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Holemaking Tools

Drifls
Keamers

Threading tools



Indexable drill new
series



Holemaking Tools g

Drills¢ c2-c231

Solid carbide drills | C€2-C176
Indexable drills | C177-C216
Interchangeable head drills | c217-C231

Reamers ¢+ cC232-c243
Solid carbide reamers C232-C243

C244-C272

Threading tools ¢

Solid carbide taps | c2s50-c261
Solid carbide threading end mills | c262-C263

Recommended cutting parameters | c264
of solid carbide threading tools

Technical information C265-C270

Non-standard customization for | c271
solid carbide taps

MNon-standard customization for® C272
solid carbide thread milling cutters
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HOLEMAKING TOOLS

- How to choose the right solid carbide drills

/" How to choose the right solid carbide drills

—= Shape

———= Size

s Product category

*

el ool BB e

1 - 1
T — EIETH e it B
- (0] -
Indernad coolant Vil ol Whanh L \CF I L& -E
-Hﬂmmmmmmmmﬂ. = b, =
& Shaip odlr S o] , sutable for by with ,

4 -
] q " E »

] VTETONE 8308 1 8 % n - -.~.

1 R TEETOIC-SI0Y " e | = L = #

34 L Sy 1SS TOC-23L0 L - E o * ir

s (o] wmmeew | o | o | & |2 [ » | o

1 [ TSHSTOIC-020 [ & ] - ® i

LT 5 wwank TEMETORC 2320 8 " » n = &

3 .y " el ATHETORC 320 [ " » n b #

L i Suwgra | WMNTOOC S i Lo ] . A

125 il Dol s TEIETOC A28 [ [ » 2 ] -
5 _’ﬁ TTIEETOSC-0028 L L] » a k) L
= s ] S ot . ot s el

13 L S TMESTOSE-03 L ] 8 =3 X )

1 = e | RSB | 8 | @ | ® | @ . >
) o TAETOIC- 8360 . ) » “ » = —I

24 5 wan TSMBETOC 280 [ ) » ] ] &

2L ) e AT L] L) - o s 51 T
acal Snign | WMMOMNM | 8 | @ | ® s e LI

18 4 bomein VSIS TOSC-2360 a - ET o kS E

4 M ATHETORCSNE0 L] " 28 n i
TRl 0T | OO B iy e

[m’-&-}. h! Cullng et | Tootvical iskmaton # ok oo minsion . ) ]
[+ L) GHECAT CAT2GTNE
i X Specifications »
e Amrf:ahlﬁ workpiece Type, depth of driling, cooling system, type
material range of shank, basic dimensions and grade.

& Product features
Code key, culting parameters,
technical information,
non-standard customization



interchangeable head drills

HOLEMAKING TOOLS

- “
Drills >
Drilling tools overviews C4
Solid carbide drills ¢ C5-C176
Grade introduction for solid carbide drills C5
Solid carbide drills code key C6
Solid carbide drills overview C9-C150
Recommended cutting parameters for C151-C164
solid carbide drills
Technical information for solid carbide drills C165-C171
Mon-standard customization tools C172-C176
Indexable drills ¢ C177-C216
Indexable drills code key c178
Indexable drills overview C181-C207
Indexable drills inserts code key C208-C209
Indexable drills inserts overview C210-C213
Technical information for indexable drills C214
Recommended cutting parameters for C215-C216
indexable drills
Interchangeable head drills ¢ C217-C231
Interchangeable head drills code key c218
Interchangeable head drill tool holders overview C219-C223
Interchangeable head drills overview C224-C228
Technical information for interchangeable C229-C230
head drills
Recommended cutting parameters fore G231
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Drllllng tools overview

Vi Drilling tools overview \
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Grade introduction of solid carbide drills

Grade introduction of solid carbide drills

F

£

> Coated grade
' KDG3013

MNew AICTN substrate composite coating, with excellent wear
resistance and bonding resistance, improves the stability of the
insert edge.

Unique coating post-treatment technology effectively reduces the
cutling resistance for smoother chip evacuation and higher security.

K -4 :"‘L_,l. - -

AICrN substrate composite coating KDG3013 Conventional coating

g =

KDG303

Ultra-fine carbide substrate with high strength,
toughness and wear resistance, in combination
with nano-structured ne-TiAIN coating aiming at
optimizing drilling operations, makes sure the tools
have very high toughness and hardness. Unique
coating technology gives the tools smooth surface
and excellent wear resistance, and outstanding
thermal stability and chemical stability provide
effective protection for the cutting edge.

'm‘l." -

Common TialM coating nc-TiaIN coating

n
E
E
=
[=]

© Uncoated grade

Grade intreduction of solid carbide drills

YK20F

Ultra-fine grain carbide substrate with high hardness, outstanding wear
resistance, and long tool life.

T L] P
YK30F
Ultra-fine carbide substrate with high strength, toughness and wear resistance
gives the cutling edge perfect strength.

