TRANSMISSION SHOP

The table below mdlcates the cumng tool parameters against which the participating flrm is requwed to
demonstrate conformlty and performance durmg the trial.

ANNEXURE-A

PARAMETERS /

| Indicative Tooling Req.

TOOL Component . .
SIL. No. NO Drlg);.NO. SPECIFICATION / fPeaﬁure k4 REMARKS pai year
1 [ m107 | 172.43.006SB [S/CDRILL eDouble margin ~ [Opn. No. CLAMP 1 - 200
|DIAT1.2MM sConcave or wavy  [Cutting speed,
A3‘399XPL—]1.2 edge ; Ve =150m/min.,
sFlute polished Feed = 0.2mm/rev.
oCutting edge |Tool Life: 40 Meters |
: Honing ‘ s
2 M109 | 17243005  [S/CDRILIL «Coated [0pn. No. CLAMP2. 20
i : DIA.12.2MM L/S eSubstrate hardress|Cutting speed.,
A3399XP1.-12.2 91.3HRA - Ve =150m/min.,
JeToughness Feed = 0.2mm/rev.
3700N/mm” -
o {ePointangle 140° Tool Life: 40 Meters
3 M113 175.40.006 SB.-|S/C DRILIL ‘ S : Opn; No.CLAMP4 25
, DIA.6.3MM L/S | S
A3299XPL-6.3 Culting speed;
Ve =150m/min;,
Feed = 0.2mm/rev.
Tool Life: 40 Meters
4 M166 175:40.006 SB - |5/C DRILL Opn: No. CLAMP.} 20
L DIATT2MM ExCLY/S Cutting speed,
A6589DPP-112 Ve -150m/min,
i S : |Feed = 0.2mm/rev.
i Nrool Life: 25 Meters
5 M128 175.40.006 SB:|S/C DRILL Opn. No.CLAMP 3 20
DIA9.2MM L/S Cutting speed,
A3399XP1.-9.2 Ve =150m/min,
' Feed = 0:2mm/rev.
: : : Tool Life 40 Meters
6 M141 172:43.005 . |S/C DRILL DIA.9MM Opn. No.CLAMP 2 20
‘ - {L/SA3299XPL-9 Cutting speed.,
: o Ve =150m/min,,
Feed - 0.2mm/rev.
: Tool Life: 40 Meters L
7 M180 175:40.006 SB ‘S/C DRII : ‘Opn No. CLAMP 1 20
it G {DIA. 14MM L/§ ('uumq speed et
|A3299XPL-14 - [Ve -150m/min., i
i  |Feed- -0.2mm/rev. i
: \ i L - |70l Life: 40 Meters i
8 M 184 175.40.006 SB]S/C DRILL DIA.SMM \ ‘Opn No.CLAMP 4 257
: s azz99xpLS ~ |cutting speed. st
: \ Ve =150m/min,
Peed 0.2mm/rev.
, SR Tool Life: 40 Meters e :
9 ~M185 175:40.006 SB - |S/C DRILL:DIA8.1 20

172.40.365/366

MM Ex.1./S
A6589DPP-8.1

OpniNo. CLAMP 2

- |cutting speed.,
1Vc=150m/min;

Feed = 0.15 mm/rev.

{rool Life: 25 Meters
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sfﬁo. ngLj\ C?ﬂg%ﬁf‘ SPECIFICATION | Feature PAﬁgﬁk;Egs/ f'"qmaﬂiizgingReq
10 | M186 | 17540.006SB [S/CDRILLDIA10.1 [sDouble margin  |Opn. No.CLAMP 4 20
S : A3289DPL.-10.1 eConcave or wavy. Cutling speed,
: edge Ve =150m/min;,
eFlute polished  {Feed = 0.3mm/rev.
eCuttingedge * |Tool Life: 40 Meters
; R : Honing = - :
11 M198 17243005 : S/CI)RHJ,DU\6 -~ JeCoated “JOpn: No. CELAMP 2 25
: 172.43.021 Ex.L/S A6785TFEP-6 leSubstrate hardness|Cutting speed, :
~ Gl 91.3HRA Ve =150m/min;
POINT ANGLE sToughness Feed - 0.15mm/rev
135°/140° 3700N/mm’ : S
o -T’o’int angle 140°  |Tool Life: 25 Meters
12 | M188 | 17243005  [S/CDRILLDIA6 o ‘ Opn. No. CLAMP 2 25
172.43.021  |L/S A6589DPP-6 |Cutting speed
' Ve =150m/min.,
|Feed = 0.3mm/rev.
i i ' A _|Tool Life: 40 Meters
13 | MI10 | 17540.006SB [ENDMILL DIA.12MM|High cutting speed |Opn. No. CLAMP 3 10
: : S/CH4033217-12  [High feed rates Cycle Time: 2 MIN -
k Less vibrationin - fve - 100m/Min.
higher depth of cut. L
Tool life: Fz =01 Per Tooth
Reliability: Tool Life : 25
, S e Components
14 M116 175.40.006 SB- *|[ENDMILL:DIA:20MM | Protects the S Opn:No. CLAMP-4 10
: S/CH4034217-20  |machinc from : i
unprecédent_ed
¥ laccidents. ,
f S |Cycle Time: 3 MIN
Ve =100m/Min,
Fz.=0.1 Per T‘ooth
Tool Life: 25
, (omponents ,
15+ M164 175.40.006.SB " |[ENDMILL DIA:12MM Opn, No.CLAMP 1 10
: S/CH3021117-1 Cycle Time: 8 MIN.
g : Ve 100m/Min,
{Fz=0.1 Per Tooth
|Tool Life: 25
. : vl :  [Components o
16| M174 [ 175.40.006 SB [ENDMILL DIA,20MM {Opn.No.CLAMP 3 20
' o [S/CH4021117-20 - |cyete Time .6 MIN \
il ‘ ~|ve=100m/Min,
5 |Fz 0.1 Per Tooth
e |Tool Life:25
e SN Components ‘
17 | M190 TENDMITL DIA 16MM Opn. No. CLAMP 4 | 20

