24.00 9.000
12.500 1 8.000 76.00 36.00 12.500
17.000 2 10.000 91.00 41.00 17.000
21.000 3 12.000 109.00 49.00 21.000
28.000 4 14.000 112.00 52.00 28.000
32.000 5 16.000 125.00 65.00 32.000

Standard short holders with straight shank
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locknuts

C
ountersinks

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

m
m
m
m
m
m



A A

1424

MK
l1

d
1

l2
KK

Guhring no. 1626

Standard Guhring std.

Discount group 104

Techn. data page

d1 KK MK l1 l2 Code no.
Availability

mm mm mm

12.500 1 1 104.00 42.00 12.500
17.000 2 1 109.00 47.00 17.000
17.001 2 2 124.00 49.00 17.001
21.000 3 1 117.00 55.00 21.000
21.002 3 3 152.00 58.00 21.002
28.000 4 2 135.00 60.00 28.000
28.001 4 3 155.00 61.00 28.001
32.000 5 2 148.00 73.00 32.000
32.001 5 3 168.00 74.00 32.001
32.002 5 4 193.00 75.50 32.002
37.000 5 1/2 3 178.00 84.00 37.000
37.001 5 1/2 4 203.00 85.50 37.001
42.001 6 4 205.00 87.50 42.001

Standard short holders with taper shank
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Standard Guhring std.

Discount group 104

Techn. data page

d1 KK MK l1 l2 Code no.
Availability

mm mm mm

12.500 1 1 142.00 80.00 12.500
17.000 2 1 152.00 90.00 17.000
17.001 2 2 167.00 92.00 17.001
21.001 3 2 185.00 110.00 21.001
28.000 4 2 190.00 115.00 28.000
28.001 4 3 210.00 116.00 28.001
32.000 5 3 235.00 141.00 32.000
37.000 5 1/2 3 255.00 161.00 37.000

Standard long holders with taper shank
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Standard short holders with taper shank
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Additional charges for intermediate sizes

A
dditional charges

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

from
quantity

Gross additional charges per item depending
on short countersink size, on request

0 / 1 2 / 3 4 / 5 5 1/2 / 6 7
2
3
4
6

10
16
21
31

from
quantity

Gross additional charges per item depending
on short countersink size, on request

10-20 >20-36 >36-48 >48-62 >62-80 >80-115
2
3
4
6

10
16
21

from
quantity

Gross additional charges per item depending
on short countersink size, on request

0 / 1 2 / 3 4 / 5 5 1/2 / 6 7
2
3
4
6

10
16
21
31

Grinding HSS-countersinks
max. 1 mm

Grinding HSS-back spotfacers
max. 1 mm

Grinding carbide-countersinks
max. 1 mm

l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
l l l l l

l l l l l l
l l l l l l
l l l l l l
l l l l l l
l l l l l l
l l l l l l
l l l l l l

l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
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Quality control requirements for countersinks

Q
uality control

 requirem
ents

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Quality control requirements for countersinks

Q
ua

lit
y 

co
nt

ro
l

 re
qu

ire
m

en
ts

The QS principle encourages requests 
for inspection records or certificates of 
conformity to be supplied with ordered 
tools. We will gladly do this. But as 
the setting-up of inspection records is 
particularly time consuming and costly 

- special marking on a specified number 
of tools, the provision of measuring 
records, the entry of measured data in 
special forms - and we do not wish to 
incorporate these costs in our overhead 
costs, we have chosen to charge the 

prices below in relation to the quantity 
ordered. Surely you will appreciate this.

inspected number of items  
1

up to 
3

up to 
5

up to 
10

up to 
15

up to 
20

up to 
30

up to 
50

up to 
100

inspection criteria net prices for the inspected number of items 
per inspection criteria

shank diameter
countersink head diameter
length L 1/2
rake angle
clearance angle
centre cutting geometry
optical
marking of test tools

net prices for the inspected number of items 
for all inspection criteria

plus cost of inspection report

total price

l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l

l l l l l l l l l

l l l l l l l l l



PCD milling cutters

HSC face milling cutters
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intelligent tooling solutions

our intelligent tooling solutions for the machining of cylinder heads reduce the number 

of tools and subsequently keep the manufacturing steps in your production to a 

minimum. increase your production output while simultaneously reducing your costs: 

> less tools

> reduced tool changes 

> shorter manufacturing cycles

> reduced machining time

> increased productivity

> improved economic efficiency

Venture the step into the future with Guhring and 
multiply your production output!  

Don´t stay with the current technology available.
Gain the advantage with our future solution!  
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FUtURE SolUtion 

PCD finishing drill

intelligent tooling solutions

Bolt holes:
thanks to a special geometry as well as a slow 
helix and the optimal surface quality of the chip 
chamber ensures a perfect chip evacuation. this 
allows very high feed rates whilst retaining a very 
high machining quality. the removal of the pilot drill 
has a significant impact on the cycle time.

Hydraulic lash adjuster:
Saving the pre-machining reduces the cycle 
time enormously.

Inlet or exhaust port + valve seat:
the consolidation of both these tools leads 
to a drastic reduction of the cycle time.

Finish machining valve seat and guide:
thanks to the extremely robust design the 
previously required pilot tool can be omitted.

Injector bore:
optimal partitioning of the chip chambers ensures a 
flawless chip evacuation.

HlA drill-reamer
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intelligent tooling solutions

Bolt holes

PCD finishing drill

Solid carbide pilot drill

Guide + seat

Parent bore

Pre-machining 
pilot guide-ring

Finish machining 
guide-ring

6-fluted

Hydraulic lash adjuster Injector bore

PCD 6-fluted reamer

PCD pre-machining
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intelligent tooling solutions

CURREnt tECHnoloGiE

Bolt holes

Solid carbide finishing drill

Solid carbide pilot drill

Guide + seat

Parent bore

Pre-machining 
pilot guide-ring

Finish machining 
guide-ring

3-fluted
6-fluted

Hydraulic lash adjuster Injector bore

PCD 2-fluted reamer

Solid carbide pre-machining
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intelligent tooling solutions

PR 1000 M reamers:

Smallest diameters with a high number of flutes

• from Ø 2.0 mm with 4 flutes
• from Ø 3.0 mm with 6 flutes

Maximum performance for super-fine finishing of very small blind hole and 
through hole diameters!

Tooling know-how from a single source

the machining of turbochargers is the perfect example of a highly complex, 
extremely demanding machining task. Components in a variety of materials must 
be machined with µm accuracy so that the turbocharger can meet the extreme 
demands of every day use.

Guhring provides you with intelligent, powerful and highly accurate tooling solutions 
from one source for all turbocharger machining matters that harmonise perfectly in 
your production. 

> perfectly co-ordinated tooling solutions
> a smooth production process 
> a contact person to answer all your machining questions

Your advantages:
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intelligent tooling solutions

Compressor wheel
Material: AlSi

Solid carbide pilot 
drill
N = 8000 1/min 
f = 0.17 mm/rev.

Solid carbide pre-drill
N = 8000 1/min 
f = 0.17 mm/rev.

Solid carbide radius milling 
cutter
N = 24000 1/min 
f = 0,14 mm/rev.

Countersink/chamfer tool
N = 6000 1/min 
f = 0,10 mm/rev.

PR 1000 M
N = 5000 1/min 
f = 0.25 mm/rev.

Shaft bore Blade milling

Tap M10
N = 1200 1/min 
P = 1.5

Adjustable PCD reamer
N = 8000 1/min 
f = 0.6 mm/rev.

PCD overturning tool
N = 10000 1/min 
f = 0.4 mm/rev.

Compressor housing
Material: AlSi



1436

P
C

D
 and C

B
N

 tools

Guhring provides optimal technical and economic solutions for the machining of all sub-assemblies. 
Complete machining concepts are not regarded as suitable due to the diversity of turbochargers 
and manufacturing processes. the policy is  individual customer solutions. 

Material: GG

bEARinG HoUSinG

intelligent tooling solutions

Tap M10
N = 1000 1/min 
P = 1.5

HR 500 reamer
N = 1500 1/min 
f = 0.46 mm/rev.

Spot face
N = 1415 1/min 
P = 0.4
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intelligent tooling solutions

Hot SiDE
Turbine housing
Material: GGG

HSS centre drill
N = 3500 1/min 
f = 0.015 mm/rev.

Turbine wheel
Material: inconel

Solid carbide step drill
N = 1270 1/min 
f = 0.3 mm/rev.

Solid carbide combi cutter
N = 2785 1/min 
f = 0.36 mm/rev.

Solid carbide contour cutter
N = 2785 1/min 
f = 0.53 mm/rev.

Hollfelder-Guhring machining concept
out of standard components
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HSK A

Guhring no. 3016

Standard Guhring std.

Tool material PCD-tipped

Surface

Type PF 1000 G

Cutting direction right-hand

Discount group 110

Techn. data page

d1 HSK-A l1 l2 Z Code no.
Availability

mm mm mm

32.000 63 100.00 8.00 8 32.000
40.000 63 100.00 8.00 10 40.000
50.000 63 100.00 8.00 12 50.000
63.000 63 100.00 8.00 14 63.000
80.000 63 100.00 8.00 16 80.000

100.000 63 100.00 8.00 18 100.000
125.000 63 100.00 8.00 22 125.000

HSC face milling cutters

Face m
illing cutters

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
l
l
l
l
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HSC face milling cutters

Face m
illing cutters

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 5492

Standard Guhring std.

Tool material PCD

Surface

Type

Shank design HA

Helix 0°

Cooling axial

Discount group 110

Techn. data page

d1 d2 l1 l2 l3 l4 Z Code no.
Availability

mm mm mm mm mm mm

4.000 6.000 51.00 6.00 15.00 36.00 2 4.000
5.000 6.000 51.00 8.00 15.00 36.00 2 5.000
6.000 6.000 57.00 8.00 21.00 36.00 2 6.000
8.000 8.000 63.00 8.00 27.00 36.00 2 8.000
8.000 8.000 63.00 12.00 27.00 36.00 2 8.001
10.000 10.000 72.00 8.00 32.00 40.00 2 10.000
10.000 10.000 72.00 16.00 32.00 40.00 2 10.001
12.000 12.000 83.00 8.00 38.00 45.00 2 12.000
12.000 12.000 83.00 16.00 38.00 45.00 2 12.001
14.000 14.000 83.00 8.00 38.00 45.00 2 14.000
14.000 14.000 83.00 16.00 38.00 45.00 2 14.001
16.000 16.000 100.00 12.00 52.00 48.00 2 16.000
16.000 16.000 100.00 20.00 52.00 48.00 2 16.001
18.000 18.000 100.00 12.00 52.00 48.00 2 18.000
18.000 18.000 100.00 20.00 52.00 48.00 2 18.001
20.000 20.000 100.00 12.00 50.00 50.00 2 20.000
20.000 20.000 100.00 20.00 50.00 50.00 2 20.001

Slot drills (2-fluted)
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l



A A

1440

l2

d
2

d
1

l1

l4

l3

r=0,1

Guhring no. 5493

Standard Guhring std.

Tool material PCD

Surface

Type

Shank design DZ

Helix 0°

Cooling axial

Discount group 110

Techn. data page

d1 d2 l1 l2 l3 l4 Z Code no.
Availability

mm mm mm mm mm mm

4.000 6.000 70.00 6.00 15.00 55.00 2 4.000
5.000 6.000 70.00 8.00 15.00 55.00 2 5.000
6.000 6.000 75.00 8.00 21.00 54.00 2 6.000
8.000 8.000 100.00 8.00 27.00 73.00 2 8.000
8.000 8.000 100.00 12.00 27.00 73.00 2 8.001
10.000 10.000 100.00 8.00 32.00 68.00 2 10.000
10.000 10.000 100.00 16.00 32.00 68.00 2 10.001
12.000 12.000 100.00 8.00 38.00 62.00 2 12.000
12.000 12.000 100.00 16.00 38.00 62.00 2 12.001
14.000 14.000 100.00 8.00 38.00 62.00 2 14.000
14.000 14.000 100.00 16.00 38.00 62.00 2 14.001
16.000 16.000 150.00 12.00 52.00 98.00 2 16.000
16.000 16.000 150.00 20.00 52.00 98.00 2 16.001
18.000 18.000 125.00 12.00 52.00 73.00 2 18.000
18.000 18.000 125.00 20.00 52.00 73.00 2 18.001
18.000 18.000 150.00 20.00 52.00 98.00 2 18.002
18.000 18.000 150.00 12.00 52.00 98.00 2 18.003
20.000 20.000 150.00 12.00 50.00 100.00 2 20.000
20.000 20.000 150.00 20.00 50.00 100.00 2 20.001

Slot drills (2-fluted)

E
nd m

ills, P
C

D
-

tipped

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Slot drills (2-fluted)

E
nd m

ills, P
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tipped

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 5495

Standard Guhring std.

Tool material PCD

Surface

Type

Shank design HA

Helix 0°

Cooling axial

Discount group 110

Techn. data page

d1 d2 l1 l2 l3 l4 Z Code no.
Availability

mm mm mm mm mm mm

14.000 14.000 83.00 8.00 38.00 45.00 3 14.000
14.000 14.000 83.00 16.00 38.00 45.00 3 14.001
16.000 16.000 100.00 12.00 52.00 48.00 3 16.000
16.000 16.000 100.00 20.00 52.00 48.00 3 16.001
18.000 18.000 100.00 12.00 52.00 48.00 3 18.000
18.000 18.000 100.00 20.00 52.00 48.00 3 18.001
20.000 20.000 100.00 12.00 50.00 50.00 3 20.000
20.000 20.000 100.00 20.00 50.00 50.00 3 20.001

Slot drills (3-fluted)
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Guhring no. 5496

Standard Guhring std.

Tool material PCD

Surface

Type

Shank design DZ

Helix 0°

Cooling axial

Discount group 110

Techn. data page

d1 d2 l1 l2 l3 l4 Z Code no.
Availability

mm mm mm mm mm mm

14.000 14.000 100.00 8.00 38.00 62.00 3 14.000
14.000 14.000 100.00 16.00 38.00 62.00 3 14.001
16.000 16.000 150.00 12.00 52.00 98.00 3 16.000
16.000 16.000 150.00 20.00 52.00 98.00 3 16.001
18.000 18.000 150.00 12.00 52.00 98.00 3 18.000
18.000 18.000 150.00 20.00 52.00 98.00 3 18.001
20.000 20.000 150.00 12.00 50.00 100.00 3 20.000
20.000 20.000 150.00 20.00 50.00 100.00 3 20.001

Slot drills (3-fluted)

E
nd m

ills, P
C

D
-

tipped

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Slot drills (3-fluted)
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tipped

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 7665

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCGW0602 6.350 2.380 0.20 3.00 62.020
CCGW0602 6.350 2.380 0.40 3.00 62.040
CCGW09T3 9.525 3.970 0.20 4.00 93.020
CCGW09T3 9.525 3.970 0.40 4.00 93.040

indexable inserts CCGW

In
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

l
l
l
l



A A

1444

R

l

80
od s

7
o

Guhring no. 7671

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction right-hand

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCGW0602 6.350 2.380 0.20 3.75 62.020
CCGW0602 6.350 2.380 0.40 3.75 62.040
CCGW09T3 9.525 3.970 0.20 5.64 93.020
CCGW09T3 9.525 3.970 0.40 5.64 93.040

indexable inserts CCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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indexable inserts CCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 7670

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction left-hand

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCGW0602 6.350 2.380 0.20 3.75 62.020
CCGW0602 6.350 2.380 0.40 3.75 62.040
CCGW09T3 9.525 3.970 0.20 5.64 93.020
CCGW09T3 9.525 3.970 0.40 5.64 93.040

indexable inserts CCGW
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum
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Guhring no. 7673

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction right-hand

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCGW0602 6.350 2.380 0.20 6.41 62.020
CCGW0602 6.350 2.380 0.40 6.41 62.040
CCGW09T3 9.525 3.970 0.20 9.63 93.020
CCGW09T3 9.525 3.970 0.40 9.63 93.040

indexable inserts CCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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indexable inserts CCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 7672

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction left-hand

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCGW0602 6.350 2.380 0.20 6.41 62.020
CCGW0602 6.350 2.380 0.40 6.41 62.040
CCGW09T3 9.525 3.970 0.20 9.63 93.020
CCGW09T3 9.525 3.970 0.40 9.63 93.040

indexable inserts CCGW
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Guhring no. 7667

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction right-hand

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCGW0602 6.350 2.380 0.20 6.45 62.020
CCGW0602 6.350 2.380 0.40 6.45 62.040
CCGW09T3 9.525 3.970 0.20 9.67 93.020
CCGW09T3 9.525 3.970 0.40 9.67 93.040

indexable inserts CCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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indexable inserts CCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 7666

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction left-hand

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCGW0602 6.350 2.380 0.20 6.45 62.020
CCGW0602 6.350 2.380 0.40 6.45 62.040
CCGW09T3 9.525 3.970 0.20 9.67 93.020
CCGW09T3 9.525 3.970 0.40 9.67 93.040
CCGW1204 12.700 4.760 0.40 12.90 124.040
CCGW1204 12.700 4.760 0.80 12.90 124.080

indexable inserts CCGW
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Guhring no. 7683 7684

Standard DIN ISO 16462

Tool material CBN 1023 CBN 2028

Application

Surface

Cutting direction neutral neutral

Discount group 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCGW0602 6.350 2.380 0.40 2.43 62.040
CCGW09T3 9.525 3.970 0.40 2.82 93.040

indexable inserts CCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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l l
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indexable inserts CCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 7657

Standard Guhring std.

Tool material Solid carbide

Application AL

Surface

Cutting direction neutral

Discount group 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCGX0602 6.350 2.380 0.20 6.45 62.020
CCGX0602 6.350 2.380 0.40 6.45 62.040
CCGX09T3 9.525 3.970 0.40 9.67 93.040
CCGX1204 12.700 4.760 0.80 12.90 124.080

indexable inserts CCGX
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum
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Guhring no. 6693 6698 6679

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application K/P K/P K/P

Surface

Cutting direction right-hand left-hand right-hand

Discount group 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCHX0602 6.350 2.380 0.20 6.45 62.020
CCHX0602 6.350 2.380 0.40 6.45 62.040
CCHX0602 6.350 2.380 0.80 6.45 62.080
CCHX09T3 9.525 3.970 0.20 9.67 93.020
CCHX09T3 9.525 3.970 0.40 9.67 93.040
CCHX09T3 9.525 3.970 0.80 9.67 93.080
CCHX1204 12.700 4.760 0.20 12.90 124.020
CCHX1204 12.700 4.760 0.40 12.90 124.040
CCHX1204 12.700 4.760 0.80 12.90 124.080

indexable inserts CCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l
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l l l
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l l l
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indexable inserts CCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

6680 6685 6686 6675 6676 6687 6688

Guhring std.

Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide

K/P K/P K/P K/P K/P K/P K/P

left-hand right-hand left-hand right-hand left-hand right-hand left-hand

122 122 122 122 122 122 122

Availability

indexable inserts CCHX

In
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e 
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rt

s 
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O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

l l l l l l l
l l l l l l l
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Guhring no. 6661 6662 6663 6664

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide Solid carbide

Application K/P K/P K/P K/P

Surface

Cutting direction right-hand left-hand right-hand left-hand

Discount group 122 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCHX0602 6.350 2.380 0.20 6.45 62.020
CCHX0602 6.350 2.380 0.40 6.45 62.040
CCHX0602 6.350 2.380 0.80 6.45 62.080
CCHX09T3 9.525 3.970 0.20 9.67 93.020
CCHX09T3 9.525 3.970 0.40 9.67 93.040
CCHX09T3 9.525 3.970 0.80 9.67 93.080
CCHX1204 12.700 4.760 0.20 12.90 124.020
CCHX1204 12.700 4.760 0.40 12.90 124.040
CCHX1204 12.700 4.760 0.80 12.90 124.080

indexable inserts CCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
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indexable inserts CCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6272 7658 7659 7660

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide Solid carbide

Application K/P K M P

Surface

Cutting direction neutral neutral neutral neutral

Discount group 142 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CCMT0602 6.350 2.380 0.40 6.40 62.040
CCMT0602 6.350 2.380 0.80 6.45 62.080
CCMT09T3 9.525 3.970 0.40 9.70 93.040
CCMT09T3 9.525 3.970 0.80 9.70 93.080
CCMT1204 12.700 4.760 0.80 12.90 124.080
CCMT1204 12.700 4.760 1.20 12.90 124.120

indexable inserts CCMt
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum
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Guhring no. 7695 7697

Standard DIN ISO 16462

Tool material CBN 1023 CBN 1023

Application

Surface

Cutting direction neutral neutral

Discount group 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CNGA1204 12.700 4.760 0.40 2.50 124.040
CNGA1204 12.700 4.760 0.80 2.40 124.080
CNGA1204 12.700 4.760 1.20 2.30 124.120

indexable inserts CnGA

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l
l l
l l
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Guhring no. 7696 7698

Standard DIN ISO 16462

Tool material CBN 1023 CBN 1023

Application Wiper Wiper

Surface

Cutting direction neutral neutral

Discount group 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CNGA1204 12.700 4.760 0.80 2.40 124.080

indexable inserts CnGA
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum
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Guhring no. 7689

Standard DIN ISO 16462

Tool material CBN 3018

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CNGN0904 9.525 4.760 0.80 9.67 94.080
CNGN0904 9.525 4.760 1.20 9.67 94.120
CNGN1204 12.700 4.760 1.20 12.90 124.120
CNGN1204 12.700 4.760 1.60 12.90 124.160

Indexable inserts CNGN

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
l
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Guhring no. 7713 7714

Standard DIN ISO 16462

Tool material CBN 1023 CBN 2028

Application

Surface

Cutting direction neutral neutral

Discount group 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CNGW0602 6.350 2.380 0.40 2.43 62.040
CNGW09T3 9.525 3.970 0.40 2.82 93.040

indexable inserts CnGW

In
de
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bl

e 
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O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts CnGn

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l
l l
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Guhring no. 7687 7688

Standard DIN ISO 16462

Tool material CBN 1023 CBN 2028

Application

Surface

Cutting direction neutral neutral

Discount group 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CNMA1204 12.700 4.760 0.80 3.33 124.080
CNMA1204 12.700 4.760 1.20 3.25 124.120

indexable inserts CnMA

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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l l
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Guhring no. 7685 7686

Standard DIN ISO 16462

Tool material CBN 1023 CBN 2028

Application

Surface

Cutting direction neutral neutral

Discount group 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CNMA1204 12.700 4.760 0.80 3.33 124.080
CNMA1204 12.700 4.760 1.20 3.25 124.120

indexable inserts CnMA

In
de
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bl

e 
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts CnMA

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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l l
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Guhring no. 7635 7645 7646 7639

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide Solid carbide

Application AL P P M

Surface

Cutting direction right-hand right-hand left-hand left-hand

Discount group 142 142 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CPGT0502 5.560 2.380 0.20 5.64 52.020
CPGT0502 5.560 2.380 0.40 5.64 52.040
CPGT0602 6.350 2.380 0.20 6.45 62.020
CPGT0602 6.350 2.380 0.40 6.45 62.040
CPGT09T3 9.525 3.970 0.80 9.67 93.080

indexable inserts CPGt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 7634 7636

Standard Guhring std.

Tool material Solid carbide Solid carbide

Application AL M

Surface

Cutting direction left-hand right-hand

Discount group 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CPGT0502 5.560 2.380 0.40 5.64 52.040
CPGT0602 6.350 2.380 0.20 6.45 62.020
CPGT0602 6.350 2.380 0.40 6.45 62.040

indexable inserts CPGt

In
de

xa
bl

e 
in

se
rt
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O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts CPGt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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l
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Guhring no. 7632

Standard Guhring std.