Cs



=]
3.
z
o
5
=
L

Aoy apoo sjuUp spigies plog

Solid carbide drills code key

e Solid carbide drills code key A\
Type to tool " Mode of cooling Typa of shank
GD P Twist Drills for General Machining | | P Intrnal cooling P slim shank
. UD = Twist Drills for General Machining | | Defauli B Extamal mnllng | Darault I meeat DINGS3ISHA standand )

Cé

coos[closols

Langth code Specification
03 3d 0800 P Mominal diamater
05 b 5d \ i
08 p3d
Code Deseription Code Descistion
B B | SU | Twist drill for general machining
2- As p‘rBIN 1“? | | —— P —— -
3| As per QUIZZO(T0)01.001.002 SL | Oeep twist drils N
4 | As per DING53TE ST | Twisl drill for soft steel, siainless steel
5 | As per DINGS3TK _ SH | Twist drill for high hardness steel
|_& |Asper DINGSITH SC | Twist drill for AL alloy and cast iron
7 | As per the rule ZZC-C in QNZZ0(TON01.001.002 Y TR
| 8 | As per the rule ZZC-D in QNZZQ(TO)Y01.001.002 i caltminst sl
8 |As per the rule ZZC-E in QNZZQ{TON1.001.002 | PC | Straight flule dhll for alurminum, cast iron
Length code Geometry
Code Descripton | I (Code | Description
C_ | Intemal colant
: L Duliaull Exlarnal coolant
; Type to tool I‘ Mode of mnllng
1
Type of shank | | T'ype of drill Bpﬁﬂiﬁcaﬂnn
e : o
i_ltnda Description |Code|  Deseiption | Code | Description
| 1 |Straight shank 0 | Twist deill ogsp | Mominal diameter of
| 2 |Square head straight shank as per DIN1D 3 | Multipbe functions twist dll | drill
| 3| Double flatiened siraight shank as per DIN1809 ; g““‘;’;ﬂ L.
e A 5
5 | Straight shank as par DINBS35HA
' _'“ e 6 | Three flute drl
| 7| Whistle noich shank as per DINGS35HE 7| Straight flute il
.8 | Tapered shank ) Deap drill |
Identification of drilling depth
Cutling depth shown when the ool is non-pilot drill| | Peint angle identification shown when tood is pilol drill
Code Description Code | Description
03 (2-3)d |
o = 90 ilat diill with 90° paoint angle
05 (4~5)d | & i itz
08 {7-8)d
12 (12)d 120 | pilot drill with 120° point angle
15 (15) d
20 (200 d
30 (30) d




IS

Twist Drillsifor;
GeneralgMachining

Applicatior
Versatile, for high eff
n'm_u_ in a val

@ Linear cutting edge with high
strength.

Optimized drill point structure
for better cutting performance.

@ Simulation in combination with testing
for superior overall performance.

@® Professional post-treatment for
coating ensures low-resistance
high-efficiency machining.

@ Double edge-line design for
improved machining stability.




Long and stable tool life

GO series drill

B company

A company

Tool: GDOSC-0550

Workpiece material: CTOSEHRC30)
We=100mdmin; f= 0.15mmir, H=27mm
Cooling system: waler soluble cocling

Acompany L itt2m &

Toal: GDOSC-1000

Workpiece matenial: 45"stesl{HE180)
Ve=150mdmin; f=0.25mmir; H=40mm
Coohing systerm: water solubla cooling

0 80
Tool life{m)

Outstanding machining precision

Quality of hole wall:

Toal, GDOAC-0820

Workpisce material: CTOSS(HRC30)
Ve=120mimin; £=0.23mmir; H=30mm;
Cooling system: water soluble cooling

GD series drill A company

Excellent chip breaking performance

Chip breaking performance:
Tool: GDOSC-0600

Workpiece material: 1Cs18NISTI(HB180)
We=T5mimin; f=0.2mm/r; H=30mm,
Cooling system: walter soluble cooling

GD series dril A company
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— GD series General machining ™~

#

Exiernal coolant Straight shank L Ly J
LCF | Ls

-

31;“]:. vy N i ., . ] ] SR 5

DCON

8 140° R T o S b Dbt e L

<

Internal coslant Straight shank : LU ' &
LCF _ LS b1

@ Suitable for high efficiency drilling in a varety of matenals e.g steel, stainless steal, cast iron,

| NO.2-B4UNF |-

g
LR ™ B R R T ]

2‘1 FI T IS TR ETe v e e foararase s e e s s e e Nu“ﬁu“c o et

smm GDO05-02158
= coolant [ERRITE Gmm1a

......... N0 B-BEUMF |sesismsmimimssmicsfomsssssaicssssasns

wiwiniajwioisls
—
S
=
=
L
GD series

T 14 28 M2 5045
oo s e oo T VDA .
T .