175.40:006 SB

$/CH3021117-16

Ve - 60m/Min.

Fz =01 p\el:tooth
Cycle Time: 56 MIN

~|Tool Life: 30

- fcomponénts




SPECIFICATION

sI.N¢s TOOL | Component Feature PARAMETERS / Indicative Tooling Req. |
‘ NO Drg.No. REMARKS per year
18 M114 175.40.006 SB ' [MODULAR ENDMILL]| Dia.16mm modular fOpn. No.CLAMP 4 20
: DIA.16MM head with solid
; carbide shank for
H4834217-E16-16 |longer reach L/D=7 [Cycle Time: 65 MIN
milling application. f/c'= 100m/Min.
Fz=0.1Per Tooth
Tool Life: 25
Comp/Edge
19 M165 |  175.40.006 SB- |[MODULAR ENDMILL Opn. No. CLAMP 1 25
DIA.10MM : '
H3821317-E10-10 Cycle Time:2 MIN
Ve =100m/Min:
Fz=0.1Per Tooth
Tool Life: 25
Comp/Edge
20 M252 172.40.063SB: |DIA125 FACE MILL Opn. No. SET.
' CUTTER ‘ set consists of
172.40.062SB ~ |F2252.8.1.25.208.1.6 Cycle Time: Heolder : 2 Nos
.000 Tool Life: Vc= Inserts: 200 Nos
100m/Min, ‘
Fz=0.1Per Tooth
Tool Life: 25
Comp/Edge
21 M177 172.43.005 COPY MILLING Opn. No. CLAMP 2 SET
DIA.80MM : set consists of.
RBF2234.8.080:206. Cycle Time: 8 MIN Holder: 2 Nos
08/ Ve=100m/Min. Inserts : 200 Nos
RDHWL605MOT- Fz=0.1 Per Tooth '
A27 WKP35 Tool Life: 25
Comp/Edge
22 M226 175.40.002¢cb - {DIA.95 T SLOT T slot cutter Opn. No. SFT
CUTTER Dia.95mm : set consists of
172.40.012cb. |F4153.B.22.92.25+5, |Shell mill Type Cycle Time: Holder: 2 Nos
172.40.300 08 Total radial Depth - {Ve=100m/Min. Inserts : 200 Nos
of cut=36mm
172.40.301 Width of cut= Fz=0.1 Per Tooth
10mm '
Tool Life: 25
' |Comp/Edge
23 T104 175.40.006 SB~ |TOOL: C8-DDMNL- Opn. No. CLAMP 3 SET

00160-15
INSERT :

DNMG150608-NM4
WSM20

Cycle Time: 3 MIN

Tool Life: Vc=
100m/Min.
Fz=0,1 Per Tooth
Tool Life:; 25
Comp/insert

set consists of
Holder : 2 Nos

Inserts : ZOO Nos
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TOOL- |

SPECIFICATION

|NCAi32-40251-CX16-
11 "GROOVING

INSERT::

GX1 6-1 F200N02-
CE4 WSM33S

‘|Feed r&te 10,12 mm/rev

|1ool Life:25

51 No% ~ Component - Feature PARAMETERS / Indicative Tooling Req.
NO _ Drg.No. , : ; REMARKS ' per vear
24 | T110 '} 175.40.006 SB  |ADAPTOR: C8- Opn. No. CLAMP 1 SET
Sy - 1391.02-63 080A “set consists of
TOOL:: C6-PCLNL- Cycle Time: 1 MIN " Holder: 2 Nos
45065-12 : F R S R
INSERT : : Ve =100m/Min. ~ Inserts: 200 Nos
CNMG120408-NM4 ‘ Dbl
WSM30
i Fz=0.1 Per Tooth
Tool Life: 25
i L : v Comp/insert e
25 T110 | 175.40.006SB - [INSERT: Opn.No.CLAMP 1 “Inserts: 200'Nos
- |DNMG150608-NF4 Cycle Time: 1 MIN '
wsmMz20 |ve=100m/Min.
‘ Fz=0.1 Per Tooth
Tool Life:25
: i ' Comp/insert: ~ :
26 | T117 | 1ADAPTOR: C8- Opn. No. CLAMP 1 o SET o
: k 391.02-63 080A ; : : ‘ L¥ ..set consists of
TOOL: C6-PDUNL- ° Cycle Time: 1MIN' |  Holder: 2 Nos
|27140-15 S0 R R
INSERT : Ve =100m/Min. V' Inserts:200 Nos
DNMG150604-FP5 Fz=0.1 mm per rev. : ,
WPP20S A1ool Life: 25
: s ‘ o Comp/insert .~
57 | T121 | = 172.43.005 |ADAPTOR : C8-391 Opn. No. CLAMP2 . SET.
‘ ~ . ].2040 110 ‘ : set con“ists of
GROOVING TOOL: i :
~|NCA 404015L-GX24-
GROOVING INSERT Cycle‘iTime 2 MIN , 'Holder; 2'Nos
1Gx24-3E400 N200-R| Tool Life:: 25 Inserts: 200 Nos
| B |4 WP P23 ' comp./Edge RTRLE ~
28 | T219 172.40.304  |ADAPTOR : C8-391 “fopn. No. CLAMP 1 “SET
‘ ‘ 2040110 : : : set consists of
GROOVING TOOL: g ; : \
“|NCA 404015L-GX24- |Feed rate: 0.12 mm/rev Holder : 2 Nos
|GROOVING INSERT Tool Life: 25 “Inserts : 100 Nos
S e comp./Edge :
GX24-3E400N03-C IR L
O ~|Eawsm3zs o | Loy
29 | T222 |ADAPTOR : C8-391 “fopn.No. SET o
e 1.2040110 : S set consists of ©
|GROOVING TOOL : L