Tool material Solid carbide

Application K

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CPGW0502 5.560 2.380 0.20 5.64 52.020
CPGW0502 5.560 2.380 0.40 5.64 52.040
CPGW0602 6.350 2.380 0.20 6.45 62.020
CPGW0602 6.350 2.380 0.40 6.45 62.040
CPGW09T3 9.525 3.970 0.80 9.67 93.080

indexable inserts CPGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

m
l
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l
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Guhring no. 7668

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CPGW0602 6.350 2.380 0.20 3.00 62.020
CPGW0602 6.350 2.380 0.40 3.00 62.040
CPGW09T3 9.525 3.970 0.20 4.00 93.020
CPGW09T3 9.525 3.970 0.40 4.00 93.040

indexable inserts CPGW

In
de

xa
bl

e 
in

se
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts CPGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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l
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Guhring no. 7669

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction left-hand

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

CPGW0602 6.350 2.380 0.20 6.45 62.020
CPGW0602 6.350 2.380 0.40 6.45 62.040
CPGW09T3 9.525 3.970 0.20 9.67 93.020
CPGW09T3 9.525 3.970 0.40 9.67 93.040

indexable inserts CPGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
l
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Guhring no. 7691 7692

Standard DIN ISO 16462

Tool material CBN 1023 CBN 2028

Application

Surface

Cutting direction neutral neutral

Discount group 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

DCGW0702 6.350 2.380 0.20 2.90 72.020
DCGW0702 6.350 2.380 0.40 2.72 72.040
DCGW11T3 9.525 3.970 0.40 2.97 113.040
DCGW11T3 9.525 3.970 0.80 2.50 113.080

indexable inserts DCGW

In
de
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bl

e 
in
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts CPGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l
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l l
l l
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Guhring no. 6237

Standard Guhring std.

Tool material Solid carbide

Application K/P

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

DCMT0702 6.350 2.380 0.20 7.75 72.020
DCMT0702 6.350 2.380 0.40 7.75 72.040
DCMT11T3 9.525 3.970 0.20 11.60 113.020
DCMT11T3 9.525 3.970 0.40 11.60 113.040
DCMT11T3 9.525 3.970 0.80 11.60 113.080

indexable inserts DCMt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
l
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Guhring no. 7701 7702

Standard DIN ISO 16462

Tool material CBN 1023 CBN 1023

Application

Surface

Cutting direction neutral neutral

Discount group 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

DNGA1504 12.700 4.760 0.40 3.40 154.040
DNGA1504 12.700 4.760 0.80 3.00 154.080
DNGA1504 12.700 4.760 1.20 2.50 154.120

indexable inserts DnGA

In
de
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bl

e 
in
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rt
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts DCMt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l
l l
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Guhring no. 7715

Standard Guhring std.

Tool material CBN 3018

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

RNGN1204 12.700 4.760 39.878 124.000

indexable inserts RnGn

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
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Guhring no. 7716

Standard DIN ISO 16462

Tool material CBN 2028

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCGN0601 6.350 6.350 0.20 6.35 61.020

indexable inserts SCGn

In
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts RnGn

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 7641 7642 7644 7643

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide Solid carbide

Application AL K P M

Surface

Cutting direction neutral neutral neutral neutral

Discount group 142 142 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCGT0602 6.350 2.380 0.40 6.35 62.040
SCGT09T3 9.525 3.970 0.40 9.525 93.040

indexable inserts SCGt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l m
l l l l
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Guhring no. 7675

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCGW0602 6.350 2.380 0.20 6.35 62.020
SCGW09T3 9.525 3.970 0.20 9.525 93.020

indexable inserts SCGW

In
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts SCGt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
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Guhring no. 7674

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCGW0602 6.350 2.380 0.20 3.00 62.020
SCGW09T3 9.525 3.970 0.20 4.00 93.020

indexable inserts SCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
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Guhring no. 6350 6300

Standard Guhring std.

Tool material Solid carbide Solid carbide

Application K K

Surface

Cutting direction neutral neutral

Discount group 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCHW09T3 9.525 3.970 0.20 9.525 93.020
SCHW09T3 9.525 3.970 0.40 9.525 93.040
SCHW09T3 9.525 3.970 0.80 9.525 93.080
SCHW1204 12.700 4.760 0.20 12.70 124.020
SCHW1204 12.700 4.760 0.40 12.70 124.040
SCHW1204 12.700 4.760 0.80 12.70 124.080

indexable inserts SCHW

In
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts SCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 1657 1655 1656

Standard Guhring std.

Tool material HSCO Solid carbide Solid carbide

Application K/P K15 P25

Surface

Cutting direction right-hand right-hand right-hand

Discount group 104 104 104

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCHX0602 6.350 2.380 0.40 6.35 62.040
SCHX0903 9.525 3.180 0.40 9.525 93.040
SCHX1204 12.700 4.760 0.40 12.70 124.040

indexable inserts SCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l
l l l
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Guhring no. 6304 6306 6315 6317

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide Solid carbide

Application K K K/P K/P

Surface

Cutting direction right-hand left-hand right-hand left-hand

Discount group 122 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCHX09T3 9.525 3.970 0.20 5.00 93.020
SCHX09T3 9.525 3.970 0.40 5.00 93.040
SCHX09T3 9.525 3.970 0.80 5.00 93.080
SCHX1204 12.700 4.760 0.20 5.00 124.020
SCHX1204 12.700 4.760 0.40 5.00 124.040
SCHX1204 12.700 4.760 0.80 5.00 124.080

indexable inserts SCHX

In
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e 
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

l l l l
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Guhring no. 6325 6327 6335 6337

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide Solid carbide

Application K/P K/P K/P K/P

Surface

Cutting direction right-hand left-hand right-hand left-hand

Discount group 122 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCHX09T3 9.525 3.970 0.20 5.00 93.020
SCHX09T3 9.525 3.970 0.40 5.00 93.040
SCHX09T3 9.525 3.970 0.80 5.00 93.080
SCHX1204 12.700 4.760 0.20 5.00 124.020
SCHX1204 12.700 4.760 0.40 5.00 124.040
SCHX1204 12.700 4.760 0.80 5.00 124.080

indexable inserts SCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
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6354 6356 6365 6367 6375 6377 6385 6387

Guhring std.

Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide

K K K/P K/P K/P K/P K/P K/P

right-hand left-hand right-hand left-hand right-hand left-hand right-hand left-hand

122 122 122 122 122 122 122 122

Availability

indexable inserts SCHX

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts SCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
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Guhring no. 6303 6305 6314

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application K K K/P

Surface

Cutting direction right-hand left-hand right-hand

Discount group 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCHX09T3 9.525 3.970 0.20 5.00 93.020
SCHX09T3 9.525 3.970 0.40 5.00 93.040
SCHX09T3 9.525 3.970 0.80 5.00 93.080
SCHX1204 12.700 4.760 0.20 5.00 124.020
SCHX1204 12.700 4.760 0.40 5.00 124.040
SCHX1204 12.700 4.760 0.80 5.00 124.080

indexable inserts SCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l
l l l
l l l
l l l
l l l
l l l
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6316 6324 6326 6334 6336

Guhring std.

Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide

K/P K/P K/P K/P K/P

left-hand right-hand left-hand right-hand left-hand

122 122 122 122 122

Availability

indexable inserts SCHX

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts SCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
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A A

1482

S

R

90 o d s

7
ol 18°

Guhring no. 6353 6355 6364

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application K K K/P

Surface

Cutting direction right-hand left-hand right-hand

Discount group 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCHX09T3 9.525 3.970 0.20 5.00 93.020
SCHX09T3 9.525 3.970 0.40 5.00 93.040
SCHX09T3 9.525 3.970 0.80 5.00 93.080
SCHX1204 12.700 4.760 0.20 5.00 124.020
SCHX1204 12.700 4.760 0.40 5.00 124.040
SCHX1204 12.700 4.760 0.80 5.00 124.080

indexable inserts SCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l
l l l
l l l
l l l
l l l
l l l
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6366 6374 6376 6384 6386

Guhring std.

Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide

K/P K/P K/P K/P K/P

left-hand right-hand left-hand right-hand left-hand

122 122 122 122 122

Availability

indexable inserts SCHX

In
de
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e 
in
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rt

s 
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O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts SCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
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Guhring no. 6302 6313 6323

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application K K/P K/P

Surface

Cutting direction neutral neutral neutral

Discount group 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCHX09T3 9.525 3.970 0.20 9.525 93.020
SCHX09T3 9.525 3.970 0.40 9.525 93.040
SCHX09T3 9.525 3.970 0.80 9.525 93.080
SCHX1204 12.700 4.760 0.20 12.70 124.020
SCHX1204 12.700 4.760 0.40 12.70 124.040
SCHX1204 12.700 4.760 0.80 12.70 124.080

indexable inserts SCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l
l l l
l l l
l l l
l l l
l l l
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6333 6352 6363 6373 6383

Guhring std.

Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide

K/P K K/P K/P K/P

neutral neutral neutral neutral neutral

122 122 122 122 122

Availability

indexable inserts SCHX

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts SCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
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l
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7
o
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R

Guhring no. 6301 6312 6322

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application K K/P K/P

Surface

Cutting direction neutral neutral neutral

Discount group 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCHX09T3 9.525 3.970 0.20 9.525 93.020
SCHX09T3 9.525 3.970 0.40 9.525 93.040
SCHX09T3 9.525 3.970 0.80 9.525 93.080
SCHX1204 12.700 4.760 0.20 12.70 124.020
SCHX1204 12.700 4.760 0.40 12.70 124.040
SCHX1204 12.700 4.760 0.80 12.70 124.080

indexable inserts SCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l
l l l
l l l
l l l
l l l
l l l



C F M

1487

A A

1486

S A

6332 6351 6362 6372 6382

Guhring std.

Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide

K/P K K/P K/P K/P

neutral neutral neutral neutral neutral

122 122 122 122 122

Availability

indexable inserts SCHX

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts SCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
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Guhring no. 6239

Standard Guhring std.

Tool material Solid carbide

Application K/P

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCMT09T3 9.525 3.970 0.40 9.525 93.040
SCMT09T3 9.525 3.970 0.80 9.525 93.080
SCMT1204 12.700 4.760 0.40 12.70 124.040
SCMT1204 12.700 4.760 0.80 12.70 124.080
SCMT1204 12.700 4.760 1.20 12.70 124.120

indexable inserts SCMt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
l
l
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Guhring no. 7650 7652 7651

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application K P M

Surface

Cutting direction neutral neutral neutral

Discount group 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SCMT09T3 9.525 3.970 0.40 9.525 93.040
SCMT09T3 9.525 3.970 0.80 9.525 93.080
SCMT1204 12.700 4.760 0.80 12.70 124.080
SCMT1204 12.700 4.760 1.20 12.70 124.120

indexable inserts SCMt

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts SCMt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l
m m
m l
m
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Guhring no. 7700

Standard DIN ISO 16462

Tool material CBN 1023

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SNGA1204 12.700 4.760 0.80 2.50 124.080
SNGA1204 12.700 4.760 1.20 2.30 124.120

indexable inserts SnGA

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
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Guhring no. 7699

Standard DIN ISO 16462

Tool material CBN 1023

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SNGA1204 12.700 4.760 0.80 2.50 124.080
SNGA1204 12.700 4.760 1.20 2.30 124.120

indexable inserts SnGA

In
de
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bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

l
l
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Guhring no. 7690

Standard DIN ISO 16462

Tool material CBN 3018

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SNGN0904 9.525 4.760 0.80 9.525 94.080
SNGN0904 9.525 4.760 1.20 9.525 94.120
SNGN1204 12.700 4.760 1.20 12.70 124.120
SNGN1204 12.700 4.760 1.60 12.70 124.160

indexable inserts SnGn

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
l
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Guhring no. 7647 7649 7648

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application AL P M

Surface

Cutting direction neutral neutral neutral

Discount group 142 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SPGT09T3 9.525 3.970 0.40 9.525 93.040
SPGT09T3 9.525 3.970 0.80 9.525 93.080
SPGT1204 12.700 4.760 0.40 12.70 124.040

indexable inserts SPGt

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts SnGn

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l m
l l m
l m
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Guhring no. 7676

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SPGW0602 6.350 2.380 0.20 3.00 62.020
SPGW09T3 9.525 3.970 0.20 4.00 93.020

indexable inserts SPGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
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Guhring no. 7677

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SPGW0602 6.350 2.380 0.20 6.35 62.020
SPGW09T3 9.525 3.970 0.20 9.525 93.020

indexable inserts SPGW

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts SPGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
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Guhring no. 7640

Standard Guhring std.

Tool material Solid carbide

Application K

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SPGW0602 6.350 2.380 0.40 6.35 62.040

indexable inserts SPGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
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Guhring no. 7661

Standard Guhring std.

Tool material Solid carbide

Application K

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

SPGW09T3 9.525 3.970 0.40 9.525 93.040
SPGW09T3 9.525 3.970 0.80 9.525 93.080

indexable inserts SPGW

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts SPGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
m
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Guhring no. 7711 7712 7680

Standard Guhring std. DIN ISO 16463 DIN ISO 16462

Tool material Solid carbide PCD CBN 1023

Application

Surface

Cutting direction neutral neutral neutral

Discount group 142 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TCCN0601 3.968 1.590 0.20 6.90 61.020
TCCN0601 3.968 1.590 0.20 6.90 61.040
TCCN0601 3.968 1.590 0.40 6.90 61.040
TCCN0902 5.556 2.380 0.40 9.60 92.040

indexable inserts tCCn

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

m m l
m m

m
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S S S S S S S

7703 7707 7709 7705 7708 7681 7679

DIN ISO 16462

CBN 1023 CBN 1023 CBN 1024 CBN 1024 CBN 2028 CBN 2028 CBN 2028

neutral neutral neutral neutral neutral neutral neutral

142 142 142 142 142 142 142

Availability

indexable inserts tCCn

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts tCCn

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l m l

m m m m m
m m m l
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Guhring no. 7704 7678 7710 7706

Standard DIN ISO 16462

Tool material CBN 2028 CBN 2028 CBN 2026 CBN 2026

Application

Surface

Cutting direction neutral neutral neutral neutral

Discount group 142 142 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TCCN0601 3.968 1.590 0.20 6.90 61.020
TCCN0601 3.968 1.590 0.40 6.90 61.040
TCCN0902 5.556 2.380 0.40 9.60 92.040

indexable inserts tCCn

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l
m m

m m



C F M

1501

A A

1500

l

R

s

60
o

7
o

Guhring no. 7638

Standard Guhring std.

Tool material Solid carbide

Application K

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TCGT0902 5.560 2.380 0.20 9.60 92.020
TCGT0904 5.560 2.380 0.40 9.60 92.040
TCGT1102 6.350 2.380 0.20 11.00 112.020
TCGT1102 6.350 2.380 0.40 11.00 112.040
TCGT16T3 9.525 3.970 0.40 16.50 163.040

indexable inserts tCGt

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts tCCn

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
l
m
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Guhring no. 7637

Standard Guhring std.

Tool material Solid carbide

Application K

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TCGW0902 5.560 2.380 0.20 9.60 92.020
TCGW0902 5.560 2.380 0.40 9.60 92.040

indexable inserts tCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

m
l
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Guhring no. 7664

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TCGW1102 6.350 2.380 0.20 11.00 112.020
TCGW16T3 9.525 3.970 0.20 16.50 163.020

indexable inserts tCGW

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

indexable inserts tCGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
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Guhring no. 6307 6357

Standard Guhring std.

Tool material Solid carbide Solid carbide

Application K K

Surface

Cutting direction neutral neutral

Discount group 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TCHW1102 6.350 2.380 0.20 11.00 112.020
TCHW1102 6.350 2.380 0.40 11.00 112.040
TCHW1102 6.350 2.380 0.80 11.00 112.080
TCHW16T3 9.525 3.970 0.20 16.50 163.020
TCHW16T3 9.525 3.970 0.40 16.50 163.040
TCHW16T3 9.525 3.970 0.80 16.50 163.080

indexable inserts tCHW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l
l l
l l
l l
l l
l l



Benefit from high process reliability, high cutting rates, long tool life, closest 
tolerances, optimal surface qualities and simple application with our cermet 
and carbide-tipped special reamers for HPC reaming operations.

HPC ReaMeRS
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Guhring no. 6309 6311 6319

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application K K K/P

Surface

Cutting direction right-hand left-hand right-hand

Discount group 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TCHX1102 6.350 2.380 0.20 6.00 112.020
TCHX1102 6.350 2.380 0.40 6.00 112.040
TCHX1102 6.350 2.380 0.80 6.00 112.080
TCHX16T3 9.525 3.970 0.20 9.50 163.020
TCHX16T3 9.525 3.970 0.40 9.50 163.040
TCHX16T3 9.525 3.970 0.80 9.50 163.080

indexable inserts tCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l
l l l
l l l
l l l
l l l
l l l



A A

1506

C F M

1507

S A A

indexable inserts tCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

6321 6329 6331 6339 6341

Guhring std.

Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide

K/P K/P K/P K/P K/P

left-hand right-hand left-hand right-hand left-hand

122 122 122 122 122

Availability

indexable inserts tCHX

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
l l l l l
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Guhring no. 6359 6361 6369

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application K K K/P

Surface

Cutting direction right-hand left-hand right-hand

Discount group 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TCHX1102 6.350 2.380 0.20 6.00 112.020
TCHX1102 6.350 2.380 0.40 6.00 112.040
TCHX1102 6.350 2.380 0.80 6.00 112.080
TCHX16T3 9.525 3.970 0.20 9.50 163.020
TCHX16T3 9.525 3.970 0.40 9.50 163.040
TCHX16T3 9.525 3.970 0.80 9.50 163.080

indexable inserts tCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l
l l l
l l l
l l l
l l l
l l l



A A

1508

C F M

1509

S A A

indexable inserts tCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

6371 6379 6381 6389 6391

Guhring std.

Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide

K/P K/P K/P K/P K/P

left-hand right-hand left-hand right-hand left-hand

122 122 122 122 122

Availability

indexable inserts tCHX

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

l l l l l
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Guhring no. 6308 6310 6318

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application K K K/P

Surface

Cutting direction right-hand left-hand right-hand

Discount group 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TCHX1102 6.350 2.380 0.20 6.00 112.020
TCHX1102 6.350 2.380 0.40 6.00 112.040
TCHX1102 6.350 2.380 0.80 6.00 112.080
TCHX16T3 9.525 3.970 0.20 9.50 163.020
TCHX16T3 9.525 3.970 0.40 9.50 163.040
TCHX16T3 9.525 3.970 0.80 9.50 163.080

indexable inserts tCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l
l l l
l l l
l l l
l l l
l l l



A A
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C F M

1511

S A A

indexable inserts tCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

6320 6328 6330 6338 6340

Guhring std.

Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide

K/P K/P K/P K/P K/P

left-hand right-hand left-hand right-hand left-hand

122 122 122 122 122

Availability

indexable inserts tCHX

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum
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Guhring no. 6358 6360 6368

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application K K K/P

Surface

Cutting direction right-hand left-hand right-hand

Discount group 122 122 122

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TCHX1102 6.350 2.380 0.20 6.00 112.020
TCHX1102 6.350 2.380 0.40 6.00 112.040
TCHX1102 6.350 2.380 0.80 6.00 112.080
TCHX16T3 9.525 3.970 0.20 9.50 163.020
TCHX16T3 9.525 3.970 0.40 9.50 163.040
TCHX16T3 9.525 3.970 0.80 9.50 163.080

indexable inserts tCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l
l l l
l l l
l l l
l l l
l l l
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indexable inserts tCHX

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

6370 6378 6380 6388 6390

Guhring std.

Solid carbide Solid carbide Solid carbide Solid carbide Solid carbide

K/P K/P K/P K/P K/P

left-hand right-hand left-hand right-hand left-hand

122 122 122 122 122

Availability

indexable inserts tCHX

In
de
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bl
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rt

s 
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O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum
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Guhring no. 6238

Standard Guhring std.

Tool material Solid carbide

Application K/P

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TCMT1102 6.350 2.380 0.40 11.00 112.040
TCMT1102 6.350 2.380 0.80 11.00 112.080
TCMT16T3 9.525 3.970 0.40 16.50 163.040
TCMT16T3 9.525 3.970 0.80 16.50 163.080

indexable inserts tCMt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
l
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indexable inserts tCMt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 7693 7694

Standard DIN ISO 16462

Tool material CBN 1023 CBN 1023

Application

Surface

Cutting direction neutral neutral

Discount group 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TNGA1604 9.525 4.760 0.40 3.10 164.040
TNGA1604 9.525 4.760 0.80 2.70 164.080
TNGA1604 9.525 4.760 1.20 2.30 164.120

indexable inserts tnGA

In
de
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum
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Guhring no. 7654 7656 7655

Standard Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Application AL P M

Surface

Cutting direction neutral neutral neutral

Discount group 142 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TPGT0902 5.560 2.380 0.20 9.60 92.020
TPGT0902 5.560 2.380 0.40 9.60 92.040
TPGT1102 6.350 2.380 0.20 11.00 112.020
TPGT1102 6.350 2.380 0.40 11.00 112.040

indexable inserts tPGt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l m
m l l
m l
m m



A A

1516

C F M

1517

d

R

s

11
o

l

R60
o

indexable inserts tPGt

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 7663

Standard DIN ISO 16463

Tool material PCD

Application

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TPGW0902 5.560 2.380 0.20 9.60 92.020
TPGW1102 6.350 2.380 0.20 11.00 112.020
TPGW16T3 9.525 3.970 0.20 16.50 163.020

indexable inserts tPGW

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum
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l
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1518

S

l

R

s
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Guhring no. 7653

Standard Guhring std.

Tool material Solid carbide

Application K

Surface

Cutting direction neutral

Discount group 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

TPGW0902 5.560 2.380 0.40 9.63 92.040
TPGW1102 6.350 2.380 0.40 11.00 112.040

indexable inserts tPGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
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C F M

1519

d

35
 o

s

R

5
o

l

indexable inserts tPGW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 7717 7718

Standard DIN ISO 16462

Tool material CBN 1023 CBN 2028

Application

Surface

Cutting direction neutral neutral

Discount group 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

VBMW1604 9.525 4.760 0.40 4.00 164.040

indexable inserts VbMW

In
de

xa
bl

e 
in

se
rt

s 
IS

O

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum
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d
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s

R

5
o

l

Guhring no. 7719 7720 7722 7721

Standard DIN ISO 16462

Tool material CBN 1023 CBN 1023 CBN 2028 CBN 2028

Application

Surface

Cutting direction neutral neutral neutral neutral

Discount group 142 142 142 142

Techn. data page

ISO standard d s R l Code no.
Availability

mm mm mm mm

VBMW1604 9.525 4.760 0.80 3.30 164.080
VBMW1604 9.525 4.760 1.20 2.40 164.120

indexable inserts VbMW

Indexable inserts IS
O

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l l l l
l l l l
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1521

f 15
°

h

l1

R

CC..

SC..

l2

Guhring no. 4080

Standard Guhring std.

Cutting direction right-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 18.00 22.54 7.30 0.20 6.000
09 14.00 SC..09T3.. 23.00 29.01 10.00 0.40 9.000
12 19.00 SC..1204.. 30.00 38.39 11.50 0.40 12.000

Short clamping holders 15°

S
ho

rt
 c

la
m

pi
ng

 
ho

ld
er

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum
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1522

f 15°

SC..

hl2

l1

R

CC..

Guhring no. 4088

Standard Guhring std.

Cutting direction left-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 18.00 22.54 7.30 0.20 6.000
09 14.00 SC..09T3.. 23.00 29.01 10.00 0.40 9.000
12 19.00 SC..1204.. 30.00 38.39 11.50 0.40 12.000

Short clamping holders 15°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
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°

h

l1

R

CC..