@ Stock available 7 Make-to-order

2 222 egg8e
3

§
w0 B oD ] D [ B

k= Applicable material table Very suitable  Suitable

Workpiece material

Grade | pyidsteqi | CAarbon | Pre-hardened steel, Hardened steel | gy
Casti

HB=180 | pjow'Stoel | ~40HRC | ~SOHRC | ~6oHRC | Steel i

KDG3013 (8] o o 8] o o

mﬁ Cutting pam Technical information HNen-standard W

ch Ci51-C152 (C185-C171 C172-C176

NomrusJ Alumanum | Copper
iron alloy alloy

Heat
resistant
alioy
O

C9



HOLEMAKING TOOLS

— GD series General machining

*

External coolant

<

Intermal coolant

@ Suitable For high efficiency urilmg in @ vanety of matenals e.g steel, stainless steal, cast iron,

[
2
=
o
o
o
=

£8UaS 09

2.35

24

2.5

2.55

3
5
3
5

20, [ oo v

| External

coolant

I

DCON

Straight |
shank

lwialiawoivialealviv salsiwio

tiriwinisiainiwiaiaivien

gigigigis

@ Stock availabie



HOLEMAKING

LS'C
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285 S AT YR T 1 V] SN S

Niiana GD03-0290S ,

oo | coolant GD05-0290S

WO 5-40UNC
MO 5-44UNF L

|

§
aimieioiaisaisisinin oo 0w w wwisiscieoio ain

2.95

| NO B-40UNF

" swaigne | G003-03008 |
I shank GDO5-03005

3.0

2R3 reisisinis s esisisieieiginiss
8
B

L5 PR N = - B L R TR o R T R - IR L R R TR R R R ]
| F
|2
g
P

GD series

31 2 | ecemal GDO03-0310

“1 Internal
L RO WS MR 7
8 GDOac-0310 T2 34 29

Mote: For drilling depth (ULDR) of 8, namely GDOSC series, lolerance of shank diameter is hs. @ Stock available * Make-to-order

o

2

N
gigigiaie

k= Applicable material table Very suitable  Suitable

Workpiece material

Grade | yid steel | Carbon | Pre-hardened steel, Hardened steel | gy o i

HB<180 | , See. aar . | Castiron
Alloy steel | ~40HRC | ~S0HRC | ~BOHRC

KDG3013 (8] o 0 O o o

mm Cutting pam Technical information HNen-standard mm

ch Ci51-C152 (C165-C171 ) C172-C176

NomrcasJ Alumanum | Copper
iron alloy alloy

Heat
resistant
alioy
O

cn
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— GD series General machining

*

External coolant

<

Intermal coolant

Straight shank

Straight shank

'HOLEMAKING TOOLS

= [140°(

-

DCON

L.
LCF
- QAL -
8 140" ] e o e T S
Ly |
LCF
L Ol -

@ Suitable for high eficiency drilling in a variety of materials e.q steel, stainless stesl, cast iron,

.15

3.25

- _i External

| Extomal

coolant
| Internal
coolant

==

Hy 3_ | Intarnal
5 | coolant

.2 |Extemal
5 coolant

.3 | ntemal
g | coolant

ha g .3. p | Extemnal| shank |

5 Imlim
3

5 | Internal

s GO0 AR
8
3 | External

- QR S (R B S

e
e

Gmmmm N
e

GD03C-0320 |
GD05C-0320

MO B-40UNF

5 BN BE BN Bae

eimisisisisisiniaioiaisicinia ainia

2888 2/” 28

%éﬁ;%éﬁimifﬁ gigis

C12

@ Stock available

" Make-to-order



GD series

HOLEMAKING TOOLS' o_

3.3

3.4

35

38

" coolant

_| Internal
coolant

| External
I coolant

| Intarnal
coolant

[Eﬂemal s

| coolant
I Infernal
| coalant

IE:temal:
| coolant

I Infzrmal
. cealam

7 Internal
= coolant

LE R T R P ]
:-gl
1]
2

8

s
&
Pa

GD‘UEC-DEEUE

. 'Gmmm

'Gnoa-usms
GD05-0340S

GDO3-0330 |

Gmmm
an:-um

RS

imimiaiei;eiels

Max0.7

Straight |

GDO3C-03405
GD03-0340

= GD05-0350S

S

Gmmm_ ]

2igssRe RSB

=
a3

Mdx0.5
NOB-3ZUNC
MO 8-36UMF

GD series

&
Ba

g

GDG&C-US&D

© GDO3C0360 |
GD05C-0360

-]
L]

|oioo@ossssoaonosssnocaocaoss
828838

T2

29

zggéggg;ggg;ggg;g

Mote: For drilling deplh {ULDR) of 8, namely GDOSC series, tolerance of shank diameter is hs.

k= Applicable material table

@ Stock available

! Make-to-order

Very suitable  Suitable

Grade

Workpiece material

Carbon
stea,
Alloy steel

Mild steel
HB=180

Pre-hardened steel,

Hardened steel

=-40HRC

~50HRC

~BOHRC

Stanless
st

Cast iron

Copper
alloy

resistant

KDG3013

o

[+ ]

[+ ]

coirey )

ce

Cutting pam

C151-0152

Technical information

(C185-C171

Non-standard mﬂtﬂm

C172-C1TE

C13
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— GD series General machining

*

External coolant

<

Intermal coolant

Straight shank

Straight shank

'HOLEMAKING TOOLS

= [140°(

L.
LCF LS
- QAL
8140‘ e b, b b ]
Ly |
LCF LS
- OAL

@ Suitable for high eficiency drilling in a variety of materials e.q steel, stainless stesl, cast iron,

3.8

3.85

| External
_| Intarnal
| External

7| Internal
_| coolamt

| External

| eoolam
.| External

7| Internal
| coolant

| m

] [—

3
5
5.. -

coolant
coolant

coolant

coolant

| Intemnal

coolam

| coolant

Straight

shank

8- JR I S S R S

Mdx0.7

M4=0.5
swnn| NCLB-FZLING prssrsrmimisnrnia

s o oo saissoioooosasa0o

gégﬁgs;ggxgz;g

MNO.B-36UNF

c14

@ Stock available Make-to-order
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GD series