Holder : 2 Nos

Inserts: 100 Nos

comp./Edge
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SI.N¢.j TOOL Component SPECIFICATION Feature PARAMETERS / Indicative Tooling Req.
NO - Drg.No. REMARKS : ~per year
30 T223 ADAPTOR : C8-391 Opn. No: SET ‘
‘ .2040 110 set consists of
IGROOVING TOOL : Feed rate: 0.12 mm/rev Holder : 2 Nos
1G1551.A40R-T2GX16 ,
GROOVING INSERT 4Tool Life: 25 Inserts : 200 Nos
}: GX16-1E2481050 comp./Edge : :
31 T318 172.40.306 ADAPTOR : C8- Opn.No. CLAMP 4 SET
391.02-50.045 ‘ set consists of
GROOVING TOOL : Feed rate: 0:12 mm/rev Holder ;2 Nos
NC FE25-C500R- : :
GX24-4-4 Tool Life: 25 Inserts : 200 Nos
3 ; GROOVING INSERT | comp./Edge
32 T325 - 172.40.306 ADAPTOR; C8- Opn.No. CLAMP 3 SET
391.02-50 M5 .- “set consists of
GROOVING TOOL : Feedrate:0.12 mm/rev | ~ Holder:2 Nos
NCFE25-C5001-cX24+
3-4 ' GROOVING Tool Life: 25 Inserts : 200 Nos
INSERT : GX24-3F 400 comp./Edge
33 |M/C Tap 172.28.022cb |POWDER M3X0.5-6HX TAP - |Cutting speed: 5- - 56
METALLURGY PM SPIRAL FLUTE * |10m/min : 5
172.26.011-5 FORM C Tool Life : 180tap holes
34 172.27.007cb -IM4X0.5-6HX TAP " - |Cutting speed: 5- 50
PM SPIRAL FLUTE - |10m/min:.- -
- |[FORM C Tool Life : 180tap holes
35 172.27.126 M5X0.8-6HX TAP = {Cutting speed: 5- 50
172.28.002-1 PM SPIRAL FLUTE |10m/min
172.26.011-5 FORM C Tool Life; 180tap holes
36 175.40.006 5B M6X1-6HX TAP PM [Cutting speed: 5- 200
SPIRAL FLUTE 10m/min '
FORM C Tool Life: 180tap holes
37 175.40.023 M8X1-6HX TAP PM | Cutting speed: 5- 200
’ SPIRAL FLUTE 10m/min
175.40.229 FORM C Tool Life: 180tap holes
38 172.40.015 M8X1.25-6HX TAP |Cutting speed: 5- 200
, PM SPIRAL FLUTE |10m/min
172.40.304 FORM.C TooILi[é: 180tap holes
172.40.306 \
39 |M/CTap 172.43.005 POWDER M10X1-6HX TAP - |Cutting speed: 5- 150
METALLURGY ~ |PM SPIRAL FLUTE |10m/min :
MACHINE TAP . |[FORM C :
. | Tool Life : 180tap holes
40 172.40.316 M12X1.25-6HX TAP |Cutting speed: 5- 300
PM SPIRAL FLUTE |10m/min
172.40.238 FORM C Tool Life: 180tap holes
172.43.021 o
41 172.40.304 M14X1-6HX TAP Cutting speed: 5- 200
172.40.306 PM SPIRAL FLUTE §10m/min:
FORM C Tool Life: 180tap holes
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The table below indicates the cutting tool parameters against which the participating firm is required to
demonstrate conformity and performance during the trial.

