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STARTEC XP-P
MAXIMuM PrOfILE rETENTION  
IN TOOL grINdINg
 Excellent profile retention at the highest feed rates
 Lower process costs and increased productivity
 Highest precision for your solid carbide and HSS tools 

A Company of the SWAROVSKI Group

www



7000

Abortion

R= 0,35 mm

0

1 4 8 12

1000

2000

3000

4000

5000

6000

✖

■

■

■

■✖

✖

●

●

●

●

Number of flutes ground

Measured corner radius
after 12 flutes ground

P
ow

er
 C

on
su

m
p

tio
n 

[W
]

D64 Competition 2✖

D54 Competition 1

D54 Competition 1

■

STARTEC XP-P

R= 0,2 mm
STARTEC XP-P

●

Material = HM K30F
KSS = Oil
Q´w = 9 mm3/s . mm

7000

Abortion

R= 0,35 mm

0

1 4 8 12

1000

2000

3000

4000

5000

6000

✖

■

■

■

■✖

✖

●

●

●

●

Number of flutes ground

Measured corner radius
after 12 flutes ground

P
ow

er
 C

on
su

m
p

tio
n 

[W
]

D64 Competition 2✖

D54 Competition 1

D54 Competition 1

■

STARTEC XP-P

R= 0,2 mm
STARTEC XP-P

●

Material = HM K30F
KSS = Oil
Q´w = 9 mm3/s . mm

STARTEC XP-P  
MAXIMuM PrOfILE rETENTION IN TOOL grINdINg

The high quality requirements on state-of-the-art cutting tools of tungsten carbide or HSS and the permanent cost pressure are 
demanding an efficient use of modern CNC tool grinding machines in tool production. A significant cost reduction can only be 
achieved with optimum utilization of the available machine capacity. To use all the advantages of the CNC tool grinding  
machines an innovative grinding tool becomes a prerequisite.
The STARTEC HP product line of TYROLIT has already proven itself in meeting the demands on cutting performance and quality. 

The line STARTEC XP-P provides optimized profile retention at significant lower spindle power consumption (see diagram). The 
assortment was expanded with CBN grinding wheels for the production of complex tool geometries on HSS precision tools. 
Thanks to an innovative selection of raw materials and approved production methods TYROLIT ensures the high quality level of 
your cutting tool.

The STARTEC XP-P grinding tools are delivered unsharpened. Prior to grinding the wheel has to be sharpened with the enclosed 
sharpening stick. Only a perfect sharpening procedure will ensure the optimum cutting ability of the grinding tool. Sharpening 
instructions and an overview of the STARTEC range comes together with each grinding wheel.
High availability of the grinding tools, reduced processing costs and the perfect quality of your tool are the major advantages by 
applying the new STARTEC XP-P line.

Product and user benefits

Extremely high profile retention    
Easy dressing
High cutting performance    
Low grinding forces

Shorter process time during flute grinding
Extended dressing interval    
Best surface finish 
Comprehensive stock program of Diamond and CBN wheels

Startec XP-P with Diamond Startec XP-P with CBN Startec XP-P sharpening stick



Standard angles: V=10°, 15°, 20°, 30°, 35°, 45° | On request we also manufacture customized grinding tools

PrOduCTION PrOgrAM A1

STARTEC XP-P  
PrOduCTION PrOgrAM fOr dIAMONd ANd CbN

Shape D T = U X H

1A1

50 6 - 15 6

According to customer requirements

75 6 - 20 6, 10
100, 125 6 - 20 6, 10, 15

150 6 - 20 6, 10, 15
175 8 - 20 6, 10
200 10 - 20 6, 10
212 > 7 - 20 15

Shape D U X Tmax H

3A1

14A1

75 4 - 10

6, 10
Shape 3: T=U+3   

Shape 14: T=U+6
According to  

customer requirements

100, 125 4 - 20

150, 175 6 - 20

200 6 - 20 10, 15

212 4 - 7 15
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PrOduCTION PrOgrAM b1
Shape D T = U X H

1B1

75 6 - 16 10

According to customer requirements100, 125, 150 6 - 20 10, 15

200 10 - 20 10, 15X
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(U
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V
D
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PrOduCTION PrOgrAM V1

Shape D U X Tmax H

3B1

14B1

75 4 - 16 10

Shape 3: T=U+3   
Shape 14: T=U+6

According to  
customer requirements

100, 125 4 - 20 10, 15

150 6 - 20 10, 15

200 6 - 20 10

X

U

V
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H

T

X

U

V
D

H

T

Shape D T = U X V° H

1V1

75, 100, 125 6 - 20 6, 10 ≤ 45

According to customer requirements
150 8 - 20 6, 10 ≤ 30
175 12 - 18 10 ≤ 25
200 8 - 20 15 ≤ 45