RS

5
g
-
&
g

| coolant GDO5C-0390S
™ = s
o P e
| Extemal R el
| oot GD05-0400S

MNO.10-
DAUHE  fememimiminimeas

3.9

imimiaiei;eiels
-
[
o

| mtema PR L
conist GDO5C-04005
I I GD05-0400

4.0

Intarnal
coolant

3

5

3

5

3

5

8 Swaight | GOOBC-0400 |
3 |exemar| 1™ | GDO3-04108 |
§ | weclant GDO5-04105

3 mema| | GooSCOst0S |
5 | coolant GDOSC-0410S
1) o © GDO30410 |
5 | coolan GDO05-0410
3

5

B

:

[ GDOIC-0410
Infernal w =

... coalant Fearets el
l GDOSC-0410

4.1 MO 10-32UNF

28
Fa
=
=3
" eeee

GD series

M50 [ ]

4.2

T internal
S ] B S Rn N Tl T el M L
8 GDO8C-0420 1 43 38

Mote: For drilling depth (ULDR) of 8, namely GDOBC series, tolerance of shank diameter is hs. @ Stock available I Make-to-order

g
H
2

oimio @aicianinianin o aicaie Ricecin e einie eies]

2
iy
zzgagzgg

k= Applicable material table Very suitable  Suitable
Workpiece material
Grade | g steel | Carbon | Pre-hardened steel, Hardened steel | gypniaee | e R Copper .
HB< 180 | . 0t0ek steel | Castiron Ton alloy al resistant
Alloy steel | ~40HRC | ~50HRC | ~BOHRC oy alloy
KDG3013 o o [+ O o o O

Mm Cutting pam Technical information HNen-standard mm

[*:] C151-0152 (C165-C171 C172-C1TE

C15
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G GD series General machining ~
31;1“: P s, s |

* LU

Extemal coolant Straight shank - x J
LCF | LS

I

DCON

B 1407 [ e i e e B

<

Internal coslant Straight shank : LU ' &

@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron,

E
bl
8 8

=
2
=
o
o
o
=

£8UaS 09

| Straight|  GDOSC-04388

hark | opesaess | < ING.10-24UNG

4.35

44 | 3 |Eemat GDO3-0440

E

o
aiaisiaisimicninioiaisainisniciniolieial

i~

L)

@

E

2

3
ggsgng

@ Stock available Make-to-order

C16
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GD series

RS

g
i
[ S ]
2.2
q‘l
£
&

4.45

auafi s s . | ND 1 WUNF

| Internal  GDO3C-p4as | & | &6 | sl |
coolant GDOSC-0445
| External GD03-04508

| coolamt

8

=

2

&
H .: Egr B

o [+:] [+] (s [+ ]

g 3

vig
gizigigigly

EALICY Internal
5 | coolant GDOSC-04508

O M. et
- GDO5-0450
© | |suign| GDOSCOsKO |
3 | Extemat shank GDO3-048058
o |mlm e
5
3
5
3
5
8
3

ek 157 11| o ERRTRRR SS
M3x0.5

4.5

Phc! GDO5C-0460S
| Extemal o, R P
| e GDO05-0460

4.6

| Internal
coolant

=
5
g
88 888888888888 S

2
&
[ 5]
]
GD series

5 | coolant GDOSC-D4658
P gl AT ik NS

O PP s MExQ B  beemememea

@i
=
2
3

aimicimiminin{in aicie B ;i it Bimim Bimo]

3

b4
sgsasests:gg

L ]

s | coolant  GDOSC-0465 | 24 e [m |
Mote: For drilling depth (ULDR) of 8, namely GDOSC series, lolerance of shank diameter is hs. @ Stock available © Make-to-order

k= Applicable material table Very suitable  Suitable

Workpiece material

Grade Mild steal Carbon | Pre-hardened steel, Hardened steel Simnless
Casti

HB=180 leymi':‘aﬂ ~40HRC | ~50HRC | -BoHRC | Sted Sy

KDG3013 o o L #] O o o QO

Mm Cutting pam Technical information HNen-standard mm

[*:] C151-0152 (C165-C171 C172-C1TE

NomrcasJ Alumanum | Copper
iron alloy alloy

resistant

Cc17
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— GD series General machining

*

External coolant

<

Intermal coolant

'HOLEMAKING TOOLS

Straight shank
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@ Suitable for high eficiency drilling in a variety of materials e.q steel, stainless stesl, cast iron,
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@ Stock available

_ Make-to-order
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GD series
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Mote: For drilling depth (ULDR) of 8, namely GDOSC series, lolerance of shank diameter is hs. @ Stock available Make-to-order
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k= Applicable material table Very suitable  Suitable
Workpiece material
Grade | g steel | Carbon | Pre-hardened steel, Hardened steel | gypniaee | e R Copper .
HB< 180 | . 0t0ek steel | Castiron Ton alloy al resistant
Alloy steel | ~40HRC | ~50HRC | ~BOHRC oy alloy
KDG3013 o o [+ O o o O