10042.0089

Tool Life for HSS centre drill: 5
components perinsert

Insert; WOMX06T304-B57
WKP35-1SO ‘

Sl. indicative Tooling Req.
Tool No. Operation Cutting parameters Cycle time and tool life - ndicalive Tooling Red
No per year
Rough Turning Cutting Speed (Vc)=110m/Min 200
1 T410 - finsert: CNMG120412 Feed (F)= 0.3mrh[rev Cycle Time: 30 minutes
Tool Life: 3
Depth of cut = 3mm ' ool'Life: 3 components per
insert
- . . SET
Face Milling Cutter @63mm Cutter Cycle Time:32 minutes : .
v set consists of
Too Life: 5 t
® 63mm With Insert And Spares. |R8, 6 Corner.Insert inosZrtl €: > components per Holde:*: 2:Nos
2 M413 - |Cutter To Walter Code
i =1 i bt
F2334.B27.063.205.08, Cutting Speed(Vc)=100m/Min Inserts : 200'Nos
Insert:: To Walter Code Feed (F)=0.2mm/rev
ROHX1605 MQ-D57 WKP35S5-NON
© 2:M0 o 3 Depth of Cut=3mm
1SO : ;
. . ) . . . SET
@ 62mm D Roughing with Cutting Speed(Vc)=145m/Min Cycle Time: 10 minutes i .
sot-consists of
1 : Tool Life: 4 components per
Drill head to V47 50620. Feed (F)=0.25mm/rev insert ) Holder: 2 Nos
HSS Centre drill. @ 10 to V95
i = | :
3 Maos 110042.0089 Drill Depth“ 210mm nserts-: 200 Nos
Tool Life for HSS centre drill: 5
compornents perinsert o
Insert: WOMX080408-B57 WKP63
(komet)
B R . . SET
Fine Boring Bar { 63.2 To Walter: |Fine Boring Bar: ;
set consists of
GX16-2E300N030-UF4 WSM33 Through Coolant Single Cycle Time: 5'minutes Holder:2 Nos
4 MA09 Lip Modular Boring Bar Lo Gl Inserts 200 Nos
$55mm- 70mm Length . : P P
insert
Cutting Speed(Vc)=130m/Min
Feed (F)=0.15mm/rev
SET
Face Milling Cutter Cutting Speed(Vc)=109 m/Min Face milling operation : i
ace Milling Cutte utting Speed(Vc) /Mi ace gop set corsists of
@ 100mm With insert And Spares. Feed (F)=0.1mm/rev Cycle Time: 9 min Holder: 2’ Nos
5 M501 - |Cutter To Walter Code Tool life: 3 components per :
Depth of Cut = 1mm Inserts: 200 Nos -
F4030.832.100.207.02 P m insert b ,
tnsert : To Walter Code ‘
FFQ SZMU 120520TrNON SO
@ 55mm 1D Roughing with Cutting Speed(Vc)=124.5 m/min Cycle Time" 8.5 min SET
gring &2p ' Y S , set consists of
: Toollife: - 3 components per
Drill head to V47 50470, Feed (F)=0.08 mm/rev i P P Holder : 2 Nos
€ MA05 HSS Centre drill .10 to V95 Drill Depth = 250mm Inserts : 200 Nos




Indicative Tooling Req.

15

Insert To Walter : .

|Code:ADMT120408R-D56 WKP25S

Cutting Speed(Vc)=105rﬁ/Min ;

Feed (F)=0.2mm/rev

Tool Life:10 components per
insert '

sl : : ‘
Tnol No. ~ . Operati Cutti ar ters Cycle timeand toollife " -
No { - p ‘|on utting parame ycle tim po‘ _ peryest
Prefi'nairheasurecut o Cutting Speed(Vc)=110 m/min J|Cycle Time: 6.5 min 250
: L e Tool life : 25 components per
7 | T402 |DNMG150608 Feed (F)=0.28mm/rev mzzrt' ® 1 epComponens per
o Depkthofcut =0.5mm :
- : ; : : V ‘ 5 ; SET
Milling §72.75mm D -Groove Cutting Speed(Vc)=78 m/min Cycle Time: 5 min g [ X
1 . ; 5 ¥ i . - setconsistsof
S 5 Toollife : 50 nents e |
g8 | ma10 |Disk mill F2036.5.32.140.040 Feed (F)=0.28mm/rev. o € D ComPONEMSPEl  Hoider: 2 Nos
Insert: P20200-2.1.WKP355 - ' ' : s
‘”S'e:'..— i % 3 Inserts 1 200 Nos
walter : S ,
Fine Boring too} Cutting Speed(Vc)=78 m/min- : Cycle Time: 5 min : S
9 MA07 L L p : b setconsists of
| e : S Tool life: 10+ ts' | Ider : 2 Nos -
 |insert: ccMT060204-E47 WPP20  [Feed (F)=  0.15 mm/rev foollife w10 .components ). - -Holder : 2 Nos
IR : RRTA R perinsert Insert.: 200
External Threading tool Cutting Speed(Vc)=124 m/min' Cycle-Time: 3 min’ - 5 ‘ SET
=rn : ’ ) ik : - -set consists of
: utting head: C6-NTS-SER45065- : Toollife: 2 .| Holder:
10 T405 Cuvttl_ng‘heav T1S-S 5 Feed (F)=  0.08 mm/rev. ook’ ife 5 component; s Holder : 2 Nos
16 D i : : R “Yperinsert i Insert::200
Insert: NTS-ER-16 3.00 150 Depth of Cut =0.05mm. i
e ' ; T e SET
Insert For Modular Drill Head Trigon'Shaped - Déep hole drilling operation " .f- : .
R e e : e ‘'set consists.of
0.70'mm To'Code:: 3 Cornerinsert: InOPN:35 Holder:::2 Nos .
‘ ‘ S : ‘ : Insert-::200
11 | M509  |WOMX05T304-B57 WKP35 ~ i ~ . SRR
: : 2 Cutting Speed(Ve)=51m/Min Cycle Timer 22 minutes
Alkomet) . : : s
o Tool Life: 3 ~
Feed (F)=0.1mm/rev . ool Life ’components per
. insert
Drill depth=305mm ‘
) o ; ; ‘ SET
Boring tool 048 Cutting Speed{Vc}=225.7 m/Min Cycle Time: 6 min : : g
: ] g o0l 0 utting Speed(Vc) / ’ ycle Hme : R set consists of
Tool holder: B3230.N5.055- : Tool lifer 10" componeénts Holdex : 2 Nos
: Feed (F)=0.63 ‘ ! € ,
12| 1418 |070.21.cC086 ; eed (F) ; mim/rey per insert Inser: 200 .
Insert: CCMT060204-E47 WPP20 - |Depth of Cut =0.3mm
S : : ‘ ; SET 1
External Threading tool | Cutting Speed(Vc)=124 m/min Cycle Time: 3 min S
; - : i o : : R set consists of
Cutting head: C6-NTS-SER45065- : Tool life : 25 component Holder : 2 N
13 | Ta0s utting-head 4’ : Feed (F)= 0.08 mm/rev \\oo' ife: omponents older 0s
116 S i per.insert Insert ;200
Insert: NTS-ER-16 3.00.1S0" Depth'of Cut =0.05mm RN :
F illi r @ 40 mm-with | A e A : o
’ace miling cutter.§ ‘ e h “JFace miilling cutter. @:40mm " IPocket milling operation SET S
insert and spares. : L : 1 v v set consists of‘\
Cutter: 1o Walter.code 14 co\rner insert | ‘Cyc)l‘e"l"iﬁﬁé" 7‘rﬁ\i;1‘ut’es Ho!\der::fz Nos
| f4048.t36.040.203.10, e | R Insert : 200
Voo : o e , Tool life:10 components per ERA
14 | M402 |insert:toWaltercode . |Cutting Speed(Vc)=185m/Min insert omponeniyRe
SNGX1205 ANN-D27 WKP3  [Feed (F)=1.25mm/rev e
. g ; SET
i Shoulder Milling Cutt 32m :
Square-Shoulder Milling Cutter i u CrVITing Lutter ¢ ‘ m " set consists of
P With Insert And Spares To Walter S Foid N DA Holder 2 Nos
M422  |Code:F4042.728.032.204.11and |~ 7 Yo e o Insert : 200