SC..

l2

Guhring no. 4081

Standard Guhring std.

Cutting direction right-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 18.00 23.43 7.30 0.20 6.000
09 14.00 SC..09T3.. 23.00 30.60 10.00 0.40 9.000
12 19.00 SC..1204.. 30.00 39.71 11.50 0.40 12.000

Short clamping holders 30°

S
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rt
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la
m
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ng

 
ho

ld
er

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Short clamping holders 15°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
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f 30°
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R

CC..

l1

Guhring no. 4089

Standard Guhring std.

Cutting direction left-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 18.00 23.43 7.30 0.20 6.000
09 14.00 SC..09T3.. 23.00 30.60 10.00 0.40 9.000
12 19.00 SC..1204.. 30.00 39.71 11.50 0.40 12.000

Short clamping holders 30°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
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°
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R

CC..

SC..

l2

Guhring no. 4082

Standard Guhring std.

Cutting direction right-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 19.50 23.47 7.30 0.20 6.000
09 15.00 SC..09T3.. 26.00 31.15 10.00 0.40 9.000
12 20.00 SC..1204.. 34.00 40.31 11.50 0.40 12.000

Short clamping holders 45°

S
ho

rt
 c

la
m

pi
ng
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ld
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s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Short clamping holders 30°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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f

45°

SC..

hl2

l1
R

CC..

Guhring no. 4090

Standard Guhring std.

Cutting direction left-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 19.50 23.47 7.30 0.20 6.000
09 15.00 SC..09T3.. 26.00 31.15 10.00 0.40 9.000
12 20.00 SC..1204.. 34.00 40.31 11.50 0.40 12.000

Short clamping holders 45°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
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° h
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R

CC..

SC..

l2

Guhring no. 4083

Standard Guhring std.

Cutting direction right-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 19.50 22.72 7.30 0.20 6.000
09 15.00 SC..09T3.. 26.00 30.76 10.00 0.40 9.000
12 20.00 SC..1204.. 34.00 39.35 11.50 0.40 12.000

Short clamping holders 60°

S
ho

rt
 c

la
m

pi
ng

 
ho

ld
er

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Short clamping holders 45°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
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60°

SC..
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l1
R

CC..

Guhring no. 4091

Standard Guhring std.

Cutting direction left-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 19.50 22.72 7.30 0.20 6.000
09 15.00 SC..09T3.. 26.00 30.76 10.00 0.40 9.000
12 20.00 SC..1204.. 34.00 39.35 11.50 0.40 12.000

Short clamping holders 60°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
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°
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R

CC..

SC..

l2

Guhring no. 4084

Standard Guhring std.

Cutting direction right-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 20.00 21.26 7.30 0.20 6.000
09 14.00 SC..09T3.. 28.00 29.06 10.00 0.40 9.000
12 19.00 SC..1204.. 36.00 36.98 11.50 0.40 12.000

Short clamping holders 75°

S
ho

rt
 c

la
m

pi
ng
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Short clamping holders 60°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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f

75°

SC..

hl2

l1

R

CC..

Guhring no. 4092

Standard Guhring std.

Cutting direction left-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 20.00 21.26 7.30 0.20 6.000
09 14.00 SC..09T3.. 28.00 29.06 10.00 0.40 9.000
12 19.00 SC..1204.. 36.00 36.98 11.50 0.40 12.000

Short clamping holders 75°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
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f

l 2 h

R

CC.. l1

90
°

Guhring no. 4085

Standard Guhring std.

Cutting direction right-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 20.00 20.00 7.30 0.20 6.000
09 14.00 CC..09T3.. 28.00 27.50 10.00 0.40 9.000
12 19.00 CC..1204.. 36.00 35.00 11.50 0.40 12.000

Short clamping holders 90°

S
ho

rt
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la
m

pi
ng
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Short clamping holders 75°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
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f
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°

CC..

hl1

l2

R

Guhring no. 4093

Standard Guhring std.

Cutting direction left-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

06 9.50 CC..0602.. 20.00 20.00 7.30 0.20 6.000
09 14.00 CC..09T3.. 28.00 27.50 10.00 0.40 9.000
12 19.00 CC..1204.. 36.00 35.00 11.50 0.40 12.000

Short clamping holders 90°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
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A A

1532

f

90°

l2 h
ES13 0001 R

l1

Guhring no. 4086

Standard Guhring std.

Cutting direction right-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

13 16.00 ES130001 N 47.00 47.00 11.50 13.000

Short clamping holders for special indexable inserts

S
ho

rt
 c

la
m
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ng
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s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Short clamping holders 90°

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
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1534

f

90°

ES13 0001 L

hl1

l2

Guhring no. 4094

Standard Guhring std.

Cutting direction left-hand

Discount group 113

size f for size l1 l2 h R Code no.
Availability

mm mm mm mm

13 16.00 ES130001 N 47.00 47.00 11.50 13.000

Short clamping holders for special indexable inserts

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
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1535

A A

1534

G

l1

Torx

Guhring no. 4059

Standard Guhring std.

Discount group 113

G l1 Torx Code no.
Availability

mm

M 3,5 10.00 T15 3.501
M 5 14.70 T20 5.001
M 6 17.50 T25 6.001

Clamping screws for short clamping holders

S
ho

rt
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pi
ng
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Short clamping holders for special indexable inserts

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l



A A

1536

l1

G

Torx

Guhring no. 4060

Standard Guhring std.

Discount group 113

G l1 Torx Code no.
Availability

mm

M 3,5 X0,35 5.00 T7 3.501

threaded pins for short clamping holders

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
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A A

1536

l1

Long-Lok

G

Guhring no. 1689

Standard Guhring std.

Discount group 113

G l1 Drive Code no.
Availability

mm

M 5 6.00 T15 5.003
M 6 8.00 SW 3 6.001

locking threaded pins for short clamping holders

S
ho

rt
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la
m

pi
ng
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

threaded pins for short clamping holders

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l



A A

1538

l1

d

Guhring no. 4058

Standard Guhring std.

Discount group 113

d l1 for size Code no.
Availability

mm mm

3.502 6.20 CC..0602… 3.502
5.002 7.00 CC..09T3… 5.002
6.002 8.70 CC..1204… 6.002

Adjustment screws for short clamping holders

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

l
l
l
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1539

A A

1538

D

SW

G

L

W

Guhring no. 4007

Standard Guhring std.

Cutting direction

Discount group 113

Techn. data page

size d for size G l β SW Code no.
Availability

mm mm

06 4.500 Cartridge size 06 M 3 5.50 11.00 1.50 4.500
06 4.500 CC..06.. / SC..06.. M 3 5.50 7.00 1.50 4.501
06 4.500 CP..06.. / SP..06.. M 3 5.50 11.00 1.50 4.502
09 6.000 Cartridge size 09 M 4 X0,5 9.30 11.00 2.00 6.000
09 6.000 CC..09T3../SC..09T3../TC..1102.. M 4 X0,5 9.30 7.00 2.00 6.001
09 6.000 CP..09T3../SP..09T3../TP..1102.. M 4 X0,5 9.30 11.00 2.00 6.002
09 6.000 TC..0902.. M 4 X0,5 7.70 7.00 2.00 6.003
09 6.000 TP..0902.. M 4 X0,5 5.80 11.00 2.00 6.004
12 9.000 Cartridge size 12 M 6 X0,5 12.70 11.00 3.00 9.000
12 9.000 CC..1204../SC..1204../TC..16T3.. M 6 X0,5 12.70 7.00 3.00 9.001
12 9.000 CP..1204../SP..1204../TP..16T3.. M 6 X0,5 12.70 11.00 3.00 9.002

Adjusters GKV

P
C

D

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Adjustment screws for short clamping holders

S
hort clam

ping 
holders

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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d
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 100

 R d l s B R1

Indexable insert with high radius 
chipbreaker and  
4 cutting edges ISO code* Code no.

Dimensions  
of basic body  

mm

Dimensions  
of chipbreaker  

mm

Indexable insert  
type

 R d l s B R1

Indexable insert with  
standard chipbreaker and  
4 cutting edges ISO code* Code no.

Guhring no.

Carbide grade  

Surface finish  

Cutting direction  

 R d l s

Indexable insert without 
chipbreaker and 4 cutting edges

ISO code* Code no.

Guhring no.

Cutting direction

Cutting direction

bright TiN TiAlN TiCN

Indexable inserts

Guhring no.

 R d l s B R1

Indexable insert with high radius 
chipbreaker and  
2 cutting edges

ISO code* Code no.

Cutting direction

Guhring no.

124.000
124.040
124.041
124.080
124.081
166.000
166.040
166.041
166.080
166.081
196.040
196.080

124.000
124.001
124.040
124.041
124.042
124.080
124.081
166.000
166.040
166.041
166.080
166.081
196.040

CNHQ12 0400N
CNHQ12 0404N
CNHQ12 0408N
CNHQ16 0602N
CNHQ16 0604N
CNHQ16 0608N
CNHQ19 0604N
CNHQ19 0608N
CNHQ19 0612N

124.000
124.040
124.080
166.020
166.040
166.080
196.040
196.080
196.120

0.0 12.70 12.9 4.76 
0.4 12.70 12.9 4.76
0.8 12.70 12.9 4.76 
0.2 15.88 16.1 6.35 
0.4 15.88 16.1 6.35 
0.8 15.88 16.1 6.35 
0.4 19.05 19.3 6.35 
0.8 19.05 19.3 6.35 
1.2 19.05 19.3 6.35 

0.2 6.35 6.4 2.38 1.2 0.5
0.4 6.35 6.4 2.38 1.2 0.5
0.8 6.35 6.4 2.38 1.4 0.5
0.2 9.525 9.6 3.97 1.6 1.0
0.4 9.525 9.6 3.97 1.6 1.0
0.8 9.525 9.6 3.97 1.8 1.0
0.2 12.70 12.9 4.76 1.6 1.0
0.4 12.70 12.9 4.76 1.6 1.0
0.8 12.70 12.9 4.76 1.6 1.0

  62.020
  62.040
  62.080
  93.020
  93.040
  93.080
124.020
124.040
124.080

CCHX 060202(R/L)212
CCHX 060204(R/L)212
CCHX 060208(R/L)214
CCHX 09T3 02(R/L)216
CCHX 09T3 04(R/L)216
CCHX 09T3 08(R/L)218
CCHX 120402(R/L)216
CCHX 120404(R/L)216
CCHX 120408(R/L)216

0.0 12.70 12.9 4.76 2.6 1.5
0.4 12.70 12.9 4.76 2.6 1.5
0.4 12.70 12.9 4.76 3.0 2.0
0.8 12.70 12.9 4.76 2.6 1.5
0.8 12.70 12.9 4.76 3.0 2.0
0.2 15.88 16.1 6.35 2.6 1.5
0.4 15.88 16.1 6.35 2.6 1.5
0.4 15.88 16.1 6.35 2.6 1.5
0.8 15.88 16.1 6.35 2.6 1.5
0.8 15.88 16.1 6.35 3.0 1.5
0.4 19.05 19.3 6.35 3.0 2.0
0.8 19.05 19.3 6.35 3.0 2.0

CNHX 12 0400(R/L)122
CNHX 12 0400(R/L)126
CNHX 12 0404(R/L)122
CNHX 12 0404 (R/L)126
CNHX 12 0404 (R/L)130
CNHX 12 0408(R/L)126
CNHX 12 0408(R/L)130
CNHX 16 0602(R/L)126
CNHX 16 0604(R/L)126
CNHX 16 0604(R/L)130
CNHX 16 0608(R/L)126
CNHX 16 0608(R/L)130
CNHX 1906 04 (R/L)130

0.0 12.70 12.9 4.76 2.2 0.5
0.0 12.70 12.9 4.76 2.6 0.5
0.4 12.70 12.9 4.76 2.2 0.5
0.4 12.70 12.9 4.76 2.6 0.5
0.4 12.70 12.9 4.76 2.6 0.5
0.8 12.70 12.9 4.76 2.6 0.5
0.8 12.70 12.9 4.76 3.0 0.5
0.2 15.88 16.1 6.35 2.6 0.5
0.4 15.88 16.1 6.35 2.6 0.5
0.4 15.88 16.1 6.35 2.6 0.5
0.8 15.88 16.1 6.35 3.0 0.5
0.8 15.88 16.1 6.35 3.0 0.5
0.4 19.05 19.3 6.35 3.0 0.5

CNHX 12 0400(R/L)226
CNHX 12 0404(R/L)226
CNHX 12 0404(R/L)230
CNHX 12 0408(R/L)226
CNHX 12 0408(R/L)230
CNHX 16 0602(R/L)226
CNHX 16 0604(R/L)226
CNHX 16 0604(R/L)230
CNHX 16 0608(R/L)226
CNHX 16 0608(R/L)230
CNHX 19 0604(R/L)230
CNHX 19 0608(R/L)235























































































































1638 1639

D
D1
D2
P
 
H  

El 

TD1 
TD2 

d=D
d min. 
Js 

d2=D2
d2 min. 
d2 max. 
Es 
Em

 Td2 

4H

6H

6G

7G

40

80

120

160

200

240

280

4H

112

4HX

4H

70

42

14

180

6H 98

70

42

212

6G 126

98

70
6HX

6H

256

7G 154

126

98
6GX

6G

32

7GX

7G

General information for tapping

Threading tools

General information for tapping

Th
re

ad
in

g 
to

ol
s

Taps for ISO metric threads DIN EN 22857 (extract)

Profile of the nut thread Profile of the tap

major diameter
nom. dia. of tapping size hole
basic pitch diameter
pitch of diameter
included angle of thread
height of peak to peak
thread profile
basic deviation of pitch, zero
with tolerance zone H, positive
with tolerance zone G

tolerance on tapping size hole dia
tolerance on tap pitch dia.

major diameter
d min. permissible min. tap major dia.
minimum clearance on major 
diameter
basic pitch diameter
minimum tap pitch diameter
maximum tap pitch diameter
upper deviation of pitch diameter
lower deviation of pitch diameter

tolerance on tap pitch 
diameter

With the aim of unifying threads on an international basis, the 
ISO thread was brought out and has in the meantime been 
accepted by all concerned. Nowadays the ISO metric thread 
is the most common type. As you can see, our tap program 
demonstrates this fact in the clearest possible way.

Tolerance qualities (figure identification)
Tolerance qualities of external threads are defined by figures 
3 to 9, those of nut threads by figures 4 to 8. 3 stands for the 
narrowest and 9 for the widest tolerance.

Tolerance positions (letter identification)
ISO metric internal threads are identified by capital letters 
A to H, ISO metric external threads by small letters a to h. 
Tolerance zones A to G have positive and a to g negative basic 
pitch deviations in contrast to the tolerance zones H and h 
which commence at zero. Generally, tolerance zones H and g 
are used. For threads destined for surface treatment tolerance 
zones G and e are applied.
 
When manufacturing ISO-external threads the deviations 
that are determined for the major diameter with regard to the 
tolerance zones a to g have to be taken into account.

Tolerance zones (nut thread)/ 
Tolerance classes (tap thread)
Quality and position of tolerance determine the tolerance zone, 
which is identified by the appropriate figures and letters.

The abbreviation for the tolerance class of tap corresponds 
to the tolerance zone of the internal thread for which the tap 
is used in most cases. Therefore, it is not identical with the 
tolerance zone of the cut nut thread in every application

Basic profile: Tolerances: Basic profile: Tolerance:

Tolerance zone 
of internal 

thread to be cutApplication class 
of tap 

 Designation*         Reference

DIN EN 22857

Tolerance class 
of tap

* The tolerance of the 3 application classes is calculated in accordance to 
the following data dependent on one tolerance unit t the value of which 
corresponds to the value of the basic pitch diameter TD2 in tolerance class 
5 of the nut thread (polished to a pitch of 0.2 mm ): 
t = tD2  Tolerance class 5 of nut thread

Class 1 ISO 1 4H 5H

Class 2 ISO 2   6H

Class 3 ISO 3    6G

     – –     7G

DIN 802 part 1 
(withdrawn))

Tolerance zone / tolerance class allocation   

Taps with deviating tolerances according to DIN 802 part 1 will 
be given additional marking “X” (6 HX, 6 GX).
 
We recommend the application of taps in accordance with the 
adjacent table:

Nut thread-tolerance zones

Tap thread-tolerance classes
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SPECIAL FLUTELESS TAPS
In addition to our standard catalogue range we produce special solutions 
with special thread sizes, thread types and tolerances on request. We 
also develop combination tools, i.e. with de-burring cutting edges that are 
tailor-made to your specific requirements. 
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SPECIAL REAMERS
Special application tasks require special tooling solutions. We, therefore, 
offer special solutions in addition to our comprehensive standard range:
• PCD tools for cylinder head parent metal machining
• CBN tools for the machining of cylinder head valve seats
• Carbide tools with specially developed geometries and specifically 

developed carbide grades for machining the cylinder head valve guide in 
sintered metal as well as in brass
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452
452
860
863
848
851
453
1037
1036
468
469
1039
469
1038
1040
341
1041
1042
1041
1041
1041
1043
1043
1043
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1047
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1045
1045
1046
1050
1050
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865
1049
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502
502
502
502
502
412
412
412
412
412
412
555
645
527
532
535
343
538
539
540
555
555
555
555
575
577
593
596
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11 138 G.S. Plastic stand for set of jobber drills
36 138 G.S. Cases for twist drill sets
57 103 371 Machine taps for ISO metric threads HSS-E-PM H B
58 103 376 Machine taps for ISO metric threads HSS-E-PM H B
59 103 371 Machine taps for ISO metric threads HSS-E-PM VA R40 C
60 103 376 Machine taps for ISO metric threads HSS-E-PM VA R40 C
73 138 G.S. Cases for twist drill sets