Mm Cutting pam Technical information HNen-standard mm

[*:] C151-0152 (C165-C171 C172-C1TE
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— GD series General machining

*

External coolant

<

Intermal coolant

'HOLEMAKING TOOLS

Straight shank

Straight shank

5 140 N

Ly
LCF

Bl1ao [ g

@ Suitable for high eficiency drilling in a variety of materials e.q steel, stainless stesl, cast iron,
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coolan
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coolant
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..| coolant
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@ Stock available

! Make-to-order



GD series

HOLEMAKING TOOLS '

(%]

5.9 3

5.95

6.0

6.1

6.2

shank

&

imimiaieaieicie

RS

Straight |

gizigisigly

BEEEBEEEEEEEREESE

M7x1

1/4-ZBUNF

GD series

a8

fmimioleiv vidivumio e oo vidiaiginiolo]

114

&

ggggggg;g

Mote: For drilling depth (ULDR) of 8, namely GDOEC series, lolerance of shank diameter is hs.

k= Applicable material table

@ Stock available

! Make-to-order

Very suitable  Suitable

Workpiece material

Grade

Mild steel
HB=180

Carbon
stea,
Alloy steel

Pre-hardened steel, Hardened steel

Stanless

=-40HRC

~50HRC

~BOHRC | Steel

Cast iron

ron

NomrcasJ Aluminum
alloy

Copper
alloy

resistant

KDG3013

o

[+ ]

8]

[+ ]

o

coirey )

ce

Cutting pam

C151-0152

Technical information

(C185-C171

Non-standard mﬂtﬂm

C172-C1TE
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— GD series General machining

*

External coolant

<

Intermal coolant

Straight shank

Straight shank

'HOLEMAKING TOOLS
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@ Suitable for high efficiency drilling in a variety of matenials e.g steel, stainless steel, cast iren,
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@ Stock available

) Make-to-order



HOLEMAKING TOOLS '

GD series

5
g
E
&
o
s B

SME-1BUNC M7x1 ®

5

3

y 5 1 Inteamal GDI]EC DBE0

ey GOGIARE
B

2
gigiziginiy

| coolant GDO5-0670S
| Internal bt
| coolant GDO5C-0670S
coolant GDO5-0670
[ GDO3C-0670
Infermal e

T extemat GDO03-0670S

6.7

.., coolant

Straight |~
| shank |. GDﬂB:C-DE‘."ﬁ

3
5
3
5
3
5
a8
3 |exemat 6GD03-06755
5
3
5
3
5
3
5
3

| intermai o ED0S-DRES |
| cosien GDOSC-0675S
E:m‘: ' GDEMTE
| coolant GDO5-0675
: Internal : GD!'.I!»G—I)ETE
| coolant GDOSC-0675

6.75 MEx1.25

GD series
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Note: For drilling depth {(LULDR) of 8, namely GDOSC series, tolerance of shank diameter is hs. @ Stock available ? Make-to-order

e oo |

5
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k= Applicable material table Very suitable  Suitable
Workpiece material

Grade | g steel ?&"“ Pre-hardened steel, Hardened steel | oionigqe hoddar cas{ Aluminum Copper | oot
HB=180 | ajioy steel | ~40HRC | ~50HRC | ~6OHRC | St A o alloy alloy
KDG3013 (8] o o O o o O

Mm Cutting pam Technical information HNen-standard mm

[*:] C151-0152 (C165-C171 C172-C1TE
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— GD series General machining B

*

Exiernal coolant Straight shank L Ly J
LCF | Ls
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DCON
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<

Internal coslant Straight shank : LU ' &

@ Suitable for high eficiency drilling in a variety of materials e.q steel, stainless stesl, cast iron,
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@ Stock available Make-to-order
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GD series
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Mote: For drilling depth (ULDR) of 8, namely GDOSC series, lolerance of shank diameter is hs. @ Stock available Make-to-order
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k= Applicable material table Very suitable  Suitable
Workpiece material
Grade | g steel | Carbon | Pre-hardened steel, Hardened steel | gypniaee | e R Copper .
HB< 180 | . 0t0ek steel | Castiron Ton alloy al resistant
Alloy steel | ~40HRC | ~50HRC | ~BOHRC oy alloy
KDG3013 o o [+ O o o O

Mm Cutting pam Technical information HNen-standard mm

[*:] C151-0152 (C165-C171 C172-C1TE
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— GD series General machining

*

External coolant

<

Intermal coolant

'HOLEMAKING TOOLS

Straight shank

Straight shank
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Blia0

@ Suitable for high efficiency drilling in a variety of malerials e.g steel, stainless steel, cast iron,
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@ Stock available

! Make-to-order
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GD series
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coolant
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Mote: For drilling depth (ULDR) of 8, namely GDOS&C series, tolerance of shank diameter is hs. @ Stock available o Make-to-order

k= Applicable material table Very suitable  Suitable
Workpiece material
Grade | g steel | Carbon | Pre-hardened steel, Hardened steel | gypniaee | e R Copper .
HB< 180 | . 0t0ek steel | Castiron Ton alloy al resistant
Alloy steel | ~40HRC | ~50HRC | ~BOHRC oy alloy
KDG3013 o o [+ O o o O

