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Company Overview 563-391-6220

For 100 years, M.A. Ford® has been at the cutting edge of tooling design and manufacturing and has developed an
enviable global reputation for performance and precision in advanced solid carbide tooling, serving over 60 coun-
tries world wide. Our innovative cutting geometries, materials and coating technologies are providing effective
manufacturing solutions to an expanding and increasingly diverse range of industries.

Key Product Lines Custom Tool Division

. e High Performance Solid Carbide End Mills M.A. Ford’s Custom Tool Division offers
Target Industries: e High Performance Solid Carbide Drills application development, design and manu-
Aerospace e Solid Carbide Reamers facturing expertise in the following product
Medical e Solid Carbide Diamond Grind Routers classifications in either solid or coolant thru
Firearms e Solid Carbide Custom Tools configurations:
Automotive J Solid Carb?de and HSS Countersinks . e High P.erfo.rmance Drills and Step Drills
. e Solid Carbide General Purpose End Mills e Rockbit Drills (Flat Bottom - 150°)
Heavy Machinery e Solid Carbide General Purpose Drills e G-Drills and Step G-Drills
Energy e Solid Carbide Burs e Step Reamers
Electronics e Solid Carbide Micro Tools e Reamers
Agriculture * Re-Conditioning and Re-Coating e Coolant Thru Specials
e  Firearms Reamers (Chamber-Barrel-
M.A. Ford Rapid Turnaround Program* Muzzle-Throat)
Coating e Custom End Mills
ALtima® 3 days No maximum quantity e Custom Form Tools
Blaze, TiN, TiCN 3 days No maximum quantity * Re-conditioning and Re-Coating

Range Reamers

270 Series 3 days 25 piece maximum
Shank Flats

End mills 3 days 50 piece maximum
Corner Radius

et

1ISO 9001:2015

End mills —6mm & above 3 days 12 piece maximum
Depth Setting Rings 3 days No maximum quantity
Coolant Slots 3 days 10 piece maximum

Micro-Stop Integral Pilot 3 days 10 piece maximum
*When base tool in stock




Returns: No returns will be accepted without a prior written
Return Materials Authorization (RMA) from M. A. Ford. Please
contact our Customer Service department for an authorization
number and shipping instructions. Merchandise that has been
approved for return must be returned on a pre-paid basis in
original packaging.

Miscellaneous Return Restocking Charges:

Miscellaneous returns are subject to the following restocking fees:
¢ Purchased within 30 days, 5%

¢ 31-180 days, 10%

* 6 months — 1 year, 15%

Order Entry and Shipping Cutoff Times
Orders received by 5:00pm CST in stock shipped via UPS
same day

For Fed Ex shipments:
e  Cutoff time is 4:30pm CST for priority shipments

e  Cutoff time 3:30pm CST for ground shipments

Test Tool Results Example

This test of the M.A. Ford series 277 was a big improve-
ment for Company A as the current indexable tool would

¢ No miscellaneous returns for materials purchased beyond 1 only produce 200 parts before chipping out. The M.A. Ford
year (Contact Customer Service for Stock Rotation Option), except Tool ran 3,000 pcs between tool changes. The insert usage
series 239. For series 239, no returns are accepted for materials cost of $23,400.00 must be added for the special Iscar tool

purchased beyond 90 days. body usage of 52 pcs. annually. Total savings $137,591.00.
All Returns Are Subject To The Following Conditions: o

e Returned items must be current M.A. Ford products per the %{%m‘ TOOL PERFORMANCE EVALUATOR T
current price schedule. —