121 103 G.S. Die nuts for ISO metric threads HSS B
125 103 G.S. Die nuts for ISO metric threads HSS B
128 138 G.S. Stub drills with 16.0 mm dia. shank HSCO N
129 138 G.S. Stub drills with 25.4 mm dia. shank HSCO N
130 103 22568 Dies for ISO metric threads HSS-E B
136 138 G.S. Stub drills with 25.4 mm dia. shank HSCO N
139 103 382 Dies for ISO metric threads HSS
140 103 382 Dies for ISO metric threads HSS
145 140 G.S. Basic holders for chamfer collars FR 90 FR 90
151 103 22568 Dies for ISO metric threads HSS B
152 103 22568 Dies for ISO metric threads HSS B
153 103 22568 Dies for ISO metric threads HSS B
155 103 22568 Dies for ISO metric threads HSS B
156 103 22568 Dies for ISO metric threads HSS B
161 103 22568 Dies for ISO metric fine threads HSS B
162 103 22568 Dies for ISO metric fine threads HSS B
163 103 22568 Dies for ISO metric fine threads HSS B
169 103 374 Machine taps for ISO metric fine threads HSS-E GG C
172 103 22568 Dies for BSW-threads HSS B
174 103 371 Machine taps for ISO metric threads HSS-E N R40 C(K)
175 103 24231 Dies for BSP-threads HSS B
176 103 24231 Dies for BSP-threads HSS B
181 103 22568 Dies for UNC-threads HSS B
182 103 22568 Dies for UNC-threads HSS B
185 103 22568 Dies for UNF-threads HSS B
190 103 22568 Dies for NPT-threads HSS B
191 103 22568 Dies for NPT-threads HSS B
195 130 338 Set of jobber drills in case HSCO VA
196 103 376 Machine taps for ISO metric threads HSS-E N R40 C(K)
198 103 24230 Dies for R-threads BSPT HSS B
200 130 338 Set of jobber drills HSS/HSCO N
201 130 338 Set of jobber drills in case HSS/HSCO N
204 138 340 Long series twist drills HSS N
205 130 338 Jobber drills HSS N
206 134 338 Jobber drills HSS H
207 134 338 Jobber drills HSS W
208 134 338 Jobber drills HSS N
209 134 338 Jobber drills HSS H
210 138 338 Jobber drills HSS W
211 134 339 Bushing length twist drills HSS N
217 132 340 Long series twist drills HSS N
218 134 340 Long series twist drills HSS H
219 134 340 Long series twist drills HSS W
220 138 340 Long series twist drills HSS N
221 138 340 Long series twist drills HSS H
223 132 1897 Stub drills HSS N
224 138 1897 Stub drills HSS H
225 138 1897 Stub drills HSS W
226 134 1897 Stub drills HSS N
227 138 1897 Stub drills HSS H
228 138 1897 Stub drills HSS W
229 138 345 Twist drills HSS N
230 138 G.S. Oil feed adapters
235 134 1869 Extra length twist drills, series 1 HSS N
236 134 1869 Extra length twist drills, series 2 HSS N
237 138 1869 Extra length twist drills, series 3 HSS N
240 132 338 Jobber drills HSS N
242 136 G.S. Extra length twist drills HSS GT 100
243 138 G.S. Extra length twist drills HSS GT 100
244 138 G.S. Extra length twist drills HSS GT 100
245 132 345 Twist drills HSS N
246 138 345 Twist drills HSS H
247 138 345 Twist drills HSS W
248 138 345 Twist drills HSS N
251 138 346 Twist drills HSS N
257 132 341 Bushing length twist drills HSS N
266 134 1870 Extra length twist drills, series 1 HSS N
267 138 1870 Extra length twist drills, series 2 HSS N
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268 138 G.S. Jobber drills with 12.7 mm dia. shank HSS N
269 138 G.S. Oil feed drills short HSS N
270 138 G.S. Oil feed drills, flute length to DIN 341 HSS N
271 138 G.S. Oil feed drills, flute length to DIN 341 HSS N
272 138 G.S. Oil feed drills, flute length to DIN 341 HSS N
273 103 374 Machine taps for ISO metric fine threads HSS-E N R40 C(K)
274 138 G.S. Stepped drills for centering to DIN 332 HSS N
280 138 G.S. Center drills without flat HSS A
281 138 333 Center drills without flat HSS A
282 138 333 Center drills without flat HSS A
283 138 333 Center drills without flat HSS R
284 138 333 Center drills without flat HSS R
285 138 G.S. Center drills without flat HSS B
287 138 333 Center drills with flat HSS A
288 138 333 Center drills with flat HSS R
289 138 G.S. Center drills with flat HSS B
292 138 328 Center drills without flat HSS A
293 138 G.S. Extra length twist drills HSS GT 100
294 138 328 Center drills without flat HSS A
297 103 376 Oil feed taps for ISO metric threads  HSS-E-PM H C
298 138 G.S. Extra length twist drills HSS GT 100
299 138 G.S. Extra length twist drills HSS GT 100
301 134 1899 Micro-precision drills without oil feed HSS-E-PM N
302 103 371 Oil feed taps for ISO metric threads  HSS-E-PM H C
303 138 1899 Micro-precision drills without oil feed HSS-E-PM N
305 134 338 Jobber drills HSCO N
308 138 338 Jobber drills HSCO N
311 138 339 Bushing length twist drills HSCO N
313 103 371 Machine taps for ISO metric threads HSS-E N B
315 103 376 Machine taps for ISO metric threads HSS-E N B
316 103 374 Machine taps for ISO metric fine threads HSS-E N B
317 134 340 Long series twist drills HSCO N
318 103 371 Oil feed taps for ISO metric threads  HSS-E GG C
319 103 376 Oil feed taps for ISO metric threads  HSS-E GG C
322 103 ~371 Fluteless machine taps for ISO metric threads HSS-E-PM N C
323 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N C
324 105 373 Counterbores with fixed pilots for fine tolerances HSS
325 105 373 Counterbores with fixed pilots for medial tolerances HSS
326 105 373 Counterbores with fixed pilots for tapping size holes HSS
327 105 335 90° countersinks HSS C
328 105 335 90° countersinks HSS D
329 134 1897 Stub drills HSCO GV 120
330 138 1897 Stub drills HSCO GV 120
333 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
336 136 340 Long series twist drills HSCO GT 100
338 103 ~374 Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N C
339 103 ~376 Fluteless machine taps for ISO metric threads HSS-E-PM N C
342 103 ~376 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N C
345 134 345 Twist drills HSCO N
347 103 374 Oil feed taps for ISO metric fine threads  HSS-E GG C
351 138 346 Twist drills HSCO N
357 138 341 Bushing length twist drills HSCO N
361 103 371 Machine taps for ISO metric threads HSS-E H R40 C
362 103 376 Machine taps for ISO metric threads HSS-E H R40 C
363 134 G.S. Jobber drills HSCO GV 120
370 138 G.S. Oil feed drills, flute length to DIN 341 HSCO GT 100
371 138 G.S. Oil feed drills, flute length to DIN 341 HSCO GT 100
372 138 G.S. Oil feed drills, flute length to DIN 341 HSCO GT 100
374 138 G.S. Oil feed drills, flute length to DIN 1870 HSCO GT 100
375 138 G.S. Oil feed drills, flute length to DIN 1870 HSCO GT 100
376 138 G.S. Oil feed drills, flute length to DIN 1870 HSCO GT 100
378 138 G.S. Straight shank short step drills HSS N
379 138 G.S. Straight shank short step drills HSS N
380 138 G.S. Straight shank short step drills HSS N
381 138 333 Center drills without flat HSCO A
390 136 G.S. Oil feed drills HSS N
396 137 340 Long series twist drills HSCO GT 100
401 105 212 Machine reamers HSS-E A
402 105 212 Machine reamers HSS-E B
403 105 212 Quick spiral reamers HSS-E C
404 105 208 Machine reamers HSS-E A
405 105 208 Machine reamers HSS-E B
406 105 208 Quick spiral reamers HSS-E C
407 105 219 Shell reamers HSS-E A
408 105 219 Shell reamers HSS-E B
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409 105 219 Shell reamers HSS-E C
410 105 2179 Machine taper reamers HSS-E
411 105 2180 Machine taper reamers HSS-E
412 105 206 Hand reamers HSS A
413 105 206 Hand reamers HSS B
414 105 311 Machine bridge reamers HSS
415 105 859 Adjustable hand reamers HSS B
416 105 G.S. Expanding hand reamers HSS
417 105 G.S. Replacement blades for expanding hand reamers HSS
419 105 G.S. Machine bottoming reamers HSS-E A
420 105 G.S. Machine bottoming reamers HSS-E A
428 105 9 Hand taper reamers HSS A
429 105 9 Hand taper reamers HSS B
430 105 G.S. Expanding machine reamers HSS-E A
431 105 G.S. Stepped machine reamers HSS-E
432 105 1862 Spot facers HSS-E
433 105 1862 Spot facers HSS-E
434 105 1862 Spot facers HSS-E
435 105 1862 Spot facers HSS-E
436 105 1866 90° countersinks for fine tolerances HSS
437 105 1866 90° countersinks for medial tolerances HSS
438 105 1866 90° countersinks for tapping size holes HSS
440 105 212-2 Machine reamers HSS-E A
455 105 212-3 NC machine reamers HSS-E B
457 105 212 Machine reamers HSS-E A
458 105 8089 Machine reamer sets HSS-E B
463 105 375 Counterbores with hole for detachable pilot HSS
464 105 1868 Detachable pilot for fine tolerances HSS
465 105 1868 Detachable pilot for medial tolerances HSS
466 105 1868 Detachable pilot for taping size holes HSS
467 105 212-2 Machine reamers HSS-E A
468 105 212-2 Machine reamers HSS-E B
469 105 212-2 Quick spiral reamers HSS-E C
470 105 334 60° countersinks HSS A
471 105 334 60° countersinks HSS B
472 105 334 60° countersinks HSS C
473 105 334 60° countersinks HSS D
474 105 335 90° countersinks HSS A
475 105 335 90° countersinks HSS B
476 105 335 90° countersinks HSS C
477 105 335 90° countersinks HSS D
478 105 347 120° countersinks HSS A
479 105 347 120° countersinks HSS B
480 105 G.S. 120° countersinks HSS
481 105 G.S. 120° countersinks HSS
482 105 373 Counterbores with fixed pilots for fine tolerances HSS
483 105 373 Counterbores with fixed pilots for medial tolerances HSS
484 105 373 Counterbores with fixed pilots for tapping size holes HSS
485 105 G.S. Counterbores with fixed pilots for fine tolerances HSS
486 105 G.S. Counterbores with fixed pilots for medial tolerances HSS
487 105 G.S. Counterbores with fixed pilots for tapping size holes HSS
488 105 8089 Machine reamers HSS-E A
489 105 8089 Machine reamers HSS-E B
490 105 212-3 NC machine reamers HSS-E B
495 120 G.S. Front/back deburrer 90° Solid carbide EW 100 VR
496 105 212 Machine reamers HSS-E B
497 105 8089 Machine reamers HSS-E B
498 105 335 90° countersinks HSS C
499 105 335 90° countersinks HSS C
501 136 340 Long series twist drills HSS GT50
502 136 1869 Extra length twist drills, series 1 HSS GT 100
503 136 1869 Extra length twist drills, series 2 HSS GT 100
504 136 1869 Extra length twist drills, series 3 HSS GT 100
505 138 341 Bushing length twist drills HSS GT50
506 138 340 Long series twist drills HSS GT 100
511 115 G.S. Twist drills with oversize straight shank HSCO GU 500
512 115 G.S. Twist drills with oversize straight shank HSCO GU 500
513 115 G.S. Twist drills with oversize straight shank HSS-E-PM GT 500
514 138 G.S. Straight shank subland drills HSS N
515 115 1897 Stub drills HSS-E-PM GT 500
520 138 G.S. Taper shank subland drills HSS N
523 138 G.S. Bushing length twist drills HSS N
524 138 1869 Extra length twist drills, series 1 HSS GT50
525 138 1870 Extra length twist drills, series 1 HSS GT50
526 136 1870 Extra length twist drills, series 1 HSS GT 100
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527 136 1870 Extra length twist drills, series 2 HSS GT 100
528 138 1869 Extra length twist drills, series 2 HSS GT50
529 138 1869 Extra length twist drills, series 3 HSS GT50
531 138 1898 Taper pin drills HSS N
532 138 1898 Taper pin drills HSS N
533 138 344 Straight shank core drills HSS N
534 138 343 Taper shank core drills HSS N
535 136 340 Long series twist drills HSS GT 100
536 138 8374 Straight shank subland drills HSS N A
537 138 G.S. Taper shank subland drills HSS N
538 138 8376 Straight shank subland drills HSS N
539 138 8377 Taper shank subland drills HSS N
540 138 8378 Straight shank subland drills HSS N
541 138 8379 Taper shank subland drills HSS N
542 138 1870 Extra length twist drills, series 2 HSS GT50
546 102 G.S. 142° NC-spotting drills Solid carbide N
549 136 338 Jobber drills HSS GT 100
550 138 338 Jobber drills HSS GT 100
551 136 341 Bushing length twist drills HSS GT 100
552 136 1897 Stub drills HSS GT 80
553 138 1897 Stub drills HSS GT 80
554 134 G.S. Straight shank drills double-ended HSS DK 77
555 138 1864 Taper shank core drills HSS N
556 134 G.S. 120° NC-spotting drills HSS N
557 134 G.S. 90° NC-spotting drills HSS N
558 138 345 Twist drills HSS GT 100
559 138 G.S. 90° NC-spotting drills HSS N
560 138 338 Jobber drills HSS N
561 138 339 Bushing length twist drills HSS N
563 138 G.S. Extra length twist drills HSS GT 100
564 138 G.S. Extra length twist drills HSS GT 100
565 138 G.S. Extra length twist drills HSS GT 100
566 138 G.S. Extra length twist drills HSS GT 100
567 139 G.S. 120° NC-spotting drills HSS N
568 135 G.S. 90° NC-spotting drills HSS N
569 138 8374 Straight shank subland drills HSS N B
571 136 1869 Extra length twist drills, series 3 HSCO GT 100
574 138 G.S. Stepped drills for centering to DIN 332 HSS N
575 138 G.S. Stepped drills for centering to DIN 332 HSS N
576 138 G.S. Stepped drills for centering to DIN 332 HSS N
577 138 NAS907 Aircraft extension drills, 6 inches long HSS N
578 138 NAS907 Aircraft extension drills, 12 inches long HSS N
579 138 NAS907 Aircraft extension drills, 6 inches long HSS N
580 138 NAS907 Aircraft extension drills, 12 inches long HSS N
581 132 333 Center drills without flat HSS A
582 138 333 Center drills without flat HSS A
583 138 333 Center drills without flat HSS R
584 138 333 Center drills without flat HSS R
585 138 333 Center drills without flat HSS B
586 138 333 Center drills without flat HSS B
587 138 333 Center drills with flat HSS A
588 138 333 Center drills with flat HSS R
589 138 333 Center drills with flat HSS B
590 138 333 Center drills without flat HSS A
591 138 333 Center drills without flat HSS B
592 138 345 Twist drills HSS N
594 138 ASA Center drills without flat HSS A
595 138 ASA Center drills without flat HSS B
605 134 338 Jobber drills HSCO Ti
606 139 345 Twist drills HSS GT 100
608 138 338 Jobber drills HSCO Ti
611 109 6539 3-flute Ratio drills Solid carbide GS 200 U 5xD
613 133 333 Center drills without flat HSS A
614 139 333 Center drills without flat HSS R
617 134 340 Long series twist drills HSCO Ti
618 136 1869 Extra length twist drills, series 1 HSCO GT 100
619 138 1869 Extra length twist drills, series 2 HSCO GT 100
620 138 1870 Extra length twist drills, series 1 HSCO GT 100
621 138 1870 Extra length twist drills, series 2 HSCO GT 100
622 136 338 Jobber drills HSCO GT 100
623 138 341 Bushing length twist drills HSCO GT 100
634 138 343 Taper shank core drills HSCO N
635 138 1864 Taper shank core drills HSCO N
636 138 G.S. Straight shank subland drills HSS N
637 138 G.S. Taper shank subland drills HSS N
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638 138 G.S. Straight shank subland drills HSS N
639 138 G.S. Taper shank subland drills HSS N
641 105 212-2 Machine reamers HSS-E B
642 105 208 Machine reamers HSS-E B
645 138 345 Twist drills HSCO GT 100
651 131 338 Jobber drills HSS N
652 137 338 Jobber drills HSS GT 100
653 133 1897 Stub drills HSS N
654 133 345 Twist drills HSS N
655 133 341 Bushing length twist drills HSS N
656 139 341 Bushing length twist drills HSS GT 100
657 135 338 Jobber drills HSCO Ti
658 137 338 Jobber drills HSCO GT 100
659 135 1897 Stub drills HSCO GV 120
660 135 1899 Micro-precision drills without oil feed HSS-E-PM N
661 139 345 Twist drills HSCO N
662 139 345 Twist drills HSCO GT 100
663 139 G.S. Jobber drills HSCO GV 120
664 139 338 Jobber drills HSS N
665 139 338 Jobber drills HSS GT 100
666 139 339 Bushing length twist drills HSS N
667 133 340 Long series twist drills HSS N
668 137 340 Long series twist drills HSS GT 100
669 139 340 Long series twist drills HSCO Ti
670 137 1869 Extra length twist drills, series 1 HSS GT 100
671 139 1869 Extra length twist drills, series 2 HSS GT 100
672 139 1897 Stub drills HSS N
674 120 ~8090 Machine reamers Carbide A
701 102 G.S. Micro-precision drills without oil feed Solid carbide N
702 102 G.S. Stub drills Solid carbide N
703 102 8037 Carbide-tipped twist drill Carbide N
704 102 8038 Carbide-tipped twist drill Carbide N
705 102 8041 Carbide-tipped twist drill Carbide N
706 102 G.S. Long series twist drills Solid carbide N
707 102 G.S. Carbide tipped spade drills Carbide
710 102 G.S. Jobber drills Carbide Duro 150
716 102 G.S. Masonry drills Carbide N
717 120 ~8050 Machine reamers Carbide A
718 120 ~8050 Machine reamers Carbide B
719 120 ~8051 Machine reamers Carbide A
720 120 ~8051 Machine reamers Carbide B
723 102 G.S. 90° NC-spotting drills Solid carbide N
724 102 G.S. 120° NC-spotting drills Solid carbide N
727 120 8054 Shell reamers Carbide
729 102 G.S. Taper shank core drills Carbide N
730 102 6539 Stub drills Solid carbide N 3xD
731 109 6539 3-flute Ratio drills Solid carbide GS 200 U 5xD
732 102 G.S. Jobber drills Solid carbide N
733 103 371 Machine taps for ISO metric threads HSS-E H B
734 103 376 Machine taps for ISO metric threads HSS-E H B
736 102 G.S. Center drills without flat Solid carbide A
737 120 ~8090 Machine reamers Carbide C
738 102 G.S. Straight shank subland drills Solid carbide N
739 102 G.S. Straight shank subland drills Solid carbide N
740 120 G.S. Expanding machine reamers Carbide A
743 120 G.S. Stepped machine reamers Carbide
745 109 6539 3-flute Ratio drills Solid carbide GS 200 G 5xD
749 120 G.S. Expanding machine reamers Carbide A
750 102 G.S. Straight shank core drills Carbide N
761 103 371 Machine taps for ISO metric threads HSS-E-PM VA R50 C
763 103 376 Machine taps for ISO metric threads HSS-E-PM VA R50 C
764 103 374 Machine taps for ISO metric fine threads HSS-E-PM VA R50 C
767 103 371 Machine taps for ISO metric threads HSS-E-PM N R50 C
768 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 4xD
769 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 7xD
770 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 10xD
773 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GN 15xD
778 103 376 Machine taps for ISO metric threads HSS-E H C
783 103 371 Machine taps for ISO metric threads HSS-E N R40 C
784 103 376 Machine taps for ISO metric threads HSS-E N R40 C
785 103 376 Machine taps for ISO metric threads HSS-E VA R15 C
786 103 371 Machine taps for ISO metric threads HSS-E N L40-LH C
787 103 376 Machine taps for ISO metric threads HSS-E N L40-LH C
788 103 371 Machine taps for ISO metric threads HSS-E H AZ C
789 103 371 Machine taps for ISO metric threads HSS-E N-LH B

Product no. indexProduct no. index



17051704

862
855
862
855
843
855
855
843
855
855
855
855
855
855
843
856
856
843
843
843
843
872
843
873
873
862
870
873
873
870
870
871
871
850
871
887
884
878
878
884
887
878
878
879
844
856
856
857
844
844
873
866
873
871
862
942
879
826
826
826
826
827
827
827
827
822
822
822
822

822/824
857
849
899
883
860

P
roduct no. index

Product no. index

Guhring 
no.

Standard 
range page

Discount 
group Standard Description Tool material Type Form Drilling 

depth

790 103 376 Machine taps for ISO metric threads HSS-E N-LH B
791 103 371 Machine taps for ISO metric threads HSS-E H AZ B
792 103 376 Machine taps for ISO metric threads HSS-E VA AZ B
794 103 371 Machine taps for ISO metric threads HSS-E N B
795 103 371 Machine taps for ISO metric threads HSS-E N C
796 103 371 Machine taps for ISO metric threads HSS-E N B
797 103 371 Machine taps for ISO metric threads HSS-E N B
799 103 371 Machine taps for ISO metric threads HSS-E N R15 C
800 103 371 Machine taps for ISO metric threads HSS-E Ms E
801 103 371 Machine taps for ISO metric threads HSS-E N D
802 103 371 Machine taps for ISO metric threads HSS-E N B
803 103 371 Machine taps for ISO metric threads HSS-E N B
804 103 371 Machine taps for ISO metric threads HSS-E H B
805 103 371 Machine taps for ISO metric threads HSS-E Al B
806 103 371 Machine taps for ISO metric threads HSS-E N C
807 103 371 Machine taps for ISO metric threads HSS-E GG C
808 103 371 Machine taps for ISO metric threads HSS-E N L15 D
809 103 371 Machine taps for ISO metric threads HSS-E N R15 C
810 103 371 Machine taps for ISO metric threads HSS-E N R40 C
811 103 371 Machine taps for ISO metric threads HSS-E H R40 C
812 103 371 Machine taps for ISO metric threads HSS-E Al R45 C
813 103 376 Machine taps for ISO metric threads HSS-E N D
814 103 371 Machine taps for ISO metric threads HSS-E VA R40 C
815 103 376 Machine taps for ISO metric threads HSS-E N B
816 103 376 Machine taps for ISO metric threads HSS-E H B
817 103 376 Machine taps for ISO metric threads HSS-E Al B
818 103 376 Machine taps for ISO metric threads HSS-E N C
819 103 376 Machine taps for ISO metric threads HSS-E GG C
820 103 376 Machine taps for ISO metric threads HSS-E N L15 D
821 103 376 Machine taps for ISO metric threads HSS-E N R15 C
822 103 376 Machine taps for ISO metric threads HSS-E N R40 C
823 103 376 Machine taps for ISO metric threads HSS-E H R40 C
824 103 376 Machine taps for ISO metric threads HSS-E Al R45 C
825 103 376 Machine taps for ISO metric threads HSS-E VA R40 C
826 103 376 Machine taps for ISO metric threads HSS-E N R40 C
827 103 374 Machine taps for ISO metric fine threads HSS-E N B
828 103 374 Machine taps for ISO metric fine threads HSS-E H B
829 103 374 Machine taps for ISO metric fine threads HSS-E N C
830 103 374 Machine taps for ISO metric fine threads HSS-E N C
831 103 374 Machine taps for ISO metric fine threads HSS-E GG C
832 103 374 Machine taps for ISO metric fine threads HSS-E N B
833 103 374 Machine taps for ISO metric fine threads HSS-E N R15 C
834 103 374 Machine taps for ISO metric fine threads HSS-E N R40 C
835 103 374 Machine taps for ISO metric fine threads HSS-E H R40 C
836 103 371 Machine taps for ISO metric threads HSS-E N R40 C
837 103 371 Machine taps for ISO metric threads HSS-E N B
838 103 371 Machine taps for ISO metric threads HSS-E N B
839 103 371 Machine taps for ISO metric threads HSS-E N B
843 103 371 Machine taps for ISO metric threads HSS-E VA R15 C
844 103 371 Machine taps for ISO metric threads HSS-E N R40 C
845 103 376 Machine taps for ISO metric threads HSS-E N B
846 103 376 Machine taps for ISO metric threads HSS-E N B
847 103 376 Machine taps for ISO metric threads HSS-E N B
848 103 376 Machine taps for ISO metric threads HSS-E N R40 C
849 103 376 Machine taps for ISO metric threads HSS-E H AZ B
851 103 357 Machine nut taps for ISO metric threads  HSS-E N
852 103 374 Machine taps for ISO metric fine threads HSS-E N R40 C
853 118 352 Hand taps for ISO metric threads HSS-E VA
854 118 352 Hand taps for ISO metric threads HSS-E VA A
855 118 352 Hand taps for ISO metric threads HSS-E VA D
856 118 352 Hand taps for ISO metric threads HSS-E VA C
857 118 352 Hand taps for ISO metric threads HSS-E H
858 118 352 Hand taps for ISO metric threads HSS-E H A
859 118 352 Hand taps for ISO metric threads HSS-E H D
860 118 352 Hand taps for ISO metric threads HSS-E H C
861 118 352 Hand taps for ISO metric threads HSS N
862 118 352 Hand taps for ISO metric threads HSS N A
863 118 352 Hand taps for ISO metric threads HSS N D
864 118 352 Hand taps for ISO metric threads HSS N C
864 118 352 Hand taps for ISO metric threads HSS N C
869 103 371 Machine taps for ISO metric threads HSS-E N B
872 103 371 Machine taps for ISO metric threads HSS-E-PM H R15 C
873 103 ~371 Machine taps for UNC-threads HSS-E N B
874 103 374 Machine taps for ISO metric fine threads HSS-E-PM H R15 C
875 103 371 Machine taps for ISO metric threads HSS-E-PM H B
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876 103 ~371 Machine taps for UNC-threads HSS-E N R40 C
877 103 371 Machine taps for ISO metric threads HSS-E-PM VA B
878 103 ~376 Machine taps for UNC-threads HSS-E N B
879 103 376 Machine taps for ISO metric threads HSS-E-PM VA B
881 103 ~376 Machine taps for UNC-threads HSS-E N R40 C
882 118 352 Hand taps for ISO metric threads HSS N
883 118 352 Hand taps for ISO metric threads HSS N D
884 118 2181 Hand taps for ISO metric fine threads HSS N
885 118 2181 Hand taps for ISO metric fine threads HSS N D
886 118 2181 Hand taps for ISO metric fine threads HSS N C
887 103 374 Machine taps for ISO metric fine threads HSS-E-PM VA B
888 103 G.S. Machine taps for ISO metric threads HSS-E N R40 C
889 103 371 Machine taps for ISO metric threads HSS-E N R40 C
890 103 376 Machine taps for ISO metric threads HSS-E N R40 C
903 103 ~371 Fluteless machine taps for ISO metric threads HSS-E-PM N C
904 118 352 Hand taps for ISO metric threads HSS N-LH
905 118 352 Hand taps for ISO metric threads HSS N-LH A
906 118 352 Hand taps for ISO metric threads HSS N-LH D
907 118 352 Hand taps for ISO metric threads HSS N-LH C
908 103 ~374 Machine taps for UNF-threads HSS-E N B
909 103 371 Machine taps for ISO metric threads HSS-E-PM VA R40 C
910 103 376 Machine taps for ISO metric threads HSS-E-PM VA R40 C
911 103 ~374 Machine taps for UNF-threads HSS-E N R40 C
912 103 371 Machine taps for ISO metric threads HSS-E N B
913 103 371 Machine taps for ISO metric threads HSS-E N R15 C
914 103 371 Machine taps for ISO metric threads HSS-E N R40 C
915 103 376 Machine taps for ISO metric threads HSS-E N B
916 103 376 Machine taps for ISO metric threads HSS-E N R15 C
917 103 376 Machine taps for ISO metric threads HSS-E N R40 C
918 103 ~371 Fluteless machine taps for ISO metric threads HSS-E N C
919 103 ~371 Fluteless machine taps for ISO metric threads HSS-E N C
920 103 ~371 Fluteless machine taps for ISO metric threads HSS-E N C
921 103 ~371 Fluteless machine taps for ISO metric threads HSS-E N C
922 103 ~376 Fluteless machine taps for ISO metric threads HSS-E N C
923 103 ~376 Fluteless machine taps for ISO metric threads HSS-E N C
924 103 ~376 Fluteless machine taps for ISO metric threads HSS-E N C
925 103 ~376 Fluteless machine taps for ISO metric threads HSS-E N C
926 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E N C
927 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E N C
928 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E N C
929 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E N C
930 103 371 Machine taps for ISO metric threads HSS-E GG C
931 103 376 Machine taps for ISO metric threads HSS-E GG C
932 103 374 Machine taps for ISO metric fine threads HSS-E GG C
935 103 376 Machine taps for ISO metric threads HSS-E-PM H R15 C
936 103 374 Machine taps for ISO metric fine threads HSS-E-PM VA R40 C
937 103 5156 Machine taps for BSP-threads HSS-E N R40 C(K)
938 103 5156 Machine taps for BSP-threads HSS-E-PM VA B
939 103 5156 Machine taps for BSP-threads HSS-E-PM VA R40 C
942 103 ~371 Machine taps for ISO metric threads Solid carbide N B
943 103 ~371 Machine taps for ISO metric fine threads Solid carbide N B
944 103 374 Machine taps for ISO metric fine threads Solid carbide N B
945 103 371 Machine taps for ISO metric threads HSS-E N B
946 103 371 Machine taps for ISO metric threads HSS-E N R15 C
947 103 371 Machine taps for ISO metric threads HSS-E H R40 C
948 103 376 Machine taps for ISO metric threads HSS-E N B
949 103 376 Machine taps for ISO metric threads HSS-E N R15 C
950 103 376 Machine taps for ISO metric threads HSS-E H R40 C
952 103 ~376 Fluteless machine taps for ISO metric threads HSS-E-PM N C
954 118 ~352 Hand taps for BSW-threads HSS N
955 118 ~352 Hand taps for BSW-threads HSS N A
956 118 ~352 Hand taps for BSW-threads HSS N D
957 118 ~352 Hand taps for BSW-threads HSS N C
958 118 5157 Hand taps for BSP-threads HSS N
959 118 5157 Hand taps for BSP-threads HSS N D
960 118 5157 Hand taps for BSP-threads HSS N C
961 103 5156 Machine taps for BSP-threads HSS-E GG C
962 103 5156 Machine taps for BSP-threads HSS-E N B
963 103 5156 Machine taps for BSP-threads HSS-E N C
964 103 5156 Machine taps for BSP-threads HSS-E N R15 C
965 103 5156 Machine taps for BSP-threads HSS-E N R40 C
966 103 2189 Fluteless machine taps for BSP-threads HSS-E N C
967 103 5156 Machine taps for BSP-threads HSS-E VA B
968 103 5156 Machine taps for BSP-threads HSS-E VA R40 C
969 103 371 Oil feed taps for ISO metric threads  Solid carbide H C

Product no. indexProduct no. index



17071706

928
938
840
939
938
939
938
939
839
839
831
831
831
831
832
832
832
837
835
835
836
838
876
885
861
883
937
929
939
923
922
275
275
279

323/337
879
340
341
341
340
340
841
891
904
911
841
891
904
911
841
891
904
911

325/337
341
941
861
940
940
920
920
937
931
851
883
587
492
492
934
934
935
381
609
550
925

P
roduct no. index

Product no. index

Guhring 
no.