Mm Cutting pam Technical information HNen-standard mm

[*:] C151-0152 (C165-C171 C172-C1TE
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— GD series General machining B
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Exiernal coolant Straight shank L Ly J
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-
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<

Internal coslant Straight shank : LU ' &

@ Suitable for high eficiency drilling in a variety of materials e.q steel, stainless stesl, cast iron,
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@ Stock available Make-to-order
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GD series
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" coolant
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coolant
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Mote; For drilling depth (ULDR) of 8, namely GDOBC series, olerance of shank diameter is hs, @ Stock available ) Make-to-order

@
E
=]

k= Applicable material table Very suitable  Suitable
Workpiece material
Grade | g steel | Carbon | Pre-hardened steel, Hardened steel | gypniaee | e R Copper .
HB< 180 | . 0t0ek steel | Castiron Ton alloy al resistant
Alloy steel | ~40HRC | ~50HRC | ~BOHRC oy alloy
KDG3013 o o [+ O o o O

Mm Cutting pam Technical information HNen-standard mm

[*:] C151-0152 (C165-C171 C172-C1TE
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External coolant

<

Intermal coolant

'HOLEMAKING TOOLS

— GD series General machining

Straight shank

Straight shank
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i
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@ Suitable for high efficiency drilling in a variety of materials e.g stesl, stainless steel, cast iron,
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C30

& Stock available

" Make-to-order
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GD series
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Mote: For drilling depth (ULDR) of 8, namely GDO2C series, tolerance of shank diameter is hs. @ Stock avallable ) Make-to-order
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..| coolant
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coolant
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I
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GD series
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k= Applicable material table Very suitable  Suitable

Workpiece material

Grade | yid steel | Carbon | Pre-hardened steel, Hardened steel | gy o i

HB<180 | , See. aar . | Castiron
Alloy steel | ~40HRC | ~S0HRC | ~BOHRC

KDG3013 (8] o 0 O o o

mm Cutting pam Technical information HNen-standard mm

ch Ci51-C152 (C165-C171 ) C172-C176

NomrcasJ Alumanum | Copper
iron alloy alloy

Heat
resistant
alioy
O
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G GD series General machining ~
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<

Internal coslant Straight shank : LU ' &

@ Suitable for high eficiency drilling in a variety of materials e.q steel, stainless stesl, cast iron,
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| coalam
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162 114 99 45

@ Stock available Make-to-order
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GD series

Iﬁxm“ T 12|1u255 = o g T
b e R S W
Ceomcuss || e | s | a | e

Gmac-im 12 | mn8 il 56 45
Gmacdm VR I | P ) e
[ coolant " GD05-1060S

10.5

- prrey ]
e bowpen Gm&::-mm e e
3 L GDos060 | 12 | 102 | ss | 40 | a5 | | |
- I paane B e S e e
3 | © GDO3C-1060 | 12 | 102 55 w0 | 4
5 GDosc-1060 | 12 | ms | 71 | s | s
- staon| a— 12132 i 9945 :
= e R e

Pt Gnﬂhums"' e R B e

7
5
3
5
3
5
8
;

10.6

| Intarnal
coolant

Jwemat| | gposcaoros | w | w2 | s | oae | oes | [ ]

| el Gmﬂ.‘:du-m 1 e | 6 | 45
....IE:M“ e i P e P
| coolant GM1um 12
[ GDO3CA070 | 12 |
sl mal GDOSC-1070 | 12

Jocolmnt | $z0090 Lo oo . .
l GDOC-1070 12

10.7

118 71 56 45

118 EA 56 45

8
EiLgl |

P

2

GD series
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| External GDO3-1075 12 102 55 40 45 ®

= e ""'Gmmu'ra 12|'|1E- ....... W P e o I e
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Note: For drilling depth (LULDR) of 8, namely GDOBC series, tolerance of shank diameter is hs. @ Stock available * Make-to-order

10.75

iwmimiwim

k= Applicable material table Very suitable  Suitable
Workpiece material

Grade Carbon |Pre-hardened steel, Hardened steel . Heat
Mild steel Stainless Cast Iron Modular | Aluminum Cﬂlg:r bty

steal,
HB=180 | ajjoy steel| ~40HRC | ~50HRC | ~60HRC | Steel castion | alloy alloy

KDG3013 o =] o |4 o o O

Mm Cutting pam Technical information HNen-standard mm
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— GD series General machining
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C34

@ Stock available

) Make-to-order
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Mote: For drilling depth (ULDR) of 8, namely GDOEC series, lolerance of shank diameter is hs. @ Stock available () Make-to-order

i

k= Applicable material table Very suitable  Suitable
Workpiece material
Grade | g steel | Carbon | Pre-hardened steel, Hardened steel | gypniaee | e R Copper .
HB< 180 | . 0t0ek steel | Castiron Ton alloy al resistant
Alloy steel | ~40HRC | ~50HRC | ~BOHRC oy alloy
KDG3013 o o [+ O o o O

Mm Cutting pam Technical information HNen-standard mm

[*:] C151-0152 (C165-C171 C172-C1TE

C35



~C HOLEMAKING TOOLS

— GD series General machining B
31;1&: P s, s |

* LU

Exiemnal coolant Straight shank I~ " J
LCF | LS

QAL

ooy, |

B 1407 [ e i e e B

<

Internal coslant Straight shank : LU | &

@ Suitable for high efficiency drilling in a variety of materials e.g stesl, stainless steel, cast iron,