K Indicative Tooling Red.
3 Operation Cutting parameters Cycle time and tool life 4 Ve, ooiing Red
No per vear

: . . ; . SET
Radius Groove Cutting Speed(Vc)=116.5 m/Min Cycle Time: 7minutes :
E set consists of
Cutting Head: NCBE25-C500L- .
Tool life;10 components Holder:2 N
16 | Ta08 |Gx24-2-21 Insert: GX24- Feed (F)=0.2 mm/rev 100l flie:10 components per Lo n
. insert insert : 200
2E300N150-RD4 WSM- NON ISO
45 Degree Face Mill Cutter i SET
) Face Milling Cutter ¥63mm (45°
@63mm To Walter Code:: e g 4 m (45°) set consists of
. Holder:: 2:Nos
F4033.822.063.204.06 8 Corner Insert Cycle Time: 4 minutes e Mo
: : ] Insert : 200
17 MALE And Inert To Walter Code: Cutting Speed(Vc)=175m/Min
Tool Life: 8 t
Chamfering tool Feed (F)=0.45mm/rev . oolHite: 8 components pgr
, : insert
Insert: SNGX120512-F57 WPK35S |Depth of Cut=1 mm
ODG ing | tTo Walt
COde.roovmg nsertlo waiter 3mm Grooving Insert - 0.4R OD Grooving operation 100
18 1409 GX16-2E300N030-UF4 WSM33 Cutting Speed(Vc)=82m/Min Cycle Time: 2 minutes
Tool life:20 components per
Feed (F)=0.08mm/rev ins(:artl components pe
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The table below indicates the cutting tool parameters against which the participating firm is required to demonstrate
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conformlty and performance during the trial.