Standard 
range page

Discount 
group Standard Description Tool material Type Form Drilling 

depth

971 103 371 Oil feed taps for ISO metric threads  Solid carbide N R15 C
972 103 371 Oil feed taps for ISO metric fine threads  Solid carbide H C
973 103 G.S. Machine taps for NPT-threads HSS-E N C
974 103 374 Oil feed taps for ISO metric fine threads  Solid carbide H C
975 103 371 Oil feed taps for ISO metric fine threads  Solid carbide N L15 D
976 103 374 Oil feed taps for ISO metric fine threads  Solid carbide N L15 D
977 103 371 Oil feed taps for ISO metric fine threads  Solid carbide N R15 C
978 103 374 Oil feed taps for ISO metric fine threads  Solid carbide N R15 C
979 103 40432 Machine taps for PG-threads for electr. conduits HSS-E N C
980 103 40432 Machine taps for PG-threads for electr. conduits HSS-E N B
981 118 ~352 Hand taps for UNC-threads HSS N
982 118 ~352 Hand taps for UNC-threads HSS N A
983 118 ~352 Hand taps for UNC-threads HSS N D
984 118 ~352 Hand taps for UNC-threads HSS N C
985 118 ~2181 Hand taps for UNF-threads HSS N
986 118 ~2181 Hand taps for UNF-threads HSS N D
987 118 ~2181 Hand taps for UNF-threads HSS N C
991 103 352 Machine taps for ISO metric threads HSS-E N B
992 103 352 Machine taps for ISO metric threads HSS-E N R15 C
993 103 352 Machine taps for ISO metric threads HSS-E N R40 C
995 103 352 Machine taps for ISO metric threads HSS-E N C
997 103 2181 Machine taps for ISO metric fine threads HSS-E N C
998 103 G.S. Machine taps for ISO metric threads HSS-E N B

1001 103 374 Machine taps for ISO metric fine threads HSS-E-PM VA B
1002 103 371 Machine taps for ISO metric threads HSS-E-PM VA B
1004 103 374 Machine taps for ISO metric fine threads HSS-E-PM VA R40 C
1007 103 374 Oil feed taps for ISO metric fine threads  HSS-E-PM H E
1008 103 371 Oil feed taps for ISO metric threads  Solid carbide H E
1009 103 374 Oil feed taps for ISO metric fine threads  Solid carbide H E
1010 103 40435 Machine taps for EG-threads HSS-E N B
1011 103 40435 Machine taps for EG-threads HSS-E N R40 C
1025 109 6539 3-flute Ratio drills Solid carbide GS 200 G 5xD
1027 109 6539 3-flute Ratio drills Solid carbide GS 200 F 5xD
1032 109 G.S. 3-flute stepped Ratio drills Solid carbide GS 200 G
1047 141 G.S. Interchangeable inserts RT 800 Solid carbide
1049 103 374 Machine taps for ISO metric fine threads HSS-E N R40 C
1052 140 G.S. Chamfer collar FR 90 FR 90
1053 140 G.S. Attachments for chamfer collars
1054 140 G.S. Attachments for chamfer collars
1055 140 G.S. Attachments for chamfer collars
1056 142 G.S. Indexable inserts for FR 90 Solid carbide
1057 103 371 Machine taps for ISO metric threads HSS-E-PM Ti B
1058 103 371 Machine taps for ISO metric fine threads HSS-E-PM Ti B
1059 103 ~371/~376 Machine taps for UNC-threads HSS-E-PM Ti B
1060 103 ~371/~374 Machine taps for UNF-threads HSS-E-PM Ti B
1061 103 371/376 Machine taps for ISO metric threads HSS-E-PM Ti R15 C
1062 103 371 Machine taps for ISO metric fine threads HSS-E-PM Ti R15 C
1063 103 ~371/~376 Machine taps for UNC-threads HSS-E-PM Ti R15 C
1064 103 ~371/~374 Machine taps for UNF-threads HSS-E-PM Ti R15 C
1065 103 371/376 Machine taps for ISO metric threads HSS-E-PM Ni R10 C
1066 103 371 Machine taps for ISO metric fine threads HSS-E-PM Ni R10 C
1067 103 ~371/~376 Machine taps for UNC-threads HSS-E-PM Ni R10 C
1068 103 ~371/~374 Machine taps for UNF-threads HSS-E-PM Ni R10 C
1071 140 G.S. Clamping screws RT 800
1072 140 G.S. Clamping screws for chamfer collars
1082 103 ~374 Oil feed taps for UNF threads HSS-E GG C
1084 103 371 Machine taps for ISO metric threads HSS-E-PM Ms E
1085 103 ~371 Oil feed taps for UNC threads HSS-E GG C
1086 103 ~376 Oil feed taps for UNC threads HSS-E GG C
1087 103 G.S. Machine taps for NPT-threads HSS-E VA R25 C
1088 103 G.S. Machine taps for NPT-threads HSS-E VA R25 C
1090 103 374 Oil feed taps for ISO metric fine threads  HSS-E-PM H C
1091 103 371 Oil feed taps for ISO metric threads  HSS-E-PM H E
1098 103 376 Machine taps for ISO metric threads HSS-E-PM N R50 C
1100 103 374 Machine taps for ISO metric fine threads HSS-E-PM N R50 C
1101 138 G.S. Oil feed drills, flute length to DIN 341 HSS N
1131 134 G.S. Oil feed drills HSCO GT 80 IK
1132 135 G.S. Oil feed drills HSCO GT 80 IK
1139 103 371 Oil feed taps for ISO metric threads  HSS-E-PM VA R50 C
1142 103 376 Oil feed taps for ISO metric threads  HSS-E-PM VA R50 C
1144 103 374 Oil feed taps for ISO metric fine threads  HSS-E-PM VA R50 C
1146 138 338 Jobber drills M42 N
1147 138 G.S. Straight shank short step drills HSS N
1149 102 G.S. Kevlar drills Solid carbide N
1152 103 371 Oil feed taps for ISO metric threads  HSS-E-PM N R50 C
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1156 142 G.S. Indexable inserts for FR 90 Solid carbide
1161 103 ~371 Machine taps for ISO metric fine threads Solid carbide H D
1171 128 6538K Ratio drills with oil feed Carbide RT 80 U 3xD
1172 128 6538M Ratio drills with oil feed Carbide RT 80 U 5xD
1173 128 6538L Ratio drills with oil feed Carbide RT 80 U 7xD
1180 121 6537K Ratio drills with oil feed Solid carbide RT 100 F 3xD
1181 121 6537K Ratio drills with oil feed Solid carbide RT 100 U 3xD
1182 121 6537L Ratio drills with oil feed Solid carbide RT 100 F 5xD
1183 121 6537L Ratio drills with oil feed Solid carbide RT 100 U 5xD
1184 121 6537K Ratio drills without oil feed Solid carbide RT 100 U 3xD
1188 103 371 Oil feed taps for ISO metric threads  HSS-E-PM H R15 C
1194 103 376 Oil feed taps for ISO metric threads  HSS-E-PM H R15 C
1200 103 374 Oil feed taps for ISO metric fine threads  HSS-E-PM H R15 C
1201 103 371/376 Machine taps for ISO metric threads HSS-E-PM H D
1221 137 338 Jobber drills HSCO GT 100
1222 139 345 Twist drills HSCO GT 100
1223 137 338 Jobber drills HSCO GT 100
1224 139 345 Twist drills HSCO GT 100
1228 137 1897 Stub drills HSCO GT 80
1242 121 6539 Ratio drills without oil feed Solid carbide RT 100 U 3xD
1243 121 G.S. Ratio drills without oil feed Solid carbide RT 100 U 5xD
1246 103 371 Machine taps for ISO metric threads HSS-E N B
1249 103 376 Machine taps for ISO metric threads HSS-E N B
1252 103 371 Machine taps for ISO metric threads HSS-E N R40 C
1254 103 376 Machine taps for ISO metric threads HSS-E N R40 C
1255 103 ~371 Fluteless machine taps for ISO metric threads HSS-E-PM N C
1256 103 ~376 Fluteless machine taps for ISO metric threads HSS-E-PM N C
1257 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1258 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1259 138 1897 Stub drills M42 N
1260 134 338 Jobber drills HSCO VA
1261 138 1897 Stub drills HSCO VA
1262 134 345 Twist drills HSCO VA
1266 103 ~371 Fluteless machine taps for ISO metric threads HSS-E-PM N C
1267 103 ~376 Fluteless machine taps for ISO metric threads HSS-E-PM N C
1268 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1269 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1270 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N C
1271 103 ~376 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N C
1272 103 ~371 Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N C
1273 103 ~374 Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N C
1275 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E N C
1277 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E N C
1280 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E N C
1283 103 ~371 Fluteless machine taps for UNF-threads HSS-E N C
1284 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1285 103 371 Machine taps for ISO metric threads HSS-E-PM N B
1286 103 376 Machine taps for ISO metric threads HSS-E-PM N B
1287 103 371 Machine taps for ISO metric threads HSS-E-PM N B
1288 103 371 Machine taps for ISO metric threads HSS-E-PM N R40 C
1289 103 376 Machine taps for ISO metric threads HSS-E-PM N R40 C
1290 103 371 Machine taps for ISO metric threads HSS-E-PM N R40 C
1291 103 374 Machine taps for ISO metric fine threads HSS-E-PM N B
1292 103 374 Machine taps for ISO metric fine threads HSS-E-PM N R40 C
1293 103 376 Oil feed taps for ISO metric threads  HSS-E-PM N R50 C
1294 103 374 Oil feed taps for ISO metric fine threads  HSS-E-PM N R50 C
1326 105 335 90° countersinks HSS C
1347 103 ~371 Fluteless machine taps for ISO metric threads HSS-E-PM N C
1407 120 ~8090 Machine reamers Carbide B
1408 120 ~8093 Machine reamers Carbide A
1409 120 ~8093 Machine reamers Carbide B
1410 120 ~8094 Machine reamers Carbide A
1411 120 ~8094 Machine reamers Carbide B
1427 120 G.S. NC machine reamers Solid carbide B
1428 120 ~8093 Machine reamers Carbide A
1429 120 ~8093 Machine reamers Carbide B
1430 120 ~8090 Machine reamers Carbide A
1431 105 212-2 Machine reamers with coolant duct HSS-E A
1432 105 8089 Machine reamers with coolant duct HSS-E A
1433 105 G.S. Hand taper reamers HSS
1434 105 G.S. Arbors without accessories
1435 105 G.S. Draw-off nuts
1436 105 G.S. Driving collars
1437 105 6888 Woodruff keys
1438 105 217 Arbors, complete

Product no. indexProduct no. index



17091708

1311
945
945
947
947
861
863
849
851
947
977
965
965
966
966
967
956
956
958
957
961
961
960
960
957
1404
1405
1406
1407
1408

315/328
1412
1414
1418
1409
1410
1423
1424
1425
1420
1421
1422
1411
1411
1476
1476
1476
217
235
234
1307
1307
1306
1306
1309
1309
1310
1310
1305
1305
1537
209
957
957
957
962
960
960
973
973
979
979
972
973
973

P
roduct no. index

Product no. index

Guhring 
no.