GD03-1160

it “mgmﬁ.ﬂm 12 115 7

40
56
Wi I ks Ema.c.ﬂmm 12 = & 55 : .m. ......45 a . i

71 Internal
coolant

| -

| External
coolan

11.6 |
7| Internal
| eoolan

=
2
=
o
o
o
=

114

|Em“ Gma-ﬂ?n e e B e
| Socent GDOSMTO | 12 | ma | 7
| vz e I o e e B Hrse
Jooun| | Gosectmo | vz | owe | v ] s | a5 | 1
I L e et L |
|External| "™ | GDO3-1180 12 102 55

l ssirie B e S e P T

GD03C-1180 12| oz 55 0 | a5 IRCRET A

n.7

sauss 09

1.8

............... | _“E-['ﬁﬁ-hm s s e e o
. —— S O O O o | O e O
S| [owetw | gl el b Lol 1 L
I GD0SC-1190 12 | 182 114 93 45
s 6031200
[m“'ﬂ'“ GD05-1200

Gmm1m 12 102 55 40 45 Midxz
| p— R T ol MO O -

Gn-uscdm 12 | 18 7 58 45 L ]

GDO8C-1200 12 162 114 99 45

1.9

12.0

@i iwie;i

@ Stock available " Make-to-order
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GD series

HOLEMAKING TOOLS' o_
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12.25
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| coolant
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| coolant
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coolam
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_, coolant

| External

coolam
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coolant

[Emnﬂl
| coolant

| coolant

“l Internal

coolant

Straight |
shank | .

G 1m.. o

GDO3-1210

GDﬂ!-d!Iﬂ-

= .Gms.um L b
GDG:!»G—ﬂEﬂ
Gmacum

?

GWEC 121'l:|I

12-20UNF

1

© GDOSC-1226
GD05-1230
| GDOSC-1230
GDG5-115E
Gnuumm
GDO3.1270
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| GDOSC-1270

GDﬂ&l‘.’HﬂD
GD‘B&-ﬂTE

ﬁma.um -
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- GDOsz70 |
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i 2 :1§

133

”5... | -

TR T V] o) RO S—

i 45
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e
45
i
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45
o
e
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s
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e

M14=1.5

GD series

GDO5-1276

45

GDO3C-1275

T

GDOSC-1275

124

45

45

GDQ5-12W

GDﬂ&G-‘IR‘BD

GD03-1280 -

”“Gmaﬂdmm
Gmac-uan

107
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178

124

' 133

45
45

45

45
a1

Note: For drilling depth {(ULDR) of 8, namely GDOBC series, tolerance of shank diameter is hs.

k- Applicable material table

@ Stock available

Make-to-order

Very suitable  Suitable

Workpiece material

Grade

Mild steel
HB=180

Carbon
Shaned,
Alloy steel

Pre-hardened steel,

Hardened steel

=-40HRC

~50HRC

~BOHRC

Stanless

st

Cast iron

NomrcasJ Aluminum
iron alloy

Copper
alloy

resistant

KDG3013

o

[+ ]

8]

[+ ]

o

coirey )

ce

Cutting pam

CA51-C152

Technical mfa’-m';m

"C165-C1T1 )

Non-standard mrm;ﬂ’TnD

C172-C1TE

C37
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HOLEMAKING TOOLS

— GD series General machining

*

External coolant

<

Intermal coolant

Straight shank

Straight shank

= [140°(

L.u- -J

LCF

ooy, |

Blia0

oAL

Drill

12.9

13.0

131

13.35

13.5

13.65

3
5
3
&
3
5
8

=

winmiwimin o w!

o lwloi

- _' External
| coolant

| Internal
| coolant

| External

| Internal
= cookant

i _[Exmal
| coolant
I I Intermal
coalant

i | E:ternal
| coolam

iy | Intemal
coolant

| Extermai
coolant

1 Intermal
| coolant

| -

| Extermial
| coolant

Internal
| coolant

@ Suitable for high efficiency drilling in a variety of materials e.g stesl, stainless steel, cast iron,
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124
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"115
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15?
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- 1ﬂ?.
" 124""' j
-
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|
"'Gmmms"'
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S
L
) m?"'-'
'124""'
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45

45
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5/8-11UNC

Mid=2

Mi4=1.5

B16-12UNC

ol BB BUNF fomseee

C38

@ Stock available

Make-to-order



HOLEMAKING TOOLS'C™

GD series

?