s dicative Tooling Req.
SLNO |TooL no.| ~ Component SPECIFICATION Features PARAMETER Indicative Tooling Req
: B - Drg-No. o per.year
SOLID CARBIDE DRILL 10.8 : s fCutting:S d{ Ve 60 120
RACE UPPER : 19 High cutting speed MEDg peo (vo): 20
MM mi/min, : )
175.18.044 A32'79XPL-~110.8“ High feed rates leed: O.lzmm/r_ev gy
éss V|brat|0n 0 ~ATooklife: 10 Meters.
G higher depth of:cut. : S
1 0 :
: M6 8‘, Toal life.
Reliability.
Protects the/machine
from unprecedented
~Haccidents.
LT BIDEDRILE3, C O 120
CLERVE SOLID CARMM D 3.3 u/ttmg Speed{ Vc) 30
2 M632 Sty < e
: ]/2.18.035‘(38« L A3389DPL-3.3 Feed : 0.d2mm/rev
Toollife; 10 Meters. =
1 SOLID CARBIDE DR{LI.‘ 4.1 Cutting Speed ( \/c) 50-120 56
L Méa'o : INNER SLEEVE MM Jmimin. : '
3 434.03:130-1. A3289DPL-4,1 Feed: O.v12mm/rev
: ‘ ; Tool Lifer " -10-:Meters
3 BIDE DRHLL -5 [ting VE):-50-120
v SLEEVE SOLID CARBiDL DRILL S Cultlr&g speed {‘,\f‘c) 50 v 0
: MM my/min.," :
4 M61:1 : o : . . :
; 172.:18.035CB:1 A3289DPL=5 Feed: 0.12mm/rev
: ; ] Troolkife: 10 Meters: -
SOLID CARBIDE: DRILL utti _ '80-120 :
SLEEVE SOLID-CARBID R 7 Cuttrng Speed (Vc) 30
MM m/min, :
5 M613 - o ; g 5
172:18.035CB~1 A3289DPL-7 Feed::0.22mm/rev
Tooltifer 10-Meters ,
et SOLIDCARBIDE -DRI.L 9 Cutting Speed ('Vc):80-120 ‘
: SLEEVE ¥y i : 35
6 M621 , : ! e
172.18.035CB-1" A3279XP1L-9 freed «0:12mm/rev
: L : : Tool Life: " 10" Meters
_ ; SOLID CARBIDE DRIl Cutting Speed ( Vc): 80-120 s
; (6o INNER SLEEVE 128MM - m/min. i
434.03.130-1° ©A3279XPL-12.8 Feed : 0.12mm/rev
~ ‘ . Tool Life: 10 Meters
| soup cArBIDE DRILL Cutting Speed (Vc): 80-120 g i
(INNER SLEEVE 113.2MM Am/min. : Ll
8 M626 : ‘ i / L :
434.03,130:1 ‘A3279XP|. 13.2 L Feed - 0.12mm/rev
L . ‘ . |Tool Life; 10 Meters
R s tiD CARBIDE DRILL Jeutti d (V) 80-120° s
SLEEVE \ O\ C |Cutting Speed [ ve) 90
5 ViET s 14.5 MM Am/min. R RN
o ‘ 172.18.035C8:1 |~ A3289DPL-14.5 Feed : 0.12mm/rev
T : b Arool Life: 10 Meters L
i utt sod (V) - 150 SET
SLEEVE o ;U/\t'f’ng e )O t éonsists bf
- S O min: 56 sists o
PR INSERT :CNMG1204 12~ : o AR AR
1634 172:18:035CRB-1 . lkee Vi H 22N
7218 OS\SC \1 " RPS WPP20S ‘ Tcecljlvf 02(7)5Cmm/rov : | c?lder 2 Nos
: Jife: 20 Components ‘ :
o ponen ] Inserts: 200 Nos -
10+ . : /lnsert g e
1634 »ka.(-)/\TI\/F‘t LH:I
: % C5-PCLNL:273140-12
MASTER/ADAPTOR
1634 A / ]

C5-390.410°63 090C




- Com ~lindicative Tooling Reg:
TOOL No. omponent SPECIFICATION Feature PARAMETER | oicailve Bheg
- Drg. No. s : peryear
Ut ) 15
Cu t@g Speed { Vc) : 50 500
INNER:SEEEVE: " {INSERT DCMT11T308-FP4 m/min. .
11 T601 e ) o Feed - 0.25 mm/rev.
434.03.130-1 WPP20S : . -
= : . Tool Life: 20 Components
/insert
‘ Gutting Speed-(Vc) =150 ; SET :
RACE UPPER : utting speed (Vc) - 130 : \
: ‘ R m/min; S set consists of
e . INSERT DNMG150612~ ; ‘ S ) : o
/.'T604 . 175:18.044 MP5 WPP30S [eed .— 0.25 mn1/rex. _ Holder:2 Nos
L Tool Life: 20:Companents :
. ; i Inserts: 200:Nos
12 Jinsert
UL TURNING {INT.):- :
1604 ‘ ENI
g C5-PDUNL+15-F43
MASTER/ADAPTOR
1604 > /ADA e
€5-390.410-63.090C ‘ S
: : Cutting Speed (Vc) - 150 SET
SLEEVE: i mu/rr:inr? e C) . ’setconsists of
: INSERT CNMG 120408-RP5 S i e
1605 172:18.035CB-1 WPP20S : > Feed: = 0:25mmirev. Holder +2:Nos
T Tool tife: 2 ents: ; k
Lool L e 20 Componﬁnts Inserts200:Nos
13 /Insert : ‘ ~ ;
Lo NEUTRAI
T605 . LT
C5-DEMNN-00105-12
il - MASTER/ADAPTOR
17605 - fe
: €5-390.410-63090C : e
o : utting S oy e KO Sk
: SLEEVE INSERT VBMT160404 PS5 Cutting Speed(Vc) =150 o]
1606 WPP2G : “Im/min; T set.consistsaf
172:18.035CR-1: LT feed ' .0.25 mm/rev. - Holder 2 Nos
Tool Life: 2 ' : :
s OolLite: 20 Camponents Inserts:: 200 Nos
/Insert :
14 L POSITIVE LEFT
1606 e b :
C5-SVMBL-00115-16
Ll “MASTER/ADAPTOR
1606 Sty
€5-390:410-63 090C
S epCutting eed{Vc) --150 SET
RACE UPPER |Cutting Speed (V) - 15 e,
| m/min. : seticansists of
608 : ' 'iNSERT,DNMG150608-~FP5 A b i
175:18.044 TWPP20S Feed: + 025 mm/rev. Molder 12 Nos
3 15 N RO ’
' TTool Life: 20 Com ts el RRunTDS
: i oLkl Gomporen Inserts.: 200 NS
o |/insert ST e
S UNEGATIVE LEFT
7608 s NEGATIVEEET oo
~C5:-DDMNI1:00115-15
STER/ADAPTOR
Te0s | MATEREBRAOR
€5-390.410-63.090C : ey i
~ R O Jcutting Speed (Ve) = 150 S
RACE UPPER. - ] \ %/ming # o ) set consists of
S NSERT DNMG11.0408-FPS BN St ) TR T
1609 175.18.044. NoER] ? Ciifreed: 025 mim/rev. Holder.: 2 Nos
e WPP20S : \ S S
i : Tool Life; 20 Components S i v
3 : Inserts: 200.Nos
16 S /Insert g ,
o NEGATIVE LEFT :
1609 : i
G3PDYUNL=17090-11
; 'MASTER/ADAPTOR
1609 N RN
C3-390.410-63 075C