Standard 
range page

Discount 
group Standard Description Tool material Type Form Drilling 

depth

1449 120 G.S. NC machine reamers Solid carbide B
1565 103 ~371 Fluteless machine taps for ISO metric threads HSS-E-PM N C
1567 103 ~376 Fluteless machine taps for ISO metric threads HSS-E-PM N C
1568 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1569 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1575 103 371 Machine taps for ISO metric threads HSS-E-PM H B
1576 103 376 Machine taps for ISO metric threads HSS-E-PM H B
1577 103 371 Machine taps for ISO metric threads HSS-E-PM H R15 C
1578 103 376 Machine taps for ISO metric threads HSS-E-PM H R15 C
1580 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1581 103 ~371/~376 Oil feed fluteless taps f. ISO metric fine threads Solid carbide N C
1582 103 ~371 Fluteless machine taps for UNC-threads HSS-E N C
1583 103 ~376 Fluteless machine taps for UNC-threads HSS-E N C
1584 103 ~371 Fluteless machine taps for UNF-threads HSS-E N C
1585 103 ~374 Fluteless machine taps for UNF-threads HSS-E N C
1586 103 2189 Fluteless machine taps for BSP-threads HSS-E N C
1587 103 ~371 Fluteless machine taps for ISO metric threads HSS-E N C
1588 103 ~371 Fluteless machine taps for ISO metric threads HSS-E N C
1589 103 ~376 Fluteless machine taps for ISO metric threads HSS-E N C
1590 103 ~376 Fluteless machine taps for ISO metric threads HSS-E N C
1591 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E N C
1592 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E N C
1593 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E N C
1594 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E N C
1599 103 ~371 Fluteless machine taps for ISO metric threads HSS-E-PM N C
1601 104 G.S. Pilot counterbores HSS KS 125
1602 104 G.S. Pilot counterbores HSS KS 140
1603 104 G.S. Pilot counterbores Carbide KS 108
1604 104 G.S. Pilot counterbores Carbide KS 115
1606 104 G.S. Spotfacers Carbide KS 100
1612 140 G.S. Torx screwdriver
1615 104 G.S. Pilots with angled flat
1616 104 G.S. Pilots complete
1617 104 G.S. Pilots complete with pilot sleeve
1622 104 G.S. 90° countersinks HSS KS 100
1624 104 551 Threaded pins
1625 104 G.S. Standard short holders with straight shank
1626 104 G.S. Standard short holders with taper shank
1628 104 G.S. Standard long holders with taper shank
1647 104 G.S. Holding screws
1648 104 G.S. Safety bolts
1649 104 G.S. Locknuts
1650 104 G.S. Tool extractors
1651 104 G.S. Tool extractors
1655 104 G.S. Indexable inserts SCHX Solid carbide
1656 104 G.S. Indexable inserts SCHX Solid carbide
1657 104 G.S. Indexable inserts SCHX HSCO
1660 121 6537K Ratio drills with oil feed Solid carbide RT 100 F 3xD
1662 121 6537L Ratio drills with oil feed Solid carbide RT 100 F 5xD
1663 121 6537L Ratio drills with oil feed Solid carbide RT 100 U 5xD
1675 166 G.S. Carbide high performance reamers Solid carbide HR 500 S
1676 166 G.S. Carbide high performance reamers Solid carbide HR 500 D
1678 166 G.S. Carbide high performance reamers Solid carbide HR 500 Alu
1679 166 G.S. Carbide high performance reamers Solid carbide HR 500 Alu
1680 166 G.S. Carbide high performance reamers Carbide HR 500 GS
1681 166 G.S. Carbide high performance reamers Carbide HR 500 GD
1682 166 G.S. Cermet high performance reamers Cermet tipped HR 500 GS
1683 166 G.S. Cermet high performance reamers Cermet tipped HR 500 GD
1685 166 G.S. Carbide high performance reamers Solid carbide HR 500 S
1686 166 G.S. Carbide high performance reamers Solid carbide HR 500 D
1689 113 G.S. Locking threaded pins for short clamping holders
1702 121 6539 Ratio drills without oil feed Solid carbide RT 100 F 3xD
1705 103 ~371 Fluteless machine taps for ISO metric threads HSS-E-PM N C
1707 103 ~376 Fluteless machine taps for ISO metric threads HSS-E-PM N C
1708 103 ~376 Fluteless machine taps for ISO metric threads HSS-E-PM N C
1710 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1711 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1712 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1713 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N C
1714 103 ~376 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N C
1715 103 ~371 Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N C
1716 103 ~374 Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N C
1717 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N C
1718 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N C
1719 103 ~376 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N C
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1720 103 ~376 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N C
1721 103 ~371 Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N C
1723 103 ~374 Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N C
1725 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N E
1726 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N E
1727 103 ~376 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N E
1728 103 ~376 Oil feed fluteless taps f. ISO metric threads HSS-E-PM N E
1729 103 ~371 Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N E
1730 103 ~371 Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N E
1731 103 ~374 Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N E
1732 103 ~374 Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N E
1740 103 ~371 Fluteless machine taps for ISO metric fine threads HSS-E-PM N C
1818 118 352 Hand taps for ISO metric threads HSS-E-PM H
1819 118 352 Hand taps for ISO metric threads HSS-E-PM H A
1820 118 352 Hand taps for ISO metric threads HSS-E-PM H D
1837 103 ~371 Machine taps for UNC-threads HSS-E N R40 C(K)
1838 103 ~374 Machine taps for UNF-threads HSS-E N R40 C(K)
1839 103 G.S. Machine combination drill taps for ISO metric threads HSS-E N D
1858 103 371 Oil feed taps for ISO metric threads  Solid carbide H C
1859 103 376 Oil feed taps for ISO metric threads  Solid carbide H C
1860 103 374 Oil feed taps for ISO metric fine threads  Solid carbide H C
1861 103 371 Oil feed taps for ISO metric fine threads  Solid carbide H C
1870 103 371 Machine taps for ISO metric threads HSS-E VA B
1871 103 371 Machine taps for ISO metric threads HSS-E VA AZ B
1872 103 376 Machine taps for ISO metric threads HSS-E VA B
1873 103 374 Machine taps for ISO metric fine threads HSS-E VA B
1874 103 374 Machine taps for ISO metric fine threads HSS-E VA R15 C
1875 103 371 Machine taps for ISO metric threads HSS-E GGT C
1876 103 376 Machine taps for ISO metric threads HSS-E GGT C
1883 103 376 Oil feed taps for ISO metric threads  Solid carbide H C
1890 103 371 Oil feed taps for ISO metric threads  HSS-E GG C
1891 103 371 Oil feed taps for ISO metric threads  HSS-E N R15 C
1892 103 371 Oil feed taps for ISO metric threads  HSS-E VA R40 C
1893 103 371 Oil feed taps for ISO metric threads  HSS-E N R40 C
1894 103 371 Oil feed taps for ISO metric threads  HSS-E H R40 C
1897 103 376 Oil feed taps for ISO metric threads  HSS-E GG C
1898 103 376 Oil feed taps for ISO metric threads  HSS-E N R15 C
1899 103 376 Oil feed taps for ISO metric threads  HSS-E VA R40 C
1901 103 376 Oil feed taps for ISO metric threads  HSS-E H R40 C
1904 103 374 Oil feed taps for ISO metric fine threads  HSS-E GG C
1905 103 374 Oil feed taps for ISO metric fine threads  HSS-E N R15 C
1906 103 374 Oil feed taps for ISO metric fine threads  HSS-E VA R40 C
1907 103 374 Oil feed taps for ISO metric fine threads  HSS-E H R40 C
1914 103 371 Machine taps for ISO metric threads HSS-E H B
1915 103 376 Machine taps for ISO metric threads HSS-E H B
1916 103 371 Machine taps for ISO metric threads HSS-E H R40 C
1917 103 376 Machine taps for ISO metric threads HSS-E H R40 C
1918 103 371 Machine taps for ISO metric threads HSS-E GG C
1919 103 376 Machine taps for ISO metric threads HSS-E GG C
1927 103 ~371 Oil feed fluteless taps f. ISO metric threads Solid carbide N E
1931 103 ~376 Oil feed fluteless taps f. ISO metric threads Solid carbide N C
1941 140 G.S. GF 200 WP GF 200
1942 140 G.S. GF 200 WP GF 200
1946 102 6537K Twist drills with oversize straight shank Solid carbide H
1947 141 G.S. Indexable inserts round Cermet
1970 103 2181 Machine taps for ISO metric fine threads HSS-E N R40 C
1971 103 374 Machine taps for ISO metric fine threads HSS-E N R15 C
1972 103 ~371 Oil feed fluteless taps f. ISO metric threads Solid carbide N C
1977 103 ~371 Machine taps for UNC-threads HSS-E N C
1978 103 ~371 Machine taps for UNC-threads HSS-E N R15 C
1979 103 ~371 Machine taps for UNC-threads HSS-E GG C
1980 103 ~371 Machine taps for UNC-threads HSS-E VA B
1981 103 ~371 Machine taps for UNC-threads HSS-E VA R40 C
1982 103 ~376 Machine taps for UNC-threads HSS-E N C
1983 103 ~376 Machine taps for UNC-threads HSS-E N R15 C
1984 103 ~376 Machine taps for UNC-threads HSS-E GG C
1985 103 ~376 Machine taps for UNC-threads HSS-E VA B
1986 103 ~376 Machine taps for UNC-threads HSS-E VA R40 C
1987 103 ~374 Machine taps for UNF-threads HSS-E N C
1988 103 ~374 Machine taps for UNF-threads HSS-E N R15 C
1989 103 ~374 Machine taps for UNF-threads HSS-E GG C
1990 103 ~374 Machine taps for UNF-threads HSS-E VA B
1991 103 ~374 Machine taps for UNF-threads HSS-E VA R15 C
2008 103 ~374 Fluteless machine taps for ISO metric fine threads HSS-E N C
2012 103 ~371 Fluteless machine taps for ISO metric threads HSS-E N C
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2013 103 ~376 Fluteless machine taps for ISO metric threads HSS-E N C
2047 134 338 Jobber drills HSCO P2000
2048 135 1897 Stub drills HSCO P2000
2049 134 338 Set of jobber drills in case HSCO P2000
2050 135 1897 Set of jobber drills in case HSCO P2000
2086 103 371 Machine taps for ISO metric threads HSS-E VA B
2087 103 376 Machine taps for ISO metric threads HSS-E VA B
2273 103 ~371 Fluteless machine taps for UNC-threads HSS-E N C
2274 103 ~376 Fluteless machine taps for UNC-threads HSS-E N C
2275 103 ~374 Fluteless machine taps for UNF-threads HSS-E N C
2311 103 371 Oil feed taps for ISO metric threads  Solid carbide H C
2424 103 374 Machine taps for ISO metric fine threads HSS-E N R40 C
2425 103 371 Machine taps for ISO metric threads HSS-E N R40 C
2426 103 376 Machine taps for ISO metric threads HSS-E N R40 C
2427 103 371 Machine taps for ISO metric threads HSS-E N B
2428 103 376 Machine taps for ISO metric threads HSS-E N B
2436 103 371 Oil feed taps for ISO metric threads  HSS-E N R15 C
2437 103 376 Oil feed taps for ISO metric threads  HSS-E N R15 C
2438 103 371 Oil feed taps for ISO metric threads  HSS-E N R40 C
2439 103 376 Oil feed taps for ISO metric threads  HSS-E N R40 C
2440 103 371 Machine taps for ISO metric threads HSS-E N R40 C
2441 103 376 Machine taps for ISO metric threads HSS-E N R40 C
2442 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E N C
2443 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E N C
2444 103 ~376 Oil feed fluteless taps f. ISO metric threads HSS-E N C
2445 103 ~376 Oil feed fluteless taps f. ISO metric threads HSS-E N C
2446 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E N C
2447 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E N C
2448 103 ~376 Oil feed fluteless taps f. ISO metric threads HSS-E N C
2456 135 338 Jobber drills HSS N
2457 137 338 Jobber drills HSS GT 100
2458 135 338 Jobber drills HSCO Ti
2459 137 338 Jobber drills HSCO GT 100
2460 133 1897 Stub drills HSS N
2461 135 1897 Stub drills HSCO GV 120
2462 137 340 Long series twist drills HSS GT 100
2463 102 6539 Stub drills Solid carbide N
2464 102 G.S. Jobber drills Solid carbide N
2465 103 371 Machine taps for ISO metric threads HSS-E H B
2468 121 6537K Ratio drills with oil feed Solid carbide RT 100 F 3xD
2469 121 6537K Ratio drills with oil feed Solid carbide RT 100 U 3xD
2470 121 6537L Ratio drills with oil feed Solid carbide RT 100 F 5xD
2471 121 6537L Ratio drills with oil feed Solid carbide RT 100 U 5xD
2472 121 6537K Ratio drills without oil feed Solid carbide RT 100 U 3xD
2473 121 6539 Ratio drills without oil feed Solid carbide RT 100 U 3xD
2474 121 G.S. Ratio drills without oil feed Solid carbide RT 100 U 5xD
2475 121 6537K Ratio drills without oil feed Solid carbide RT 100 F 3xD
2477 121 6537K Ratio drills with oil feed Solid carbide RT 100 U 3xD
2478 121 6537L Ratio drills with oil feed Solid carbide RT 100 F 5xD
2479 121 6537L Ratio drills with oil feed Solid carbide RT 100 U 5xD
2480 121 6537K Ratio drills without oil feed Solid carbide RT 100 U 3xD
2485 141 G.S. Interchangeable inserts RT 800 Solid carbide
2498 137 1897 Stub drills HSCO GT 80
2506 103 371 Oil feed taps for ISO metric threads  Solid carbide H C
2510 103 371 Oil feed taps for ISO metric threads  Solid carbide N R15 C
2514 103 371 Oil feed taps for ISO metric threads  HSS-E N R40 C
2515 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E N C
2516 103 371 Oil feed taps for ISO metric threads  Solid carbide N R15 C
2517 103 371 Oil feed taps for ISO metric threads  HSS-E N B
2518 103 ~371 Oil feed fluteless taps f. ISO metric threads Solid carbide N C
2520 141 G.S. Indexable inserts round Solid carbide
2710 103 371 Machine taps for ISO metric threads HSS-E H B
2711 121 G.S. Ratio drills with oil feed Solid carbide RT 100 U 7xD
2712 121 6537L Ratio drills without oil feed Solid carbide RT 100 F 5xD
2713 109 6537L 3-flute Ratio drills Solid carbide FT 200 G 5xD
2717 121 6537L Ratio drills without oil feed Solid carbide RT 100 U 5xD
2719 121 6537L Ratio drills without oil feed Solid carbide RT 100 U 5xD
2747 141 G.S. Interchangeable inserts RT 800 Solid carbide
2790 103 371 Machine taps for ISO metric threads HSS-E N R40 E
2791 103 376 Machine taps for ISO metric threads HSS-E N R40 E
2792 103 374 Machine taps for ISO metric fine threads HSS-E N R40 E
2838 103 374 Machine taps for ISO metric fine threads HSS-E N R15 C
2839 103 ~371 Machine taps for UNC-threads HSS-E N R15 C
2840 103 ~376 Machine taps for UNC-threads HSS-E N R15 C
2841 103 ~374 Machine taps for UNF-threads HSS-E N R15 C
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2842 103 5156 Machine taps for BSP-threads HSS-E N R15 C
2843 103 374 Machine taps for ISO metric fine threads HSS-E N R40 C
2844 103 ~371 Machine taps for UNC-threads HSS-E N R40 C
2845 103 ~376 Machine taps for UNC-threads HSS-E N R40 C
2846 103 ~374 Machine taps for UNF-threads HSS-E N R40 C
2847 103 ~371 Machine taps for BSW-threads HSS-E N R40 C
2848 103 ~376 Machine taps for BSW-threads HSS-E N R40 C
2849 103 5156 Machine taps for BSP-threads HSS-E N R40 C
2850 103 371 Machine taps for ISO metric threads HSS-E H R40 C
2851 103 376 Machine taps for ISO metric threads HSS-E H R40 C
2852 103 374 Machine taps for ISO metric fine threads HSS-E H R40 C
2853 103 374 Machine taps for ISO metric fine threads HSS-E N R40 C
2854 103 ~371 Machine taps for UNC-threads HSS-E N R40 C
2855 103 ~371 Machine taps for UNC-threads HSS-E N R40 C
2856 103 ~376 Machine taps for UNC-threads HSS-E N R40 C
2857 103 ~376 Machine taps for UNC-threads HSS-E N R40 C
2858 103 ~374 Machine taps for UNF-threads HSS-E N R40 C
2859 103 ~374 Machine taps for UNF-threads HSS-E N R40 C
2860 103 5156 Machine taps for BSP-threads HSS-E N R40 C
2861 103 5156 Machine taps for BSP-threads HSS-E N R40 C
2862 103 371 Machine taps for ISO metric threads HSS-E VA R40 C
2863 103 376 Machine taps for ISO metric threads HSS-E VA R40 C
2864 103 374 Machine taps for ISO metric fine threads HSS-E VA R40 C
2865 103 ~371 Machine taps for UNC-threads HSS-E VA R40 C
2866 103 ~376 Machine taps for UNC-threads HSS-E VA R40 C
2867 103 ~374 Machine taps for UNF-threads HSS-E VA R40 C
2868 103 ~374 Machine taps for UNF-threads HSS-E VA R40 C
2869 103 371 Machine taps for ISO metric threads HSS-E VA B
2870 103 376 Machine taps for ISO metric threads HSS-E VA B
2871 103 374 Machine taps for ISO metric fine threads HSS-E VA B
2872 103 ~371 Machine taps for UNC-threads HSS-E VA B
2873 103 ~376 Machine taps for UNC-threads HSS-E VA B
2874 103 ~374 Machine taps for UNF-threads HSS-E VA B
2875 103 5156 Machine taps for BSP-threads HSS-E VA B
2876 103 371 Machine taps for ISO metric threads HSS-E N B
2877 103 376 Machine taps for ISO metric threads HSS-E N B
2878 103 374 Machine taps for ISO metric fine threads HSS-E N B
2879 103 374 Machine taps for ISO metric fine threads HSS-E N B
2880 103 ~371 Machine taps for UNC-threads HSS-E N B
2881 103 ~371 Machine taps for UNC-threads HSS-E N B
2883 103 ~376 Machine taps for UNC-threads HSS-E N B
2884 103 ~374 Machine taps for UNF-threads HSS-E N B
2885 103 ~374 Machine taps for UNF-threads HSS-E N B
2886 103 5156 Machine taps for BSP-threads HSS-E N B
2887 103 5156 Machine taps for BSP-threads HSS-E N B
2888 103 374 Machine taps for ISO metric fine threads HSS-E N B
2889 103 ~371 Machine taps for UNC-threads HSS-E N B
2890 103 ~376 Machine taps for UNC-threads HSS-E N B
2891 103 ~374 Machine taps for UNF-threads HSS-E N B
2892 103 ~371 Machine taps for BSW-threads HSS-E N B
2893 103 ~376 Machine taps for BSW-threads HSS-E N B
2894 103 5156 Machine taps for BSP-threads HSS-E N B
2895 103 376 Machine taps for ISO metric threads HSS-E VA R15 C
2896 103 371 Machine taps for ISO metric threads HSS-E VA R15 C
2897 103 374 Machine taps for ISO metric fine threads HSS-E VA R15 C
2898 103 ~374 Machine taps for UNF-threads HSS-E VA R15 C
2899 103 376 Oil feed taps for ISO metric threads  HSS-E N AZ E
2901 103 371/376 Machine taps for ISO metric threads HSS-E-PM Ti B
2903 103 371 Machine taps for ISO metric fine threads HSS-E-PM Ti B
2905 103 ~371 Machine taps for UNC-threads HSS-E-PM Ti B
2907 103 ~371 Machine taps for UNF-threads HSS-E-PM Ti B
2909 103 371/376 Machine taps for ISO metric threads HSS-E-PM Ti R15 C
2910 103 371 Machine taps for ISO metric fine threads HSS-E-PM Ti R15 C
2912 103 ~371/~376 Machine taps for UNC-threads HSS-E-PM Ti R15 C
2914 103 ~371/~374 Machine taps for UNF-threads HSS-E-PM Ti R15 C
2916 103 371/376 Machine taps for ISO metric threads HSS-E-PM Ni B
2917 103 371 Machine taps for ISO metric fine threads HSS-E-PM Ni B
2918 103 ~371 Machine taps for UNC-threads HSS-E-PM Ni B
2919 103 ~371 Machine taps for UNF-threads HSS-E-PM Ni B
2920 103 371/376 Machine taps for ISO metric threads HSS-E-PM Ni R10 C
2921 103 371 Machine taps for ISO metric fine threads HSS-E-PM Ni R10 C
2922 103 ~371/~376 Machine taps for UNC-threads HSS-E-PM Ni R10 C
2923 103 ~371/~374 Machine taps for UNF-threads HSS-E-PM Ni R10 C
2940 103 374 Machine taps for ISO metric fine threads HSS-E H R40 C
2941 103 371 Machine taps for ISO metric threads HSS-E H B
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2942 103 376 Machine taps for ISO metric threads HSS-E H B
2943 103 374 Machine taps for ISO metric fine threads HSS-E H B
2944 103 ~371 Machine taps for ISO metric threads Solid carbide H D
2982 103 374 Machine taps for ISO metric fine threads HSS-E H B
2983 103 374 Machine taps for ISO metric fine threads HSS-E H B
2984 103 371 Machine taps for ISO metric threads HSS-E H R40 C
2985 103 371 Machine taps for ISO metric threads HSS-E H R40 C
2986 103 371 Machine taps for ISO metric threads HSS-E H R40 C
2987 103 374 Machine taps for ISO metric fine threads HSS-E H R40 C
2988 103 374 Machine taps for ISO metric fine threads HSS-E H R40 C
2989 103 374 Machine taps for ISO metric fine threads HSS-E H R40 C
2990 103 371 Machine taps for ISO metric threads HSS-E N B
2991 103 371 Machine taps for ISO metric threads HSS-E N B
2992 103 374 Machine taps for ISO metric fine threads HSS-E N B
2993 103 374 Machine taps for ISO metric fine threads HSS-E N B
2994 103 371 Machine taps for ISO metric threads HSS-E N R40 C
2995 103 371 Machine taps for ISO metric threads HSS-E N R40 C
2996 121 6537L Ratio drills without oil feed Solid carbide RT 100 U 5xD
2997 135 338 Jobber drills HSCO N
2998 103 374 Machine taps for ISO metric fine threads HSS-E N R40 C
2999 103 374 Machine taps for ISO metric fine threads HSS-E N R40 C
3011 117 G.S. XL slot drills (2-fluted) Solid carbide N
3012 117 G.S. XL end mills (4-fluted) Solid carbide N
3014 117 G.S. XL ball nose slot drills (2-fluted) Solid carbide N
3015 117 G.S. XL ball nose end mills (4-fluted) Solid carbide N
3016 110 G.S. HSC face milling cutters PCD-tipped PF 100 G
3021 117 G.S. XL slot drills (2-fluted) Solid carbide N
3023 117 G.S. XL end mills (4-fluted) Solid carbide N
3024 117 6527L Ball nose slot drills (2-fluted) Solid carbide N
3026 117 6527L Ball nose end mills (4-fluted) Solid carbide N
3030 117 G.S. XL ball nose slot drills (2-fluted) Solid carbide N
3043 117 G.S. XL ball nose end mills (4-fluted) Solid carbide N
3044 106 G.S. GF 200 B - ball nose pr. cutters Solid carbide N
3045 106 G.S. GF 200 B - ball nose pr. cutters Solid carbide N
3047 106 ~6527L GH 100 U - multi-tooth end mills Solid carbide NH
3049 117 6527L Ball nose slot drills (2-fluted) Solid carbide N
3050 117 6527L Ball nose end mills (4-fluted) Solid carbide N
3059 117 6527L Al slot drills (2-fluted) Solid carbide W
3077 106 G.S. RF 100 A Solid carbide W
3078 106 G.S. RF 100 F Solid carbide NH
3079 106 G.S. RF 100 U Solid carbide N
3080 106 G.S. RF 100 VA Solid carbide N
3081 106 G.S. RF 100 VA/NF Solid carbide NF
3082 106 G.S. Rf 100 U/HF Solid carbide HF
3086 106 G.S. GH 100 U - slot drills (3-fluted) Solid carbide NH
3087 106 G.S. Slot drills (2-fluted) Solid carbide N
3088 106 G.S. Slot drills (2-fluted) Solid carbide N
3089 106 G.S. End mills (4-fluted) Solid carbide N
3090 106 G.S. End mills (4-fluted) Solid carbide N
3091 106 G.S. GH 100 U - multifluted end mills Solid carbide NH
3092 106 G.S. Slot drills (2-fluted) Solid carbide N
3093 106 G.S. End mills (4-fluted) Solid carbide N
3097 106 G.S. RS 100 U Solid carbide NF
3098 106 G.S. RS 100 F Solid carbide NF
3099 106 G.S. RF 100 U Solid carbide N
3100 106 G.S. RF 100 U Solid carbide N
3101 106 G.S. GF 300 B - ball nose hard profile cutters Solid carbide H
3106 117 6527L Slot drills with corner radius (2-fluted) Solid carbide N
3111 117 6527L End mills with corner radius (4-fluted) Solid carbide N
3113 106 G.S. RF 100 U Solid carbide N
3114 106 G.S. RF 100 U Solid carbide N
3115 106 G.S. RF 100 S/F (6-fluted) Solid carbide NH
3117 112 845K Morse taper end mills HSCO NR
3118 112 845K Morse taper end mills HSCO NF
3120 112 845L Morse taper end mills HSCO N
3121 112 845L Morse taper end mills HSCO NR
3126 117 6527K Al slot drills (2-fluted) Solid carbide W
3127 117 6527L GS 100 A - roughing end mills with coarse teeth Solid carbide WR
3130 112 2328K End mills with international taper HSCO N
3131 112 2328K End mills with international taper HSCO NR
3133 112 2328L End mills with international taper HSCO N
3134 112 2328L End mills with international taper HSCO NR
3142 112 G.S. Mini-End Mill (3-fluted) M42 N
3143 112 G.S. Mini-End Mill (3-fluted) M42 N
3144 112 G.S. Mini-End Mill (3-fluted) M42 N
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3145 112 G.S. Mini-End Mill (3-fluted) M42 N
3146 106 G.S. Slot drills (2-fluted) Solid carbide N
3147 106 G.S. Slot drills (2-fluted) Solid carbide N
3148 106 G.S. Slot drills (2-fluted) Solid carbide N
3149 106 G.S. Slot drills (2-fluted) Solid carbide N
3150 106 G.S. End mills (4-fluted) Solid carbide N
3151 106 G.S. XL end mills (4-fluted) Solid carbide N
3152 106 G.S. End mills (4-fluted) Solid carbide N
3153 106 G.S. End mills (4-fluted) Solid carbide N
3154 117 6527L Slot drills (2-fluted) Solid carbide N
3155 106 G.S. XL end mills (4-fluted) Solid carbide N
3156 106 G.S. End mills (4-fluted) Solid carbide N
3157 106 G.S. Ball nose slot drills (2-fluted) Solid carbide N
3158 106 G.S. Ball nose slot drills (2-fluted) Solid carbide N
3159 106 G.S. Ball nose slot drills (2-fluted) Solid carbide N
3160 106 G.S. Ball nose slot drills (2-fluted) Solid carbide N
3161 106 G.S. Ball nose end mills (4-fluted) Solid carbide N
3162 106 G.S. XL ball nose end mills (4-fluted) Solid carbide N
3164 106 G.S. Ball nose end mills (4-fluted) Solid carbide N
3165 106 G.S. Ball nose end mills (4-fluted) Solid carbide N
3166 106 G.S. XL ball nose end mills (4-fluted) Solid carbide N
3167 106 G.S. Ball nose end mills (4-fluted) Solid carbide N
3168 106 G.S. Slot drills (3-fluted) Solid carbide N
3169 106 G.S. XL slot drills (3-fluted) Solid carbide N
3170 106 G.S. Slot drills (3-fluted) Solid carbide N
3171 106 G.S. XL slot drills (3-fluted) Solid carbide N
3172 106 G.S. GH 100 U - slot drills (3-fluted) Solid carbide NH
3173 106 G.S. GH 100 U - slot drills (3-fluted) Solid carbide NH
3174 106 G.S. Al slot drills (2-fluted) Solid carbide W
3175 106 G.S. Al slot drills (2-fluted) Solid carbide W
3176 112 6518 Corner rounding cutters HSCO N B
3177 106 G.S. GA 200 A - slot drills (3-fluted) Solid carbide W
3178 106 G.S. GH 100 U - multifluted end mills Solid carbide NH
3179 106 G.S. GH 100 U - multifluted end mills Solid carbide NH
3180 106 G.S. GH 100 U - multifluted end mills Solid carbide NH
3181 106 G.S. GH 100 U - multifluted end mills Solid carbide NH
3182 106 G.S. GH 100 H - hard multi-t. end mills Solid carbide H
3183 106 G.S. GH 100 H - hard multi-t. end mills Solid carbide H
3184 106 G.S. GS 100 A - roughing end mills with coarse teeth Solid carbide WR
3185 112 1880 Shell end mills M42 NR
3186 106 G.S. GS 100 U - rough. cutter, fine tooth Solid carbide NRf
3187 112 1880 Shell end mills M42 NF
3188 106 G.S. GS 100 U - rough. cutter, fine tooth Solid carbide NRf
3189 106 G.S. GS 100 H - rough. cutter, fine tooth Solid carbide HR
3190 106 G.S. GS 100 H - rough. cutter, fine tooth Solid carbide HR
3191 106 G.S. GF 300 B - ball nose hard profile cutters Solid carbide H
3192 106 G.S. GF 300 T - hard profile cutters with Torus form Solid carbide H
3193 106 6527K GH 100 U - slot drills (3-fluted) Solid carbide NH
3194 117 6527K Slot drills (2-fluted) Solid carbide N
3195 117 6527L Slot drills (2-fluted) Solid carbide N
3196 106 6527L GH 100 U - slot drills (3-fluted) Solid carbide NH
3197 117 6527L End mills (4-fluted) Solid carbide N
3198 117 6527K End mills (4-fluted) Solid carbide N
3200 106 6527K RF 100 U Solid carbide N
3201 106 6527L RF 100 U Solid carbide N
3202 106 6527L RF 100 A Solid carbide W
3203 106 6528 GH 100 U - slot drills (3-fluted) Solid carbide NH
3204 117 6527L GS 100 U - roughing end mills with fine teeth Solid carbide NRf
3208 106 6527L RF 100 U Solid carbide N
3209 106 G.S. RF 100 U Solid carbide N
3212 117 G.S. Slot drills (2-fluted) Solid carbide N
3220 117 G.S. Slot drills (3-fluted) Solid carbide N
3257 117 G.S. End mills (4-fluted) Solid carbide N
3294 117 6527K Slot drills (2-fluted) Solid carbide N
3295 117 6527L Slot drills (2-fluted) Solid carbide N
3296 117 6527K Slot drills (3-fluted) Solid carbide N
3297 117 6527L Slot drills (3-fluted) Solid carbide N
3298 117 6527K End mills (4-fluted) Solid carbide N
3299 117 6527L End mills (4-fluted) Solid carbide N
3303 117 6528 Slot drills (2-fluted) Solid carbide N
3304 117 6528 End mills (4-fluted) Solid carbide N
3306 117 6528 Ball nose end mills (4-fluted) Solid carbide N
3307 117 6528 Slot drills (3-fluted) Solid carbide N
3308 117 6527L Ball nose slot drills (2-fluted) Solid carbide N
3309 117 6527L Al slot drills (2-fluted) Solid carbide W
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3310 117 6527K Al slot drills (2-fluted) Solid carbide W
3311 106 ~6527L GH 100 U - multi-tooth end mills Solid carbide NH
3312 106 G.S. GH 100 U - multi-tooth end mills Solid carbide NH
3313 106 G.S. GH 100 U - multi-tooth end mills Solid carbide NH
3314 117 G.S. XL slot drills (3-fluted) Solid carbide N
3319 106 6527L RF 100 A Solid carbide W
3322 112 844K GS 40 - roughing end mills HSS-E-PM NRf
3340 112 844K GS 40 - roughing end mills HSS-E-PM NRf
3342 112 844L Roughing/finishing end mills M42 NF
3343 112 844K Roughing/finishing end mills M42 NF
3346 112 844K Roughing end mills M42 NR
3347 112 844L Roughing end mills M42 NR
3358 117 G.S. XL Al slot drills (2-fluted) Solid carbide W
3359 106 G.S. GF 300 B - ball nose hard profile cutters Solid carbide H
3360 106 G.S. GF 300 B - ball nose hard profile cutters Solid carbide H
3361 106 G.S. GF 300 T - hard profile cutters with Torus form Solid carbide H
3362 106 G.S. GF 300 T - hard profile cutters with Torus form Solid carbide H
3363 106 G.S. GH 100 H - hard multi-tooth end mills with corner radius Solid carbide H
3364 106 6527L GS 100 A - roughing end mills with coarse teeth Solid carbide WR
3365 106 6527L GS 100 U - roughing end mills with fine teeth Solid carbide NRf
3366 106 6527L RF 100 F Solid carbide NH
3367 106 ~6527L GA 200 A - slot drills (3-fluted) Solid carbide W
3396 117 G.S. Chamfering milling cutters 90° Solid carbide
3428 112 844K End mills M42 N
3429 112 844K RF 40 - Ratio end mills HSS-E-PM N
3431 112 844L End mills M42 N
3432 112 844L RF 40 - Ratio end mills HSS-E-PM N
3433 112 G.S. End mills M42 N
3440 112 845K Morse taper end mills HSCO N
3451 112 327 Slot drills (2-fluted) M42 N D
3452 112 844K Slot drills (2-fluted) M42 N
3453 112 844L Slot drills (2-fluted) M42 N
3458 112 327 Slot drills (3-fluted) M42 N D
3459 112 844K Slot drills (3-fluted) M42 N
3460 112 844L Slot drills (3-fluted) M42 N
3466 112 327 Ball nose slot drills (2-fluted) M42 N D
3467 112 G.S. Ball nose slot drills (2-fluted) M42 N
3468 106 ~6527L RF 100 A/WF Solid carbide Type WF
3469 106 ~6527L RF 100 A/WF Solid carbide Type WF
3470 106 G.S. RF 100 A/WF Solid carbide Type WF
3471 106 G.S. RF 100 A/WF Solid carbide Type WF
3472 106 G.S. RF 100 A (3-fluted) Solid carbide W
3473 106 G.S. RF 100 A (3-fluted) Solid carbide W
3498 106 6527L RF 100 Ti Solid carbide N
3499 106 6527L RF 100 Ti Solid carbide N
3504 112 1880 Shell end mills M42 N
3507 106 6527L Rf 100 U/HF Solid carbide HF
3508 106 6527L Rf 100 U/HF Solid carbide HF
3509 106 G.S. Rf 100 U/HF Solid carbide HF
3510 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMC SP 1,5xD
3511 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMC SP 2xD
3512 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide TMC SP 1,5xD
3513 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide TMC SP 2xD
3514 108 G.S. Thread milling cutters for BSP-threads Solid carbide TMC SP 1,5xD
3515 108 G.S. Thread milling cutters for BSP-threads Solid carbide TMC SP 2xD
3516 108 G.S. Thread milling cutters for UNC-threads Solid carbide TMC SP 1,5xD
3517 108 G.S. Thread milling cutters for UNC-threads Solid carbide TMC SP 2xD
3518 108 G.S. Thread milling cutters for UNF-threads Solid carbide TMC SP 1,5xD
3519 108 G.S. Thread milling cutters for UNF-threads Solid carbide TMC SP 2xD
3520 108 G.S. Thread milling cutters for NPT-threads Solid carbide TMC SP
3521 108 G.S. Thread milling cutters for NPTF-threads Solid carbide TMC SP
3522 106 G.S. Rf 100 U/HF Solid carbide HF
3523 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMU SP
3524 108 G.S. Thread milling cutters for BSP-threads Solid carbide TMU SP
3525 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMC SP 1,5xD
3526 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMC SP 2xD
3527 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide TMC SP 1,5xD
3528 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide TMC SP 2xD
3529 108 G.S. Thread milling cutters for BSP-threads Solid carbide TMC SP 1,5xD
3530 112 885 Side and face cutters HSCO N
3533 108 G.S. Thread milling cutters for BSP-threads Solid carbide TMC SP 2xD
3534 108 G.S. Thread milling cutters for UNC-threads Solid carbide TMC SP 1,5xD
3535 108 G.S. Thread milling cutters for UNC-threads Solid carbide TMC SP 2xD
3536 108 G.S. Thread milling cutters for UNF-threads Solid carbide TMC SP 1,5xD
3537 108 G.S. Thread milling cutters for UNF-threads Solid carbide TMC SP 2xD
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3538 108 G.S. Thread milling cutters for NPT-threads Solid carbide TMC SP
3539 108 G.S. Thread milling cutters for NPTF-threads Solid carbide TMC SP
3540 106 6527K GH 100 U - slot drills (3-fluted) Solid carbide NH
3541 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMU SP
3542 108 G.S. Thread milling cutters for BSP-threads Solid carbide TMU SP
3543 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMC SP 1,5xD
3544 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMC SP 2xD
3545 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide TMC SP 1,5xD
3546 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide TMC SP 2xD
3547 108 G.S. Thread milling cutters for BSP-threads Solid carbide TMC SP 1,5xD
3548 108 G.S. Thread milling cutters for BSP-threads Solid carbide TMC SP 2xD
3550 108 G.S. Thread milling cutters for UNC-threads Solid carbide TMC SP 2xD
3551 108 G.S. Thread milling cutters for UNF-threads Solid carbide TMC SP 1,5xD
3552 108 G.S. Thread milling cutters for UNF-threads Solid carbide TMC SP 2xD
3553 108 G.S. Thread milling cutters for NPT-threads Solid carbide TMC SP
3554 108 G.S. Thread milling cutters for NPTF-threads Solid carbide TMC SP
3555 117 6527K Slot drills (3-fluted) Solid carbide N
3556 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMU SP
3557 108 G.S. Thread milling cutters for BSP-threads Solid carbide TMU SP
3558 117 6527K Slot drills (3-fluted) Solid carbide N
3559 117 6527L Slot drills (3-fluted) Solid carbide N
3560 117 6527L Slot drills (3-fluted) Solid carbide N
3561 117 6527L Slot drills with corner radius (2-fluted) Solid carbide N
3562 117 6527L End mills with corner radius (4-fluted) Solid carbide N
3563 106 ~6527L GH 100 U - multi-tooth end mills with corner radius Solid carbide NH
3570 112 851 T-slot end mills HSCO N A/B
3572 112 1833 Dovetail cutters HSCO H C
3574 112 1833 Dovetail cutters HSCO H C
3576 112 1833 Dovetail cutters HSCO H D
3577 112 1833 Dovetail cutters HSCO H D
3579 112 850 Woodruff cutters HSCO H C
3580 112 850 Woodruff cutters HSCO N D
3595 108 G.S. Thread milling cutters for UN-threads Solid carbide TMU UN
3596 108 G.S. Thread milling cutters for UN-threads Solid carbide TMU UN
3597 108 G.S. Thread milling cutters for UN-threads Solid carbide TMU UN
3598 106 G.S. Rf 100 U/HF Solid carbide HF
3600 106 G.S. Rf 100 U/HF Solid carbide HF
3627 106 G.S. RF 100 U Solid carbide N
3629 106 6527L RF 100 F Solid carbide NH
3630 106 6527L RF 100 F Solid carbide NH
3631 106 ~6527L RF 100 S/F (6-fluted) Solid carbide NH
3632 106 ~6527L RF 100 S/F (6-fluted) Solid carbide NH
3633 117 6527K Slot drills (2-fluted) Solid carbide N
3634 117 6527K Slot drills (2-fluted) Solid carbide N
3635 117 6527L Slot drills (2-fluted) Solid carbide N
