Specialty Application Tooling

Straight Flute Drills

High Performance Spiral Drills
Square End Mills

Ball Nose End Mills

Tapered End Mills

Reamers




L2
(INCL. WASHOUT)

\)"2%%

D1:
D2: TOL:
L1:

L2: TOL:
DRILLING DEPTH Lmax:
COOLANT FEED: [ ] YES [] NO

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED.

.

4—FACET
DRILL POINT

COATING:

MATL BEING CUT:

Rani Tool Corp.

Appr. By:

Date:

Notes:

Title:

DOUBLE MARGIN
STRAIGHT FLUTE DRILL

Customer:

Dwg. No.:

PAGE 2




L1

L2
(INCL. WASHOUT)

DIAMETER

L3 —
NON-CUTTING\ ‘

— | » <t

D1:
D2: TOL:

D3: TOL:

L1:

L2: TOL:

L3: TOL:

DRILLING DEPTH Lmax:

A- STEP ANGLE (PER SIDE):
COOLANT FEED: [ ] YES [] NO

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED.

AV \45
4—FACET

DRILL POINT

COATING:

MATL BEING CUT:

Rani Tool Corp.

Appr. By:

Date:

Notes:

Title:

DOUBLE MARGIN
STRAIGHT FLUTE CHAMFER DRILL

Customer:

Dwg. No.:
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L1

L2
(INCL. WASHOUT)

DIAMETER

‘ CUTTING \ /\ ‘

=<

D1:
D2: TOL:

D3: TOL:

L1:

L2: TOL:

L3: TOL:

DRILLING DEPTH Lmax:

A- STEP ANGLE (PER SIDE):
COOLANT FEED: [ ] YES [] NO

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED.

e !

4—FACET
DRILL POINT

COATING:

MATL BEING CUT:

Rani Tool Corp.

Appr. By:

Date:

Notes:

Title:

DOUBLE MARGIN
STRAIGHT FLUTE STEP DRILL

Customer:

Dwg. No.:
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DIAMETER

NON-CUTTING |

D1:

D2: TOL:

Da: TOL:

L1:

L2: TOL:

L3: TOL:

DRILLING DEPTH Lmax:

A1:

NO. OF FLUTES: _____

COOLANT FEED: [ ] YES [] NO

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED.

135°
4-FACET
DRILL POINT

COATING:

MATL BEING CUT:

Rani Tool Corp.

Appr. By:

Date:

Notes:

Title:

DOUBLE MARGIN STRAIGHT
FLUTE CHAMFER DRILL

Customer:

Dwg. No.:
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DIAMETER
CUTTING

L2

"L3->
A

D1:
D2: TOL:

D3: TOL:

L1:

L2: TOL:

L3: TOL:

DRILLING DEPTH Lmax:

A1:

NO. OF FLUTES: _____

COOLANT FEED: [ ] YES [] NO

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED.

o —
N '

135°
4-FACET
DRILL POINT

COATING:

MATL BEING CUT:

Rani Tool Corp.

Appr. By:

Date:

Notes:

Title:

DOUBLE MARGIN STRAIGHT
FLUTE STEP DRILL

Customer:

Dwg. No.:
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L2

L3

’-L4-—
135°

4-FACET
DRILL POINT

D1: A1:
D2: TOL: A2:
D2 DIA. CUTTING: [ ] YES [ ] NO NO. OF FLUTES: ___

D3: TOL: COOLANT FEED: [ ] YES [] NO
D4: TOL:

L1:

L2: TOL: COATING:

L3: TOL: MAT’L BEING CUT:
L4: TOL:

DRILLING DEPTH Lmax: Rani TOO' carp

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS. ) .
TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes: e DOUBLE MARGIN STRAIGHT
| FLUTE TWO STEP DRILL

Customer: Dwg. No.:
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&

135°
4-FACET
DRILL POINT

A3

D1: L5: TOL:
D2: TOL: DRILLING DEPTH Lmax:
D2 DIA. CUTTING: [] YES [] NO A1l:

Da: TOL: A2:

D4: TOL: A3:

D5: TOL: NO. OF FLUTES: __

L1: COOLANT FEED: [] YES [] NO COATING:

L2: TOL: MAT’L BEING CUT:
L3: TOL:

e ToL_ Rani Tool Corp.