' C Indicative Tooling Regq:
SLNO  [TOOL No. ompenent SPECIFICATION Feature PARAMETER g ed
Drg.Nao. " per.year
Cutting Speed {(-Vc) + 150 SET.
RACE UPPER - utting Speed (Ve) - 15 :
- o . . m/min; set consists of
: K INSERT VBMT160408-PS5 " i
1610 175.18.044 iPP20 ‘ Feed. - 0.25 mm/rev. Holder: 2 Nos
% ) ; Tool Life::20 Components :
g 5 : Inserts 200 Nos
/insert :
17 o TURNING ADAPTORS
1610 -
: C4-570-3C40173
L TURNING (INT.) =
7610 L
. 570:SVIBL-40-16
, MASTER/ADAPTOR.
“re10 R/ADA )IO‘
S C4-390.410-63 080C : ;
‘ S Cutting Speed { Ve) -15 SET
SEEEVE : ! |r1g Spe@ ( C) i 0 ; w
my/min. : : set.consists of
teor | 17228.035¢8 1 | FORMUN/EXT) - GX24- Feed - 0.1 mm/rev. - Holder : 2 Nos -
S : 3F500N250-RDA-WPP23 . . - : : ;
: FTool Life: 20. Components
i : Inserts - 200.Nos
/Insert. e
18 - -
Yy : LEFT
1607 S L
: ; NCBE':.2!)»CSOOL—(JX?.4»3~21
e MASTER/ADAPTOR
K +(C5:390.410:63 090C :
B : utting Spee “15 SET
KR SRR v e Cuttnjg peed( Vc) 50 Sk :
ieia N : THREAD ( FXT) NTS-ER* m/mln‘ set-consists of
a0 , 16.2:00150 WXP20 lresltifer3oc , S
434.03.130-1 o oltie: 30 Components Holder : 2 Nos
; , v L /Insert. . :
19 1613 SNEGATIVE RIGHT k Inserts:200 Nos
B C3:NTS-SER22040-16 Ty o
, MASTE g
1613 , STH R//\DA!V I»OR‘
€3-390:410-63:075C
ing Plate 0.5°
1613 Supportlhg| ateOJY
G YE3-TN U e .
RACE LIPPER Cu1:t|lng Speed.(Ve) w150 ’ SE I. !
. m/min. set.consists.of
20 Ni14 175,18.044 SPMTO60304-F55 WAP35 leed = 0.1.mm/rev. . “Holder 2 Nos
" ' Tool Lifeé: 20 Components gt
; ° il Inserts . 200-Nos
ndex A
RACE UPPER \ S . PO\)\/DFR ‘\Cuft’r.ng Speed (Vc): 515 oe
\ : CM12X1.25.7H TAP PM Ol m/min.
Fip Co] SPIRAL FLUTE FORM € o L
’ 1\/,‘3.,18,0_44 ; T fl\/l/-\CHINE: TAP o Tootlifer 150 TAP HOLES
NIE0S COI LET
(€340.25.090
: CT-CHUCK i
M609 COLLF ¢ JC.
$9000631-25 o sploinpienn
: ! b POWDER “utting Q ©5=15
steeve | mexi7i TAPPM MH‘AV:/LU"SCY e speed (V) 5 15 200
SPIRAL FLUTE FORM C EIALLURGE i, - S
: 172.:18:035CB-1 : MACHINE TAR = | Tool Life: 150 TAP.HOLES L
M612 COLLEN L5
¢340.20.060 B
LLET-CHUCK
MELD CO T,C‘HJC oy
5900063120