3636 106 6527L GH 100 U - slot drills (3-fluted) Solid carbide NH
3637 117 6527K End mills (4-fluted) Solid carbide N
3649 117 6527L End mills (4-fluted) Solid carbide N
3650 112 844L Roughing end mills M42 NR
3651 112 327 Slot drills (3-fluted) M42 N D
3654 112 1880 Shell end mills M42 N
3660 112 844K GS 40 - roughing end mills HSS-E-PM NRf
3663 112 327 Slot drills (2-fluted) M42 N D
3664 112 844K Slot drills (3-fluted) M42 N
3668 112 844K GS 40 - roughing end mills HSS-E-PM NRf
3669 112 844K Roughing/finishing end mills M42 NF
3670 112 844K End mills M42 N
3676 117 6528 Slot drills (2-fluted) Solid carbide N
3677 117 6528 Slot drills (3-fluted) Solid carbide N
3678 117 6528 End mills (4-fluted) Solid carbide N
3679 117 6527L Ball nose slot drills (2-fluted) Solid carbide N
3680 117 G.S. XL slot drills (3-fluted) Solid carbide N
3682 117 6527L GS 100 H - roughing end mills with fine teeth Solid carbide HR
3684 117 G.S. Mini slot drills (3-fluted) Solid carbide N
3686 106 G.S. GH 100 U - mini-slot drills (3-fl.) Solid carbide NH
3689 106 ~6527L GH 100 U - multi-tooth end mills Solid carbide NH
3690 112 844K Roughing end mills M42 NR
3691 106 G.S. GH 100 U - multi-tooth end mills Solid carbide NH
3692 112 844L End mills M42 N
3693 106 G.S. GH 100 U - multi-tooth end mills Solid carbide NH
3694 112 844K Slot drills (2-fluted) M42 N
3695 112 844L Slot drills (2-fluted) M42 N
3696 106 6527L RF 100 VA/NF Solid carbide NF
3698 112 844L Roughing/finishing end mills M42 NF
3703 112 327 Ball nose slot drills (2-fluted) M42 N D
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3704 112 G.S. Ball nose slot drills (2-fluted) M42 N
3705 112 844K RF 40 - Ratio end mills HSS-E-PM N
3706 112 844L RF 40 - Ratio end mills HSS-E-PM N
3709 117 G.S. Slot drills (2-fluted) Solid carbide N
3711 117 G.S. Slot drills (3-fluted) Solid carbide N
3713 117 G.S. End mills (4-fluted) Solid carbide N
3715 106 ~6527L GH 100 H - hard multi-t. end mills Solid carbide H
3716 106 G.S. GH 100 H - hard multi-t. end mills Solid carbide H
3718 106 6527L RF 100 VA/NF Solid carbide NF
3719 117 6527K Slot drills (3-fluted) Solid carbide N
3720 117 6527L Slot drills (3-fluted) Solid carbide N
3721 117 6527K End mills (4-fluted) Solid carbide N
3722 117 6527L End mills (4-fluted) Solid carbide N
3723 117 6527L GS 100 U - roughing end mills with fine teeth Solid carbide NRf
3727 117 6528 Ball nose end mills (4-fluted) Solid carbide N
3729 106 6527K GH 100 U - slot drills (3-fluted) Solid carbide NH
3730 106 6527L GH 100 U - slot drills (3-fluted) Solid carbide NH
3731 106 6527K RF 100 U Solid carbide N
3732 106 6527L RF 100 U Solid carbide N
3733 106 G.S. RF 100 VA/NF Solid carbide NF
3734 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TM SP 2xD
3735 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TM SP 2,5xD
3736 106 6527L RF 100 U Solid carbide N
3737 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TM SP 2xD
3740 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TM SP 2,5xD
3741 106 6528 GH 100 U - slot drills (3-fluted) Solid carbide NH
3743 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TM SP 2xD
3744 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TM SP 2,5xD
3745 108 G.S. Thread milling cutters for BSP-threads Solid carbide TM SP 2xD
3746 108 G.S. Thread milling cutters for BSP-threads Solid carbide TM SP 2,5xD
3748 108 G.S. Thread milling cutters for BSP-threads Solid carbide TM SP 2xD
3749 112 1880 Shell end mills HSCO NR
3750 108 G.S. Thread milling cutters for BSP-threads Solid carbide TM SP 2,5xD
3751 108 G.S. Thread milling cutters for BSP-threads Solid carbide TM SP 2xD
3752 108 G.S. Thread milling cutters for BSP-threads Solid carbide TM SP 2,5xD
3753 108 G.S. Thread milling cutters for NPT-threads Solid carbide TM SP
3754 108 G.S. Thread milling cutters for NPT-threads Solid carbide TM SP
3755 108 G.S. Thread milling cutters for NPT-threads Solid carbide TM SP
3756 108 G.S. Thread milling cutters for NPTF-threads Solid carbide TM SP
3757 108 G.S. Thread milling cutters for NPTF-threads Solid carbide TM SP
3758 108 G.S. Thread milling cutters for NPTF-threads Solid carbide TM SP
3759 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMC SP 2,5xD
3760 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMC SP 2,5xD
3761 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMC SP 2,5xD
3762 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide TMC SP 2,5xD
3763 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide TMC SP 2,5xD
3764 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide TMC SP 2,5xD
3765 108 G.S. Thread milling cutters for BSP-threads Solid carbide TMC SP 2,5xD
3768 108 G.S. Thread milling cutters for NPT-threads Solid carbide TMU SP
3769 108 G.S. Thread milling cutters for NPT-threads Solid carbide TMU SP
3770 108 G.S. Thread milling cutters for NPT-threads Solid carbide TMU SP
3772 108 G.S. Thread milling cutters for NPTF-threads Solid carbide TMU SP
3773 108 G.S. Thread milling cutters for NPTF-threads Solid carbide TMU SP
3774 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 1,5xD
3775 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 1,5xD
3776 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 1,5xD
3777 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 1,5xD
3778 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 2xD
3779 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 2xD
3780 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 2xD
3781 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 2xD
3782 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 2,5xD
3783 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 2,5xD
3784 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 2,5xD
3785 108 G.S. Thread milling cutters for ISO metric threads Solid carbide DTMC SP 2,5xD
3787 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide DTMC SP 1,5xD
3788 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide DTMC SP 1,5xD
3789 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide DTMC SP 1,5xD
3790 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide DTMC SP 2xD
3791 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide DTMC SP 2xD
3792 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide DTMC SP 2xD
3793 108 G.S. Thread milling cutters for ISO metric fine threads Solid carbide DTMC SP 2xD
3800 106 6527L RF 100 VA Solid carbide N
3803 106 6527L RF 100 VA Solid carbide N
3804 106 6527K RF 100 VA Solid carbide N
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3805 106 6527K RF 100 VA Solid carbide N
3806 106 G.S. RF 100 VA Solid carbide N
3807 106 G.S. RF 100 VA Solid carbide N
3836 112 844L Slot drills (3-fluted) M42 N
3837 106 G.S. RF 100 U Solid carbide N
3838 106 G.S. RF 100 U Solid carbide N
3839 106 G.S. RF 100 U Solid carbide N
3848 106 G.S. GF 500 B - HSC-ball nose profile cutters Solid carbide N
3849 106 G.S. GF 500 B - HSC-ball nose profile cutters Solid carbide N
3853 106 G.S. GF 500 B - HSC-ball nose profile cutters Solid carbide N
3854 106 G.S. GF 500 B - HSC-ball nose profile cutters Solid carbide N
3855 106 G.S. GF 500 B - HSC-ball nose profile cutters Solid carbide N
3856 106 G.S. GF 500 T - HSC-profile cutters with Torus form Solid carbide N
3859 106 G.S. GF 500 T - HSC-profile cutters with Torus form Solid carbide N
3860 106 G.S. GF 500 T - HSC-profile cutters with Torus form Solid carbide N
3863 106 G.S. GF 500 T - HSC-profile cutters with Torus form Solid carbide N
3865 106 G.S. GF 500 T - HSC-profile cutters with Torus form Solid carbide N
3866 106 G.S. GF 500 B - HSC-ball nose profile cutters Solid carbide N
3871 106 G.S. RF 100 U Solid carbide N
3872 106 6527L RF 100 U Solid carbide N
3873 106 6527L RF 100 U Solid carbide N
3876 106 G.S. RF 100 Ti Solid carbide N
3885 106 G.S. RF 100 VA/NF Solid carbide NF
3887 106 6527L RS 100 U Solid carbide NF
3888 106 6527L RS 100 U Solid carbide NF
3889 106 6527L RS 100 F Solid carbide NF
3890 106 6527L RS 100 F Solid carbide NF
3891 106 ~6527L RF 100 U (3-fluted) Solid carbide N
3892 106 ~6527L RF 100 U (3-fluted) Solid carbide N
3893 106 ~6527L RF 100 U (3-fluted) Solid carbide N
3894 106 ~6527L RF 100 U (3-fluted) Solid carbide N
3895 106 6527L RF 100 H Solid carbide H
3896 106 6527L RF 100 H Solid carbide H
3897 106 G.S. RF 100 S/F (5-fluted) Solid carbide NH
3898 106 G.S. RF 100 S/F (5-fluted) Solid carbide NH
3899 102 G.S. Micro-precision drills without oil feed Solid carbide N
4007 113 G.S. Adjusters GKV GKV
4044 121 G.S. Ratio drills with oil feed Solid carbide RT 100 U 7xD
4045 121 G.S. Ratio drills with oil feed Solid carbide RT 100 U 7xD
4058 113 G.S. Adjustment screws for short clamping holders
4059 113 G.S. Clamping screws for short clamping holders
4060 113 G.S. Threaded pins for short clamping holders
4071 140 G.S. Clamping screws HT 800
4072 140 G.S. Attachments for chamfer collars
4080 113 G.S. Short clamping holders 15° KV 400
4081 113 G.S. Short clamping holders 30° KV 400
4082 113 G.S. Short clamping holders 45° KV 400
4083 113 G.S. Short clamping holders 60° KV 400
4084 113 G.S. Short clamping holders 75° KV 400
4085 113 G.S. Short clamping holders 90° KV 400
4086 113 G.S. Short clamping holders for special indexable inserts KV 400
4088 113 G.S. Short clamping holders 15° KV 400
4089 113 G.S. Short clamping holders 30° KV 400
4090 113 G.S. Short clamping holders 45° KV 400
4091 113 G.S. Short clamping holders 60° KV 400
4092 113 G.S. Short clamping holders 75° KV 400
4093 113 G.S. Short clamping holders 90° KV 400
4094 113 G.S. Short clamping holders for special indexable inserts KV 400
4100 120 G.S. De-burring forks Solid carbide EW 100 G
4101 120 G.S. De-burring forks Solid carbide EW 100 G
4104 114 G.S. Serrated lock washer
4105 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 1xD
4106 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 1,5xD
4107 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 3xD
4108 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 5xD
4109 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 7xD
4110 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 10xD
4111 141 G.S. Interchangeable inserts HT 800 Solid carbide
4112 141 G.S. Interchangeable inserts HT 800 Solid carbide
4113 141 G.S. Interchangeable inserts HT 800 Solid carbide
4114 141 G.S. Interchangeable inserts HT 800 Solid carbide
4115 141 G.S. Interchangeable inserts HT 800 Solid carbide
4127 103 G.S. Machine taps for NPTF-threads HSS-E VA R25 C
4132 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TM SP 2xD
4133 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TM SP 2xD
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4134 108 G.S. Thread milling cutters for UNC-threads Solid carbide TM SP 2xD
4135 108 G.S. Thread milling cutters for UNC-threads Solid carbide TM SP 2xD
4136 108 G.S. Thread milling cutters for UNF-threads Solid carbide TM SP 2xD
4137 108 G.S. Thread milling cutters for UNF-threads Solid carbide TM SP 2xD
4138 108 G.S. Thread milling cutters for UNC-threads Solid carbide DTMC SP 2xD
4139 108 G.S. Thread milling cutters for UNC-threads Solid carbide DTMC SP 2xD
4140 108 G.S. Thread milling cutters for UNF-threads Solid carbide DTMC SP 2xD
4141 108 G.S. Thread milling cutters for UNF-threads Solid carbide DTMC SP 2xD
4142 114 G.S. LT 800 basic holder LT 800
4143 103 G.S. Oil feed fluteless taps f. ISO metric threads HSS-E-PM N C
4144 114 G.S. LT 800 basic holder LT 800
4145 103 G.S. Oil feed fluteless taps f. ISO metric fine threads HSS-E-PM N C
4146 103 ~371 Oil feed fluteless taps f. ISO metric threads HSS-E N C
4147 103 ~371 Oil feed fluteless taps f. ISO metric fine threads HSS-E N C
4148 114 G.S. LT 800 extension LT 800 3xD
4149 114 G.S. LT 800 extension LT 800 3xD
4150 114 G.S. LT 800 drill heads LT 800 1xD
4151 103 ~371 Oil feed fluteless taps f. ISO metric fine threads HSS-E N C
4152 103 2189 Oil feed fluteless taps f. BSP-threads HSS-E N C
4153 103 G.S. Machine taps for ISO metric threads HSS-E N R40 C
4154 103 371 Machine taps for ISO metric threads HSS-E N R15 C
4155 103 371 Machine taps for ISO metric threads HSS-E N R15 E
4156 103 374 Machine taps for ISO metric fine threads HSS-E N R15 C
4157 103 374 Machine taps for ISO metric fine threads HSS-E N R15 E
4158 103 5156 Machine taps for BSP-threads HSS-E N R15 E
4159 103 5156 Machine taps for BSP-threads HSS-E-PM VA R40 C
4160 114 G.S. Cartridges LT 800 for indexable inserts LT 800
4161 103 371 Machine taps for ISO metric fine threads HSS-E-PM H D
4162 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMU SP
4163 108 G.S. Thread milling cutters for ISO metric threads Solid carbide TMU SP
4164 114 G.S. LT 800 retention spindles LT 800
4165 103 376 Oil feed taps for ISO metric threads  HSS-E-PM H E
4166 114 G.S. Clamping screws with countersunk 75°
4168 114 G.S. LT 800 distance piece sets LT 800
4170 142 G.S. Indexable inserts LTT Solid carbide
4171 142 G.S. Indexable inserts LTT Solid carbide
4172 142 G.S. Indexable inserts LTT Solid carbide
4173 142 G.S. Indexable inserts LTT Solid carbide
4179 142 G.S. Indexable inserts CCHX Solid carbide
4180 142 G.S. Indexable inserts CCHX Solid carbide
4181 142 G.S. Indexable inserts CCHX Solid carbide
4182 142 G.S. Indexable inserts CCHX Solid carbide
4188 114 G.S. Torx socket sets
4189 114 G.S. Clamping screws for tool system T 800
4355 114 G.S. HSK-A reduction tools HSK-C
4510 114 G.S. Basic adaptors VDI holders / HSK-C
4512 114 G.S. ISO-taper basic adaptors DIN 69871 / HSK-C
4549 114 G.S. Extensions HSK-A/HSK-C
4907 114 4762 Hexagon socket clamping screws
4912 114 G.S. Hexagon allen keys for holding
4915 114 G.S. Torque wrenches
4917 140 G.S. Torx socket sets
5018 123 G.S. EB 80 single-fluted gun drills Carbide EB 80 20xD
5019 123 G.S. ZB 80 two-fluted gun drills Carbide ZB 80 30xD
5020 123 G.S. EB 100 single-fluted gun drills Solid carbide EB 100
5021 123 G.S. EB 100 single-fluted gun drills Solid carbide EB 100
5022 123 G.S. EB 80 single-fluted gun drills Carbide EB 80 40xD
5023 123 G.S. EB 80 single-fluted gun drills Carbide EB 80 80xD
5024 123 G.S. EB 100 single-fluted gun drills Solid carbide EB 100
5026 123 G.S. EB 100 single-fluted gun drills Solid carbide EB 100
5029 123 G.S. Inserts for single-fluted gun drills EB 800 Solid carbide
5030 123 G.S. Supporting strips for Single-fluted gun drills EB 800 Solid carbide
5242 140 G.S. Tool holders for interchangeable inserts RT 800 RT 800 WP 3xD
5243 140 G.S. Tool holders for interchangeable inserts RT 800 RT 800 WP 5xD
5248 140 G.S. Tool holders for interchangeable inserts RT 800 RT 800 WP 7xD
5460 123 G.S. EB 80 single-fluted gun drills Carbide EB 80 30xD
5492 110 G.S. Slot drills (2-fluted) PCD
5493 110 G.S. Slot drills (2-fluted) PCD
5495 110 G.S. Slot drills (3-fluted) PCD
5496 110 G.S. Slot drills (3-fluted) PCD
5632 123 G.S. EB 100 single-fluted gun drills Solid carbide EB 100
5633 123 G.S. EB 100 single-fluted gun drills Solid carbide EB 100
5637 123 G.S. EB 100 single-fluted gun drills Solid carbide EB 100
5638 123 G.S. EB 100 single-fluted gun drills Solid carbide EB 100
5639 123 G.S. EB 80 single-fluted gun drills Carbide EB 80 20xD
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5640 123 G.S. EB 80 single-fluted gun drills Carbide EB 80 30xD
5641 123 G.S. EB 80 single-fluted gun drills Carbide EB 80 40xD
5642 123 G.S. EB 80 single-fluted gun drills Carbide EB 80 80xD
5643 123 G.S. ZB 80 two-fluted gun drills Carbide ZB 80 30xD
5644 123 G.S. EB 800 single-fluted gun drills with indexable inserts Carbide EB 800 30xD
5646 123 G.S. EB 100 single-fluted gun drills Solid carbide EB 100 25xD
5647 123 G.S. EB 100 single-fluted gun drills Solid carbide EB 100 50xD
5648 123 G.S. EB 100 single-fluted gun drills Solid carbide EB 100 75xD
5747 123 G.S. Drill bushes HSS
5748 123 G.S. Drill bushes Solid carbide
5749 123 G.S. Steady rest bushings for single- and double-fluted gun drills Vulkollan
5750 123 G.S. Moulded steady rest bushings for single-fluted gun drills Vulkollan
5751 123 G.S. Moulded steady rest bushing for two-fluted gun drills Vulkollan
5752 123 G.S. Sealing disks for single-fluted gun drills Vulkollan
5753 123 G.S. Sealing disks for gun drills with 2 cutting lips Vulkollan
5754 123 G.S. Adjustment screws without sealing element
5755 123 G.S. Adjustment screws with sealing element
6001 122 G.S. Tool heads GE 100
6002 122 G.S. Tool heads GE 100
6003 122 G.S. Tool heads GE 100
6021 122 G.S. Accessories GE 100
6022 122 G.S. Accessories GE 100
6031 122 G.S. Tool heads GE 100
6032 122 G.S. Tool heads GE 100
6033 122 G.S. Tool heads GE 100
6041 122 G.S. Tool heads GE 100
6042 122 G.S. Tool heads GE 100
6043 122 G.S. Tool heads GE 100
6051 122 G.S. Adaptors, tool holders GE 100
6052 122 G.S. Adaptors, tool holders GE 100
6056 122 G.S. Adaptors, tool holders GE 100
6068 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 4xD
6069 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 7xD
6070 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 10xD
6101 122 G.S. clamping holder GE 100
6102 122 G.S. clamping holder GE 100
6103 122 G.S. clamping holder GE 100
6104 122 G.S. clamping holder GE 100
6105 122 G.S. clamping holder GE 100
6111 122 G.S. clamping holder GE 100
6112 122 G.S. Accessories GE 100
6114 122 G.S. clamping holder GE 100
6116 122 G.S. Accessories GE 100
6126 122 G.S. Accessories Solid carbide GE 100
6127 122 G.S. Accessories GE 100
6128 122 G.S. Clamping screws HT 800
6151 122 G.S. Accessories GE 100
6152 122 G.S. Accessories GE 100
6153 122 G.S. Accessories GE 100
6154 122 G.S. Accessories GE 100
6155 122 G.S. Accessories
6201 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6202 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6203 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6204 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6205 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6206 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6207 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6208 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6209 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6210 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6211 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6212 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6214 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6215 122 G.S. Indexable inserts without chipbreaker CNHQ Solid carbide
6231 122 G.S. Indexable inserts with chipbreaker DCMT Solid carbide
6234 122 G.S. Indexable inserts without chipbreaker CNHQ Solid carbide
6235 122 G.S. Indexable inserts without chipbreaker CNHQ Solid carbide
6236 122 G.S. Indexable inserts without chipbreaker CNHQ Solid carbide
6237 142 G.S. Indexable inserts DCMT Solid carbide
6238 142 G.S. Indexable inserts TCMT Solid carbide
6239 142 G.S. Indexable inserts SCMT Solid carbide
6245 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6246 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6247 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
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6248 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6249 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6252 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6253 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6254 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6255 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6256 122 G.S. Indexable inserts with chipbreaker CNHX Solid carbide
6271 122 G.S. Indexable inserts with chipbreaker CCMT Solid carbide
6272 142 G.S. Indexable inserts CCMT Solid carbide
6273 122 G.S. Indexable inserts with chipbreaker CCMT Solid carbide
6275 122 G.S. Indexable inserts with chipbreaker CNMU Solid carbide
6276 122 G.S. Indexable inserts with chipbreaker CNMU Solid carbide
6277 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6278 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6279 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6280 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6281 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6282 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6283 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6284 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6285 122 G.S. Insert blanks Solid carbide
6286 122 G.S. Insert blanks Solid carbide
6287 122 G.S. Indexable inserts without chipbreaker CCHW Solid carbide
6288 122 G.S. Indexable inserts without chipbreaker CCHW Solid carbide
6289 122 G.S. Indexable inserts without chipbreaker CCHW Solid carbide
6290 122 G.S. Indexable inserts with chipbreaker DCMT Solid carbide
6291 122 G.S. Indexable inserts with chipbreaker VBMT Solid carbide
6292 122 G.S. Indexable inserts with chipbreaker VBMT Solid carbide
6293 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6294 122 G.S. Indexable inserts with chipbreaker CNMG Solid carbide
6295 122 G.S. Indexable inserts with chipbreaker CNMU Solid carbide
6296 122 G.S. Indexable inserts with chipbreaker CNMU Solid carbide
6297 122 G.S. Indexable inserts with chipbreaker CNMG Solid carbide
6298 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6300 122 G.S. Indexable inserts SCHW Solid carbide
6301 122 G.S. Indexable inserts SCHX Solid carbide
6302 122 G.S. Indexable inserts SCHX Solid carbide
6303 122 G.S. Indexable inserts SCHX Solid carbide
6304 122 G.S. Indexable inserts SCHX Solid carbide
6305 122 G.S. Indexable inserts SCHX Solid carbide
6306 122 G.S. Indexable inserts SCHX Solid carbide
6307 122 G.S. Indexable inserts TCHW Solid carbide
6308 122 G.S. Indexable inserts TCHX Solid carbide
6309 122 G.S. Indexable inserts TCHX Solid carbide
6310 122 G.S. Indexable inserts TCHX Solid carbide
6311 122 G.S. Indexable inserts TCHX Solid carbide
6312 122 G.S. Indexable inserts SCHX Solid carbide
6313 122 G.S. Indexable inserts SCHX Solid carbide
6314 122 G.S. Indexable inserts SCHX Solid carbide
6315 122 G.S. Indexable inserts SCHX Solid carbide
6316 122 G.S. Indexable inserts SCHX Solid carbide
6317 122 G.S. Indexable inserts SCHX Solid carbide
6318 122 G.S. Indexable inserts TCHX Solid carbide
6319 122 G.S. Indexable inserts TCHX Solid carbide
6320 122 G.S. Indexable inserts TCHX Solid carbide
6321 122 G.S. Indexable inserts TCHX Solid carbide
6322 122 G.S. Indexable inserts SCHX Solid carbide
6323 122 G.S. Indexable inserts SCHX Solid carbide
6324 122 G.S. Indexable inserts SCHX Solid carbide
6325 122 G.S. Indexable inserts SCHX Solid carbide
6326 122 G.S. Indexable inserts SCHX Solid carbide
6327 122 G.S. Indexable inserts SCHX Solid carbide
6328 122 G.S. Indexable inserts TCHX Solid carbide
6329 122 G.S. Indexable inserts TCHX Solid carbide
6330 122 G.S. Indexable inserts TCHX Solid carbide
6331 122 G.S. Indexable inserts TCHX Solid carbide
6332 122 G.S. Indexable inserts SCHX Solid carbide
6333 122 G.S. Indexable inserts SCHX Solid carbide
6334 122 G.S. Indexable inserts SCHX Solid carbide
6335 122 G.S. Indexable inserts SCHX Solid carbide
6336 122 G.S. Indexable inserts SCHX Solid carbide
6337 122 G.S. Indexable inserts SCHX Solid carbide
6338 122 G.S. Indexable inserts TCHX Solid carbide
6339 122 G.S. Indexable inserts TCHX Solid carbide
6340 122 G.S. Indexable inserts TCHX Solid carbide
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6341 122 G.S. Indexable inserts TCHX Solid carbide
6350 122 G.S. Indexable inserts SCHW Solid carbide
6351 122 G.S. Indexable inserts SCHX Solid carbide
6352 122 G.S. Indexable inserts SCHX Solid carbide
6353 122 G.S. Indexable inserts SCHX Solid carbide
6354 122 G.S. Indexable inserts SCHX Solid carbide
6355 122 G.S. Indexable inserts SCHX Solid carbide
6356 122 G.S. Indexable inserts SCHX Solid carbide
6357 122 G.S. Indexable inserts TCHW Solid carbide
6358 122 G.S. Indexable inserts TCHX Solid carbide
6359 122 G.S. Indexable inserts TCHX Solid carbide
6360 122 G.S. Indexable inserts TCHX Solid carbide
6361 122 G.S. Indexable inserts TCHX Solid carbide
6362 122 G.S. Indexable inserts SCHX Solid carbide
6363 122 G.S. Indexable inserts SCHX Solid carbide
6364 122 G.S. Indexable inserts SCHX Solid carbide
6365 122 G.S. Indexable inserts SCHX Solid carbide
6366 122 G.S. Indexable inserts SCHX Solid carbide
6367 122 G.S. Indexable inserts SCHX Solid carbide
6368 122 G.S. Indexable inserts TCHX Solid carbide
6369 122 G.S. Indexable inserts TCHX Solid carbide
6370 122 G.S. Indexable inserts TCHX Solid carbide
6371 122 G.S. Indexable inserts TCHX Solid carbide
6372 122 G.S. Indexable inserts SCHX Solid carbide
6373 122 G.S. Indexable inserts SCHX Solid carbide
6374 122 G.S. Indexable inserts SCHX Solid carbide
6375 122 G.S. Indexable inserts SCHX Solid carbide
6376 122 G.S. Indexable inserts SCHX Solid carbide
6377 122 G.S. Indexable inserts SCHX Solid carbide
6378 122 G.S. Indexable inserts TCHX Solid carbide
6379 122 G.S. Indexable inserts TCHX Solid carbide
6380 122 G.S. Indexable inserts TCHX Solid carbide
6381 122 G.S. Indexable inserts TCHX Solid carbide
6382 122 G.S. Indexable inserts SCHX Solid carbide
6383 122 G.S. Indexable inserts SCHX Solid carbide
6384 122 G.S. Indexable inserts SCHX Solid carbide
6385 122 G.S. Indexable inserts SCHX Solid carbide
6386 122 G.S. Indexable inserts SCHX Solid carbide
6387 122 G.S. Indexable inserts SCHX Solid carbide
6388 122 G.S. Indexable inserts TCHX Solid carbide
6389 122 G.S. Indexable inserts TCHX Solid carbide
6390 122 G.S. Indexable inserts TCHX Solid carbide
6391 122 G.S. Indexable inserts TCHX Solid carbide
6400 164 G.S. Micro-precision drills without oil feed Solid carbide N 4xD
6401 164 G.S. Micro-precision drills without oil feed Solid carbide N 7xD
6408 164 G.S. Micro-precision drills with oil feed Solid carbide N 8xD
6412 164 G.S. Micro-precision drills with oil feed Solid carbide N 15xD
6501 165 6537L Ratio drills with oil feed Solid carbide RT 100 R 5xD
6502 165 G.S. Ratio drills with oil feed Solid carbide RT 100 R 7xD
6509 165 G.S. Ratio drills with oil feed Solid carbide RT 100 T 15xD
6511 165 G.S. Ratio drills with oil feed Solid carbide RT 100 T 20xD
6512 165 G.S. Ratio drills with oil feed Solid carbide RT 100 T 25xD
6513 165 G.S. Ratio drills with oil feed Solid carbide RT 100 T 30xD
6514 165 G.S. Ratio drills with oil feed Solid carbide RT 100 T 40xD
6661 122 G.S. Indexable inserts CCHX Solid carbide
6662 122 G.S. Indexable inserts CCHX Solid carbide
6663 122 G.S. Indexable inserts CCHX Solid carbide
6664 122 G.S. Indexable inserts CCHX Solid carbide
6675 122 G.S. Indexable inserts CCHX Solid carbide
6676 122 G.S. Indexable inserts CCHX Solid carbide
6677 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6678 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6679 122 G.S. Indexable inserts CCHX Solid carbide
6680 122 G.S. Indexable inserts CCHX Solid carbide
6681 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6682 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6683 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6684 122 G.S. Indexable inserts with chipbreaker CCHX Solid carbide
6685 122 G.S. Indexable inserts CCHX Solid carbide
6686 122 G.S. Indexable inserts CCHX Solid carbide
6687 122 G.S. Indexable inserts CCHX Solid carbide
6688 122 G.S. Indexable inserts CCHX Solid carbide
6693 122 G.S. Indexable inserts CCHX Solid carbide
6698 122 G.S. Indexable inserts CCHX Solid carbide
6700 106 6527L RF 100 VA Solid carbide N
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6701 106 6527L RF 100 VA Solid carbide N
6702 106 G.S. RF 100 A (3-fluted) Solid carbide W
6703 106 G.S. RF 100 A (3-fluted) Solid carbide W
6704 106 6527L GS 100 H - roughing end mills with fine teeth Solid carbide HR
6705 106 6527L GS 100 H - roughing end mills with fine teeth Solid carbide HR
6706 106 6527K RF 100 U Solid carbide N
6707 106 6527L RF 100 VA with ball nose Solid carbide N
6708 106 6527L RF 100 VA with ball nose Solid carbide N
6709 106 ~6527L RF 100 S/F (5-fluted) Solid carbide NH
6710 106 ~6527L RF 100 S/F (5-fluted) Solid carbide NH
6711 117 G.S. Chamfering milling cutters 60° Solid carbide
6712 117 G.S. Chamfering milling cutters 60° Solid carbide
6713 117 G.S. Chamfering milling cutters 90° Solid carbide
6714 117 G.S. Chamfering milling cutters 120° Solid carbide
6715 117 G.S. Chamfering milling cutters 120° Solid carbide
6716 106 ~6527L Pilot end mill 180° Solid carbide N
6717 106 G.S. CR 100 - End mills Solid carbide N
6718 106 G.S. CR 100  Air - End mills with internal cooling Solid carbide N
6719 106 G.S. CR 100 - End mills Solid carbide N
6720 106 G.S. CR 100 - End mills Solid carbide N
6721 106 G.S. XL slot drills (3-fluted) Solid carbide N
6722 106 6527L Slot drills with corner radius (2-fluted) Solid carbide N
6723 106 6527L End mills with corner radius (4-fluted) Solid carbide N
6724 106 6527L Ball nose slot drills (2-fluted) Solid carbide N
6725 106 G.S. XL ball nose end mills (4-fluted) Solid carbide N
7632 142 G.S. Countersinking insert HT 800 Solid carbide
7634 142 G.S. Indexable inserts CPGT Solid carbide
7635 142 G.S. Countersinking insert HT 800 Solid carbide
7636 142 G.S. Indexable inserts CPGT Solid carbide
7637 142 G.S. Indexable inserts TCGW Solid carbide
7638 142 G.S. Indexable inserts TCGT Solid carbide
7639 142 G.S. Indexable inserts CPGT Solid carbide
7640 142 G.S. Indexable inserts SPGW Solid carbide
7641 142 G.S. Indexable inserts SCGT Solid carbide
7642 142 G.S. Indexable inserts SCGT Solid carbide
7643 142 G.S. Indexable inserts SCGT Solid carbide
7644 142 G.S. Indexable inserts SCGT Solid carbide
7645 142 G.S. Countersinking insert HT 800 Solid carbide
7646 142 G.S. Indexable inserts CPGT Solid carbide
7647 142 G.S. Indexable inserts SPGT Solid carbide
7648 142 G.S. Indexable inserts SPGT Solid carbide
7649 142 G.S. Indexable inserts SPGT Solid carbide
7650 122 G.S. Indexable inserts SCMT Solid carbide
7651 122 G.S. Indexable inserts SCMT Solid carbide
7652 122 G.S. Indexable inserts SCMT Solid carbide
7653 142 G.S. Indexable inserts TPGW Solid carbide
7654 142 G.S. Indexable inserts TPGT Solid carbide
7655 142 G.S. Indexable inserts TPGT Solid carbide
7656 142 G.S. Indexable inserts TPGT Solid carbide
7657 122 G.S. Indexable inserts CCGX Solid carbide
7658 122 G.S. Indexable inserts CCMT Solid carbide
7659 122 G.S. Indexable inserts CCMT Solid carbide
7660 122 G.S. Indexable inserts CCMT Solid carbide
7661 142 G.S. Indexable inserts SPGW Solid carbide
7663 142 16463 Indexable inserts TPGW PCD
7664 142 16463 Indexable inserts TCGW PCD
7665 142 16463 Indexable inserts CCGW PCD
7666 142 16463 Indexable inserts CCGW PCD
7667 142 16463 Indexable inserts CCGW PCD
7668 142 16463 Indexable inserts CPGW PCD
7669 142 16463 Indexable inserts CPGW PCD
7670 142 16463 Indexable inserts CCGW PCD
7671 142 16463 Indexable inserts CCGW PCD
7672 142 16463 Indexable inserts CCGW PCD
7673 142 16463 Indexable inserts CCGW PCD
7674 142 16463 Indexable inserts SCGW PCD
7675 142 16463 Indexable inserts SCGW PCD
7676 142 16463 Indexable inserts SPGW PCD
7677 142 16463 Indexable inserts SPGW PCD
7678 142 16462 Indexable inserts TCCN CBN 2028
7679 142 16462 Indexable inserts TCCN CBN 2028
7680 142 16462 Indexable inserts TCCN CBN 1023
7681 142 16462 Indexable inserts TCCN CBN 2028
7683 142 16462 Indexable inserts CCGW CBN 1023
7684 142 16462 Indexable inserts CCGW CBN 2028
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7685 142 16462 Indexable inserts CNMA CBN 1023
7686 142 16462 Indexable inserts CNMA CBN 2028
7687 142 16462 Indexable inserts CNMA CBN 1023
7688 142 16462 Indexable inserts CNMA CBN 2028
7689 142 16462 Indexable inserts CNGN CBN 3018
7690 142 16462 Indexable inserts SNGN CBN 3018
7691 142 16462 Indexable inserts DCGW CBN 1023
7692 142 16462 Indexable inserts DCGW CBN 2028
7693 142 16462 Indexable inserts TNGA CBN 1023
7694 142 16462 Indexable inserts TNGA CBN 1023
7695 142 16462 Indexable inserts CNGA CBN 1023
7696 142 16462 Indexable inserts CNGA CBN 1023
7697 142 16462 Indexable inserts CNGA CBN 1023
7698 142 16462 Indexable inserts CNGA CBN 1023
7699 142 16462 Indexable inserts SNGA CBN 1023
7700 142 16462 Indexable inserts SNGA CBN 1023
7701 142 16462 Indexable inserts DNGA CBN 1023
7702 142 16462 Indexable inserts DNGA CBN 1023
7703 142 16462 Indexable inserts TCCN CBN 1023
7704 142 16462 Indexable inserts TCCN CBN 2028
7705 142 16462 Indexable inserts TCCN CBN 1024
7706 142 16462 Indexable inserts TCCN CBN 2026
7707 142 16462 Indexable inserts TCCN CBN 1023
7708 142 16462 Indexable inserts TCCN CBN 2028
7709 142 16462 Indexable inserts TCCN CBN 1024
7710 142 16462 Indexable inserts TCCN CBN 2026
7711 142 G.S. Indexable inserts TCCN Solid carbide
7712 142 16463 Indexable inserts TCCN PCD
7713 142 16462 Indexable inserts CNGW CBN 1023
7714 142 16462 Indexable inserts CNGW CBN 2028
7715 142 G.S. Indexable inserts RNGN CBN 3018
7716 142 16462 Indexable inserts SCGN CBN 2028
7717 142 16462 Indexable inserts VBMW CBN 1023
7718 142 16462 Indexable inserts VBMW CBN 2028
7719 142 16462 Indexable inserts VBMW CBN 1023
7720 142 16462 Indexable inserts VBMW CBN 1023
7721 142 16462 Indexable inserts VBMW CBN 2028
7722 142 16462 Indexable inserts VBMW CBN 2028
8510 121 6537K Ratio drills with oil feed Solid carbide RT 100 VA 3xD
8511 121 6537L Ratio drills with oil feed Solid carbide RT 100 VA 5xD
8520 121 6537K Ratio drills with oil feed Solid carbide RT 100 HF 3xD
8521 121 6537L Ratio drills with oil feed Solid carbide RT 100 HF 5xD
8522 121 G.S. Ratio drills with oil feed Solid carbide RT 100 HF 7xD
8524 121 6537K Ratio drills without oil feed Solid carbide RT 100 HF 3xD
8610 121 6537K Ratio drills with oil feed Solid carbide RT 100 VA 3xD
8611 121 6537L Ratio drills with oil feed Solid carbide RT 100 VA 5xD
8620 121 6537K Ratio drills with oil feed Solid carbide RT 100 HF 3xD
8621 121 6537L Ratio drills with oil feed Solid carbide RT 100 HF 5xD
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Certificate to  DIN ISO 9001:2008 
 DIN ISO 14001:2004
 DIN ISO 13485:2003 + AC:2009
audit* to  VDA 6.1, VDA 6.4, TS 16949
 EFQM, FDA and aircraft industry
Quality is not about winning awards. Nevertheless, we have done extremely well in 
this department. Awards like „Supplier of the Year 2002“ from Volkswagen as well as 
from Caterpillar, British Aerospace, MTU Munich and INA bring enthusiasm and are 
recognition of all employees involved.  
 