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS. ) .
TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes: i~ DOUBLE MARGIN STRAIGHT
| FLUTE THREE STEP DRILL

Customer: Dwg. No.:
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D3 /\ D4

)

T N
A1 L ‘I A2 135°
L5 4-FACET

DRILL POINT

D1: Al:

D2: TOL: A2:
D3: TOL: NO. OF FLUTES:

D4: TOL: COOLANT FEED: [ ] YES [] NO
L1:
L2: TOL:

L3: TOL: COATING:

L4: TOL: MAT’L BEING CUT:
L5: TOL:

DRILLING DEPTH Lmax: _____ Rani Tool carp

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS. ) .
TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes: i DOUBLE MARGIN STRAIGHT
FLUTE BACK CHAMFER TOOL

Customer: Dwg. No.:
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D1:
D2: TOL:
L1:

L2: TOL:
L4: TOL:
DRILLING DEPTH Lmax:
HELIX ANGLE: 30°

NO. OF FLUTES:

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED.

L2
(INCL. WASHOUT)

140°
DRILL POINT

COATING:

MATL BEING CUT:

Rani Tool Corp.

Appr. By:

Date:

Notes:

Title:

HIGH PERFORMANCE DRILL
NON-COOLANT

Customer:

Dwg. No.:
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D1:
D2: TOL:
L1:

L2: TOL:
L4: TOL:
DRILLING DEPTH Lmax:
HELIX ANGLE: 30°

NO. OF FLUTES:

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED.

L2
(INCL. WASHOUT)

140°
DRILL POINT

COATING:

MATL BEING CUT:

Rani Tool Corp.

Appr. By:

Date:

Notes:

Title:

COOLANT FEED
HIGH PERFORMANCE DRILL

Customer:

Dwg. No.:
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L2
(INCL. WASHOUT)

Rad. or A1

DRILL POINT

D1: L5:
D2: TOL: Al:
L1: Radius:

L2: TOL: HELIX ANGLE: 30°
L4: TOL: NO. OF FLUTES:
DRILLING DEPTH Lmax:

COATING:
MATL BEING CUT:

[ 4
Rani Tool Corp.
DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes: e COOLANT FEED HIGH
- PERFORMANCE DRILL WITH END FORM

Customer: Dwg. No.:
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DIAMETER

NON-CUTTING '\

140°
Al DRILL POINT

D1:

D2: TOL:

L1:

L2: TOL:

DRILLING DEPTH Lmax:

A1- CHAMFER ANGLE (PER SIDE): ___

HELIX ANGLE: 30° COATING:

NO. OF FLUTES: __ MAT’L BEING CUT:

COOLANT FEED: [] YES [] NO
4
Rani Tool Corp.
DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes: i~ HIGH PERFORMANCE
| DRILL CHAMFER TOOL

Customer: Dwg. No.:
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D1:
D2: TOL:
L1:

L2: TOL:

L3: TOL:

DRILLING DEPTH Lmax:

A1- STEP ANGLE (PER SIDE): ___
HELIX ANGLE: 30°

NO. OF FLUTES:

COOLANT FEED: [ ] YES [] NO

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED.

L2
(INCL. WASHOUT)

DIAMETER

CUTTING \

140°
DRILL POINT

COATING:

MATL BEING CUT:

Rani Tool Corp.

Appr. By:

Date:

Notes:

Title:

HIGH PERFORMANCE STEP DRILL

Customer:

Dwg. No.:
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DIAMETER |
NON-CUTTING

L2

A

D1: HELIX ANGLE: 30°
D2: TOL: NO. OF FLUTES:

D3: TOL: COOLANT FEED:

L1:

L2: TOL:
L3: TOL:
DRILLING DEPTH Lmax:
A1:

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED.