Select Machining Type Sold Miling v 8Cooron  OCoorOF | Test Date 03/24/17
e Standard products that are scheduled to be removed from the Select Data Entry Units - o ]| outpur Units_ o e e
. . . . Company Test Objective Tool Life
catalog and/or slow moving items are subject to review and may < [eomar Part| 174" Ratche lever bore
on E Salesman Materil| 1187 steel
not be eligible for return. 5 o Fardness (e0) 250 BFN
. - Evaluator RUSS MESSER Surface Condition| Milled
e Damaged product packaging, marked/defaced labels and/or S [ achine Mazak Nexus 400011 Soid Wil Rateral Factor 128
. . E Machine # E-2602
packages are not eligible for return. & [ Rored Poweri30 Wil yper cimbi] Tnierpolation
. Tool Numb: 22 Existing Test 1 Test 2
¢ Products that have been altered or coated by a third-party are e e Tecar WA Ford 277375128
n Ot e | |g| b | e fo r retu rn ’; Endmill Description AOMT040204-900DT 3/8" X 7/8"X 2.5" .015
- o IC 908
. . -
e Returned products must be properly packaged for shipment with 8 [Fermwrem z 2
. . . =
the RMA number indicated on the shipment and noted on the P Te— 5575 5375
. . . RPM (at max RPM) 5240 5240
return goods documentation. Any carrier damage is the 2 e o 514 518
e . . Feed (ipt) 0.0005 0.0030
responsibility of the Distributor. E Fesd iy 503 258
< Width of Cut  (in.) 0.020 0.020
o -
To Request A Sample Tool s e @ o3 LE]
The Test Tool Request Form is available at i of Passes __Per Part ! !
. ) Type of Chip Produced ? Segmented w|  Tubur ] v
maford.com/page/forms. Follow the instructions on the bottom Coslant SINTHETC SINTHETLC SYNTHETIC
Power @ Spindle (KW) X X
of the form to fax or email to M.A. Ford Customer Service. Once |t Perts Per Mill cha. % 3060
w # of Parts Per Regrind
approved, the tool will ship same day if in stock. 3 [0 g Time _(osconce) 1800 120
8 Linear Distance /Mill Chg.(mm.) 2,100 7,647
Reason for Indexing CHIPPING NORMAL WEAR
s Tool Life Increase 4445%
. . Annual Part Production | 150,000 |
M.A. Ford®Direct Field Sales Staff o B [ i i o5
15 E Cut Time per part (sec) 287.81 23.02
3 :
Title Name City/State Cell E-mail E 3 ot ) 210 S
N O o
o o s James A. Ellis 11l Jackson MI | 517-795-9010 |  jellis@maford.com g :::n' :«whw T(:, S)avmgs (hours) . N1'1:¢3217d ___
len Rate ur) . lof 2quire lof 2quire
RO et anes mogian 2" Dirk Dietsch Horton MI | 517-435-8135 | ddietsch@maford.com S L — 1;1020%0 ’:;;:
Regional Business Manager IS § [ Llumber of Regrinds Per Tool 0 0
gCen(raI G SE US 9 Russ Messer Guntersville AL | 256-506-0776 rmesser@maford.com E l: :oo: ChrclgACo:t ;elrl ::ol Chng. $22.50 $1.50
S § | Tooling Cost Per Mill Change
Regional Business Manager ;(‘ 2 | Est. Annual Mill Usage 2250 50
Atlantic Region, Ontario and Matt Piscatelli Charlotte NC | 980-221-5108 | mpiscatelli@maford.com S = | Estimated Annual Mill Cost $27.000.00 $1,558.00
Quebec w é See Line Headers——————» $ Per Part $ Per Part Savings (Yr) | $ Per Part  Savings (Yr)
Regional Business Manager 'V_) ‘é :W:ilghcm ;A :g;i‘: gg:: $:f;4§
Great Plains Region, Manitoba, | 1 ) gick Jackson MI | 563-459-9197 | mijusick@maford O i ; e
Saskatchewan and Costa Rica -459- jusick@maford.com 3 Cutting Time Cost $3.598 0.288 $496,472
N. American Integration Mgr. Other Cycle Time Costs -$3.335]  -$0.277! ($458,785)|
Regional Business Manager Costing Summary $0.78 $0.02 $114,191
West Coast U.S., W. Canada, Kyle BeGell Beaverton OR | 503-713-8238 kbegell@maford.com Assessments |Obj:cﬁvz Attained?  ®Yes  ONo v | Retest> #Mo oves
Baja California and Sonora, MX This fest was a big improvement for end user as the current Indexable fool would only produce @ 200 parts before chipping
Regional Business Manager . out. The MA Ford Tool will run 3000 pcs betweeen tool changes. The numbers on this Report are more accurate in
IA, KS, MO, NE, S. IL and Quad- Mike Duggan Dubuque IA | 563-499-1737 | mduggan@maford.com

calculating the overall savings with the actual annual production adjusted to the correct poduction of 1/4" Lever ratchets

produced. The other reports were skewed on Part production as the number of inserts used annually with a 200 pc.

Neale Hicks Chesterfield MI | 563-949-0196 | nhicks@maford.com production rate per ool change had to be considered. Due to the chipping and Failure of the Iscar tool this is a more
accuate report with the burden Rate as the actual insert usage is 66 per ool change for this production. 23,400.00 must be

added for the special Iscar tool body usage of 52 pcs. annually. Total savings 137,591.00

Cities Region

Regional Technical Engineer
E. MI

R°9i°|'(‘;"1';:g’::‘°:';'|'fi"eer Jerry Von Bokel Belleville IL | 563-232-9018 | jvonbokel@maford.com

Regional Technical Engineer . . . N
AR, N. TX and OK Michael Berwick White Oak TX | 563-726-9383 | mberwick@maford.com

M.A. Ford Test Winners To Try:

Regional Teehrisal Engincer Kyle Rice Grand Rapids | MI | 563-594-8049 |  krice@maford.com 239 Series Diamond Grd/Diamond Coated Router for
Reglonal Tecpnical Engineer | Mike Hickey Houston | TX | 563-200-3004 | mhickey@maford.com Composites
Reg2’[‘:;{:::}::;';?3’1"”' Adam Corrigan Wahkon MN | 563-594-9347 | acorrigan@maford.com 278 Series SFLHPE nd Mi | | for Titaniu m, Inco nel
Regi"""';z’::'ufzf"gi"eer Cary Schlegel San Diego CA | 563-271-0560 | cschlegel@maford.com and similar materials
- " - - Ramos Arizpe, - . " Y
Regional Techrical Engineer | Roberto Villarreal CO:L‘E; , &Z‘;‘i’co CP | 844-204-3836 | rvillarreal@maford.com 180 Series 7 FL HP End Mill for Titanium, Inconel,
T Nickel Alloys and similar materials
Global Marketing and National M.A. Ford . . . > v .
Account Manager Judy Brauer Corporate | A | 563-333-3090 | jbrauer@maford.com CDA Series HP Drill for Aluminum and similar materials
Customer Service Manager |  Susan Davids "g;pggg A sdavids@maford.com CXD Series HP Drill for Titanium and similar materials
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