Since December 1993, we have attained the international DIN EN ISO 9001  
certificate by DQS and since July 2004 DIN EN ISO 14001 accreditation. Since March 
2010 we are also certificated to EN ISO 13485.

However, our striving for quality is predominantly in order to fully satisfy your  
expectations regarding product and service.

An „audit“ is an „evaluation of efficiency of the quality  
management system by means of an independent systematic 
inspection“. 

*
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Customer references, audits and awards:  
2001 Product audit VDA 6.4 Mannesmann-Sachs Eidorf
 Supplier audit VW Braunschweig
 VDA 6.4 Toolmanagement VW Sachsen Chemnitz
 Customer assessment                       BMW Munich

2002 Supplier of the Year Volkswagen

2003 DIN EN ISO 9001:2000 DQS Rezertifizierung
 Product audit solid carb. tools aircraft ind. Techspace Aero Belgien
 VDA 6.4 Toolmanagement Daimler Chrysler Berlin
 Validation EMAS II Werk Sulkov
 Acknowledgement “Special cust. proximity” Grob, Mindelheim

2004  Product audit VDA 6.4 HDF aircraft industry MTU Munich
 Process audit aircraft industry Airbus Hamburg
 System audit VDA 6.4 DQS Audit
 Process audit medical tools Stryker Kiel
 System audit DIN EN ISO 14001 DQS certification

2005 Product audit solid carbide tools INA Herzogenaurach
 Product audit VDA 6.4 gun drills aircraft ind. MTU Munich
 Process audit projects Körber GmbH
 Award “A” supplier LINCOLN GmbH & Co. KG

2006 Process audit solid carbide tools Delphi France
 Product audit medical tools K. Leibinger Mühlheim
 Supplier of the Year INA Schaeffler
 System audit DIN EN 9001:2000 DQS recertification

2007 Product audit aircraft industry A380 Airbus Hamburg
 Product audit R&D solid carbide tools Körber GmbH Berlin
 System audit DIN EN ISO 14001:2000  DQS recertification
 Supplier of the Year INA Schaeffler

2008 QM contract conlusion MTU Munich
 Product audit HSCO cil. tools  Misumi Japan
 Product audit solid carbide reamers  Burgmaier Laupheim

2009 System audit DIN EN ISO 9001:2008 DQS recertification
 Product audit solid carbide tools Robert Bosch Homburg
 System audit DIN EN ISO 9001:2008 DQS new certification
 (new subsidiaries)

2010 System audit DIN 13485 medical tools DQS new certification
 Top supplier “worldwide” 2008 John Deere Mannheim
 Product audit medical tools Karl Storz Endoscope
 Insurance audit Chubb Insurance
 Product audit HSCO milling cutters  MTU Munich
 Supplier screening  BMW Munich
 Product audit solid carbide milling cutters Robert Bosch Homburg

2011 System audit to TS 16949 Robert Bosch Homburg
 System audit medical tools to FDA Stryker Leibinger Freiburg
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