(L
140°
1  DRILL POINT

D2 L3—
\ D3
A

[ ] YES [] NO

COATING:

MATL BEING CUT:

Rani Tool Corp.

Appr. By:

Date:

Notes:

Title:

DOUBLE MARGIN SPIRAL
FLUTE CHAMFER DRILL

Customer:

Dwg. No.:
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DIAMETER
CUTTING

— T A

A

/

D1: HELIX ANGLE: 30°
D2: TOL: NO. OF FLUTES:

D3: TOL: COOLANT FEED:

L1:

L2: TOL:
L3: TOL:
DRILLING DEPTH Lmax:
A1:

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.
TOLERANCES ARE BEFORE ANY COATING IS APPLIED.

140°
DRILL POINT

[ ] YES [] NO

COATING:

MATL BEING CUT:

Rani Tool Corp.

Appr. By:

Date:

Notes:

Title:

DOUBLE MARGIN SPIRAL
FLUTE STEP DRILL

Customer:

Dwg. No.:
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L2
(INCL. WASHOUT)

140
DRILL POINT

D1: HELIX ANGLE: 30°
D2: TOL: NO. OF FLUTES:
D3: TOL: COOLANT FEED: [] YES [] NO

L1:

L2: TOL:

L3: TOL:

DRILLING DEPTH Lmax: COATING:

MATL BEING CUT:

[ 4
Rani Tool Corp.
DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes: -~ HIGH PERFORMANCE
| DRILL COUNTERBORE

Customer: Dwg. No.:
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L3

L4
D3 D4

140°
DRILL POINT

D1: Al:

D2: TOL: A2:
D2 DIA. CUTTING: [] YES [] NO HELIX ANGLE: 30°

D3: TOL: NO. OF FLUTES:
D4: TOL: COOLANT FEED: [ ] YES [ ] NO
L1:

L2: TOL: COATING:

L3: TOL: MAT’L BEING CUT:
L4: TOL:

DRILLING DEPTH Lmax: Rani Toal carp

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS. ) .
TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes: -~ DOUBLE MARGIN SPIRAL
| FLUTE TWO STEP DRILL

Customer: Dwg. No.:
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L2

L3
L4 ——

D3 D4 L5
AN

|
\{ A3 140°

1 A2
DRILL POINT

D1: L5: TOL:
D2: TOL: DRILLING DEPTH Lmax:
D2 DIA. CUTTING: [] YES [] NO Al:

D3: TOL: A2:
D4: TOL: A3:
D5: TOL: HELIX ANGLE: 30°

L1: NO. OF FLUTES: COATING:

L2: TOL: COOLANT FEED: [ ] YES [] NO MAT'L BEING CUT:
L3: TOL:

e ToL_ Rani Tool Corp.

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS. ) .
TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes: -~ DOUBLE MARGIN SPIRAL
| FLUTE THREE STEP DRILL

Customer: Dwg. No.:
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L2

| L3
,— L4 —
D3
D4
PAN /A

L
A X L 140°
A2
L5

DRILL POINT

D1: Al:

D2: TOL: A2:
D3: TOL: HELIX ANGLE: 30°

D4: TOL: NO. OF FLUTES:
L1: COOLANT FEED: [ ] YES [] NO
L2: TOL:

L3: TOL: COATING:

L4: TOL: MAT’L BEING CUT:
L5: TOL:

DRILLING DEPTH Lmax: Rani TOO' carp

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS. ) .
TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes: - DOUBLE MARGIN SPIRAL
| FLUTE BACK CHAMFER TOOL

Customer: Dwg. No.:
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DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

CHAMFER ANGLE:___ LENGTH:
SPIRAL: [JRH [JWH []STR
CUT: [JRH []LH

HELIX ANGLE:

NO. OF FLUTES: __

'— L2 —>/RAD.ICHAMFER

COATING:

MATL BEING CUT:

Rani Tool Corp.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By:

Date:

Notes:

Title: HIGH PERFORMANCE END MILL

Customer:

Dwg. No.:
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L1

- L3 “Q—— RAD. / CHAMFER
/i
S
R

CHAMFER ANGLE:___ LENGTH:
SPIRAL: [JRH [JWH []STR
CUT: [JRH []LH

HELIX ANGLE:

NO. OF FLUTES: __

COATING:
MATL BEING CUT:

[ 4
Rani Tool Corp.
DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes: e HIGH PERFORMANCE
| END MILL WITH NECK

Customer: Dwg. No.:
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'«— L3 -—»///f—RAn/CHAMFER

s

b

CHAMFER ANGLE:___ LENGTH:
SPIRAL: [JRH [JWH []STR
CUT: [JRH []LH

HELIX ANGLE:

NO. OF FLUTES: __

COATING:
MATL BEING CUT:

[ 4
Rani Tool Corp.
DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes: o HIGH PERFORMANCE
| EXTENDED NECK END MILL

Customer: Dwg. No.:
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D1: SPIRAL: [JRH []JWH []STR
D2: : CUT: [JRH [] LWH
L1: HELIX ANGLE:

L2: : NO. OF FLUTES:

L3:
ANGLE A:

COATING:
MATL BEING CUT:

[ 4
Rani Tool Corp.
DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes:
Title: END MILL ROUGHER

Customer: Dwg. No.:
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NO. OF FLUTES:
SPIRAL: [JRH [JLH []STR
CUT: [JRH []WH

HELIX ANGLE:

COATING:
MATL BEING CUT:

Rani Tool Corp.

Date:

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS. _
TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By:

Notes:
Title: BALL NOSE END MILL

Customer: Dwg. No.:
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NO. FLUTES:
SPIRAL: [JRH [JWLH []STR
CUT: [(JRH [JLH

HELIX ANGLE:

COATING:
MATL BEING CUT:

Rani Tool Corp.

Date:

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS. _
TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By:

Notes: e BALL NOSE END MILL
| WITH NECK

Customer: Dwg. No.:
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DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

NO. FLUTES:

RAD. / CHAMFER

D2

HELIX ANGLE:
T (TAPER / SIDE):

CHAMFER ANGLE:

LENGTH:

COATING:

MATL BEING CUT:

Rani Tool Corp.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By:

Date:

Notes:

Title:

TAPERED END MILL

Customer:

Dwg. No.:

PAGE 27




NO. FLUTES:
SPIRAL: [JRH [JWH []STR
CUT: [JRH []LH

HELIX ANGLE:

T (TAPER / SIDE)

COATING:
MATL BEING CUT:

Rani Tool Corp.

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS. ) .
TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes:

Title: TAPERED BALL END MILL

Customer: Dwg. No.:
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D1:
D2: TOL:
L1:
L2z TOL:

L3- CHAMFER LENGTH:

A- CHMAFER ANGLE:

DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

L1

|
>
N

NO. OF FLUTES: __
COOLANT FEED: [ ] YES [] NO
SPIRAL: [JRH [JWH []STR
CUT: [(JRH []WH

HELIX ANGLE:

END CUT STYLE:

>

COATING:

MATL BEING CUT:

Rani Tool Corp.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By:

Date:

Notes:

Title:

REAMER

Customer:

Dwg. No.:
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e M\/V

D1: NO. OF FLUTES:

D2: TOL: SPIRAL: [ JRH []JWLH []STR
D3 TOL: CUT: []RH []LWH

L1: HELIX ANGLE:
L2: TOL: END CUT STYLE:
L3: TOL:

L4 (CHAMFER LENGTH): COATING:

A1 (CHAMFER ANGLE): MAT’L BEING CUT:

A2 (STEP ANGLE):
[ 4
Rani Tool Corp.
DIMENSIONS NOT SHOWN TO BE RANI TOOL STANDARDS.

TOLERANCES ARE BEFORE ANY COATING IS APPLIED. Appr. By: Date:

Notes:
Title: STEP REAMER

Customer: Dwg. No.:
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