X

T 
(U

)

V

D

H

Shape D U X V° Tmax H

3V1

14V1

75 4 - 10

6, 10
≤ 45

Shape 3: T=U+3   
Shape 14: T=U+6

According to  
customer requirements

100, 125 4 - 20

150, 175 6 - 20

200 8 - 20

200 10 - 20 15
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STARTEC XP-P
rECOMMENdEd PrOCEss PArAMETErs

The values in this table provide an insight into performance during the grinding process Q’w. By knowing the infeed 
(profile depth ae) you can find the recommended feed rate vt for use with STARTEC XP-P. The feed rate values depend 
on the workpiece diameter, flute angle, the coolant supply and the machine power that can be utilized.

Guideline

Q’w =
ae . vt

60

Q’w . 60

ae
vt =

Calculation formula

PRoDUCT line Vc [m/s]
Q’w [mm3/s . mm]

Standard ToP PeRfoRMAnCe

STARTEC XP-P DIAMANT 16 – 22 3 – 6 7 – 10

STARTEC XP-P CBN 25 – 40 4 – 8 9 – 15

Feed vt  [mm/min]

Profile depth 
ae  [mm]

50 60 70 80 100 120 140 160 180 200 220

2,6 5,2 6,1 6,9 7,8 8,7 9,5

2,8   5,6 6,5 7,5 8,4 9,3 10,3

3,0 5,0 6,0 7,0 8,0 9,0 10,0 11,0

3,2 5,3 6,4 7,5 8,5 9,6 10,7 11,7

3,4 5,7 6,8 7,9 9,1 10,2 11,3 12,5

3,6 4,8 6,0 7,2 8,4 9,6 10,8 12,0 13,2

3,8 5,1 6,3 7,6 8,9 10,1 11,4 12,7 13,9

4,0 5,3 6,7 8,0 9,3 10,7 12,0 13,3 14,7

4,2 4,9 5,6 7,0 8,4 9,8 11,2 12,6 14,0

4,4 5,1 5,9 7,3 8,8 10,3 11,7 13,2 14,6

4,6 4,6 5,4 6,1 7,7 9,2 10,7 12,3 13,8

4,8 4,8 5,6 6,4 8,0 9,6 11,2 12,8 14,4

5,0 5,0 5,8 6,7 8,3 10,0 11,7 13,3 15,0

5,5 4,6 5,5 6,4 7,3 9,2 11,0 12,8 14,6 16,5

6,0 5,0 6,0 7,0 8,0 10,0 12,0 14,0 16,0 18,0

6,5 5,4 6,5 7,6 8,7 10,8 13,0 15,2 17,3

7,0 5,8 7,0 8,2 9,3 11,7 14,0 16,3 18,6

Q’w Table [ mm3/s . mm ]

Values for STARTeC XP-P with Diamond Values for STARTeC XP-P with CBn

vt Starting value vt Starting value
vt Optimisation potential

vt Optimisation potential Reading  
direction



STARTEC XP-P  
APPLICATION EXAMPLE

VHM grinding tool HSS grinding tool

Workpiece Milling cutter,  
4 cutting edges, d = 16 mm
2 flute angles,  
different pitch of the cutting edges

Workpiece Roughing mill,  
5 cutting edges, d = 16 mm
flute angel 30°

Material K10 Material HSS , 64 HRC

Machine WALTER VISION Machine REINECKER WZS 60

Coolant Oil, 90 l/min, 8 bar Kühlung Oil, 90 l/min, 8 bar

Grinding wheel TYROLIT STARTEC XP-P 
1B1 150x16x20  16-15 V20°  
D54MXPP   

Grinding wheel TYROLIT STARTEC XP-P 
1A1 150x15x20  15-10  
B126MXPP  

Summary Feed increased by 200% 
Reduction of the total machining time  
by 30%
Sharpening interval extended  
by 300%
Reduction of the wheel wear by 40%
Sharpen after 100 pieces

Summary Feed increased by 30%  
Reduction about one grinding pass
Reduction of the total machining 
time by 25%
Sharpening interval extended  
by 130%
Reduction of the wheel wear by 45%
Sharpen after 70 pieces

Result
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TyRoliT SCHleifMiTTelWeRKe SWARoVSKi K.G.
Swarovskistraße 33 | 6130 Schwaz | Austria
Tel +43 5242 606-0 | Fax +43 5242 63398

Our worldwide subsidiary companies can be found on 
our website at www.tyrolit.com

www.tyrolit.com
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