C . : Indicative Tooling Reg:
SL.NO [TooL No. omponent SPECIFICATION Feature PARAMETER ay g Rea
: Drg.'No. peryear
Cutting Speed (Vc): 5 - 15
SLEEVE POWDER ng Speed {Ve):5 - 15 100
M8X1-7H  TAP PM Bfthah m/min.
- METALLURGY
SPIRAL FLUTE FORM C. Wi ~
172.18.035CR-1 : i - TAP Lyool Life: 150 TAP HOLES
23 , &
“OLLET -
M614 coL 2
: €340.20.060 &
i COLLET CHUCK 4
’ 5900063120 , Pty
‘ : POWDER: i ; e
SLEFVE M22X1,5-7H  TAP PM MFSAHURCY C“/tt'ﬁg speed(vo) 3 1 30
' -y SPIRAL-FLUTE FORM C e g it e
172.18.035CB-1 : 5 _ MACHINE TAP [Tool Life: 150 TAP HOLES
24 COLLET - : : y -
M616 2
e C340.40.180
e LET CHUC
G col JCK 1
SN2 : $9000631-40
EEVE POWDIR 5
V SIFW MLEXL57iT . IO FM MI S/\IIURC‘Y Cutting Speed (V) 5 5 -
: - . R - R ol )] ATng - spee Clio=l
172.18.035CB- SPIRAL FLUTE FORM C ke
2118.035C81 MACHINE TAPm/min. i
o2 e Tool Lifer 150 TAP HOLES
§ T LLET S L
M620 <o 2
- €340.25.120
- COLLET CHUC :
M620 GLLEL CHULK 1
$9000631-25 ; : ;
e POWDER “utting Spee 515
- SLEEVE MIOKLZH - TAPPM | Cu?t'hg Speed (VC,) ? p 100
. SPIRAL FLUTE FORM C e m/min. Gl
172.18.035CB-1 T  MACHINE TAP- - |Tool Life: 150 TAP HOLES ;
26 : COLLET : R :
M622 2
€340.20.070 :
5 COLLET CHUCK
M622 1
$9000631 20 , : ~
, R POWDIR ' ad (VC). 5 15
SLEEVE MAX0.7-7H  TAPPM MFTO/\LIUR(‘Y Cu/tt',”gsvpem ek 2 100
. " SPIRAL FLUTE FORM € i sinengbuliatl AL
177.18.035CR-1 | = ; MACHINE TAP  [Tool Life: 150 TAP HOLES
27 : : : f R
e COLLET .
(€340.20.045
' LET CHUCK
e COLLET CHU -
$9000631-20



ANNEXURE-B
PRE-QUALIFICATION CRITERIA

1. The bidder should be an OEM of the product or the authorized distributor as on date,
1.1 In case of participation from OEM, firm needs to submit OEM declaratlon with . Certificate of

1.

Incorporation/Registration/MSME, GST Certificate, Product profile etc. :
2 Authorized distributor should produce valid authorization certificate from the OEM

2. 15O 9001: The bidder or the OEM of the offered products mustave 1SO 9001 certlflcatlon

2.

1 Copy of 1SO 9001 certificate of the bidder or OEM to be attached.

3. Experience/Past performance criteria:

The bidder or its OEM themselves should have regularly manufactured and supplied same o+ similar
products to Central/State Govt. organizations/PSU/Public listed company within last three financial years as
indicated in the bid documents before the bid opening date.
31 To qualify experience criteria any of the following documents shall be accepted:

Purchase Order copy along with invoice of same or similar items.

(OR)

Execution Certificate by buyer with order value. -
3.2 The Published Catalogue products are only acceptable for carrying out trial as specified in the EOI
In the event of not submitting of any of the document mentioned above or any other documents sought in
the bid document, ATC and Corrigendum, Bldder s offer is liable to be rejected.
Special terms and conditions: ‘
5.1  The item supplied by the firm must perform satisfactorily as per the parameter specnfled in the EOI
5.2 Offers with both cutter and inserts of same Brand will only be acceptable.
Detailed trial criteria, evaluation methodology and other relevant parameters have been outlined in the
Annexure-A to be complied. v
The firm may assess the condition of the machine on which trial to be conducted before participating in the
EOI. Cutting Parameter should not affect the condition of machine, i
A duly signed/sealed copy of this PQC should be submitted along with Bid documents as a proof of acceptance
of tender condition. Compromised parameter on the downside will be not acceptable.
Duly signed/sealed copy of the EOI specification sheets of all items as a proof of acceptance shall be submitted.

COMPLIANCE CHECKLIST STATEMENT FOR PQC polte

Bidder should ensure submission of below documents along with the offer:

S/No.

Attached with bid.

Documents as per PQC YES/NO

OEM declaration with Certificate of Incorporatlon GST Certificate, Product
profile (For OEM participants only) \

Authorized distributor should produce valid authorization certificate from
the OEM (For Authorised dealers only)

Copy of 1SO 9001 certificate of the bidder (OEM or Dealer as. appllcable)

Documents for qualifying experience/past performance cr!terla as
mentioned in PQC ‘

Signed PQC attached

Signed specification (EQI) sheet attached

~N oyl s W oN

Detailed trial criteria, evaluation methodology and other relevant
parameters have been outlined in the Annexure-A

AUTHORISED SIGNATURE OF BIDDER WITH SEAL



Annexure- C

SCOPE OF WORK

1. Supplier who meets the prequalification criteria and technical requifement as.
mentioned in the Annexure-A & B can visit HVF machine shops for study and

~ conducting trials with their cutting tools. 7

2. Prior intimation to the respective shops shall be made before the commencement
of triai. |

3. The firms who meets the technical requirement, cycle time and tool life are
eligible to participate in the subsequent procurement process. |

4. The mode of procurement shall be decided by the HVF.

5. Conducting trials with their cutting tools with NCNC (No Cost No Commitment)
basis. ‘ " R

6. Trial shall be completed within 2 months from the date of submission of Tools by

firms

pofpte oI