1

GDO3-1380 14 107

5

13_3 ............... Frmrmesen e

5 Imlm GDO5C-1380
3 loownw| | GOoSMo0 | w4 | tor |
| Aot GD05-1400 14 | 124
GDOSC1400 | 14 | 124 |
O 0 20

14.0 F 43 45 MiG=2

38383383 g8
5
L B8 B BR

5

3
5 = iriarral
.., coolant
B

“IE!NHT‘IH!
| coolant

14.25 |-omomr | Pkl
| intemal e

3

5 | coolant GDOSC-1425 | 16

3 lexoma| | Goo3a0 | v | ws | es |4 |

5 | coolant GDO05-1430 16

; Imum.u T
5 | coolant  GDOSC-1430 | 16 | 133

3 Extemai| swwgne| 6003180 | 18 | 115
5 | coolant | shank Gmmm 18 132
- :
5
8
3
5
3
5
3

14.3

B5
= ;
B35 45

M16=1.5

GDO3C1450 | 18 | 115
EEABUNE |

B VA R
Gm&ﬁdm 16 204

14.5
7 Internal
..\ coolant

B
o
TR R RO

B

External GDO3-1475 18 115

| cookanm : GD05-1475 8 | 133
14.75 } = £ 1 )
| Internal GDO3IC-1475 18 115

s
;:_afs ;gaégga

55

53

B3

| coolant GDOSC-476 | 16 | 133 | 63
e = T

83

65

83

oo 000
GD series

e
o

5 | coolant Gn-ns-um % | 133
14.8 3 Gn-u:.c-uao 16 15

............... i
crcoclent) 00 - DoSeucsueihirg
GDO0ac-1480 16 204 152 132 48

ke GDOS-1500 18 | 133 83 83 48

| GDO3C-1500 18 115 B85 45 48

3 ccolnt ORISR ] 10 L S| B L L el B
8 | GDOBC-1500 16 204 152 132 48

Mote: For drilling depth (ULDR) of 8, namely GDO&C series, tolerance of shank diameter is hs. @ Stock available o Make-to-order

2
i

SfB-11UNC

s
2

g
&

15.0

weewoe o

kZ- Applicable material table Very suitable  Suitable
Workpiece material

Grade ; Carbon | Pre-hardened steel, Hardened steel :
Mild steal prkiry Stanless Cast inon NomrcasJ Aluminum | Copper resistant

HB=180 | 4oy stesl | ~40HRC | ~S0HRGC | ~8OHRG | Steed iron alloy alioy i
KDGI13 | O o ° o ° > s

v.‘;ndﬁ:ﬁ Cutting pam Technical mm MNoen-standard mmﬁﬁ

[*:] C151-0152 C165-C171 ) C172-C1TE

C39
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HOLEMAKING TOOLS

— GD series General machining

*

External coolant

<

Intermal coolant

Straight shank

Straight shank

= [140°(

e ————

MG T 3
LCF _ LS b
L DAL i
8 1407 - L. e L M L i
L
LCF LS o]
- OAL -

@ Suitable for high efficiency drilling in a variety of materials e.g stesl, stainless steel, cast iron,

Drill
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| coolant
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l coolant
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coolant
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=

| coalant
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- _' External

shank

Gnuusm
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ﬁma.c 1535.....
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e GW}“W

: Gnﬂﬁ-mﬂn

" GDH!C—‘IE&E" 1

| 16

133
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i 115

GDO5-1600
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rsmsmm
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M16=1.5

MiB=2

C40

@ Stock available

) Make-to-order



HOLEMAKING TOOLS'C™

GD series

ﬁ:ﬁ%w e ol 2R | O P

GDO03-1650 18 123 73 51

5

16.5 3 | GDO3C-1650 18 | 123 73 51 48 3M4-10UNC
GDﬂﬁ»ﬂdﬁﬁu 18 | 143 93 71 48

5

8 GDOBC- Eﬁl:ll 8 | 223 171 | 148 48

3 |extemal _Goosters | s | 123 |

i 5 | coolant Gms-ﬁrﬁ 18 143

3 lmema| | GDosce7s | 18 | 23 |
5 | coolant GDO5C-1675 18 143

“IE!NHT‘IH!
| coolant GDO05-1680
TR |t | I
| coolant Gmmmau 18 143 93
coolant GDOS-1700 18 143 a3 2 48
73
93

M18=2.5

17.0 [ ”Gmmdm"" 18 | 123

3

5

3

5

3

S loooum| | GDoSCAI0 | 18 | w3 | o3
© | |svegn| GooscAToo | 1s | 223 | a7 | was | as
3 | Extemul| MUK GDO3-1750 18 123 73 51 48
5 | coclen GDos-7s0 | 18 | 143 | e | 7 |
5
8
3
5
3
5
3

M20=2 .5
- H4-16UNF

- e e e
et It o L T
 GDosCA750 | 18 | 223 | 71 | 148
|Ernema: 'Gm:mrm 18 | 123 73
| coolant GDOS-1780 | 18 | 143 | @3 | 71
[m.,m, GDO3CA780 | 18 | 123 | 713 |
| Wit R B RN
[Emm, GD03-1790 8 | 2 | 7™ 51
STl N N s CR0S-17H50 B SO A .22 . .- A

“ Internal
.| coolant

17.8
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GD series
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=
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%
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&
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@
@
&

s [ P 15 “3 p ',|'1 43 .

18.0

| Gm:!.c:-ﬁnn T ey S e
Gnoscdauu 18 143 93 7 48

| " GDOBCA800 | 18 | 223 | 171 | 149 | 48
Mote: For drilling depth {ULDR) of 8, namely GDOBC series, tolerance of shank diameder is hs, & Stock available | Make-to-order
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kZ- Applicable material table Very suitable  Suitable
Workpiece material

Grade ; Carbon | Pre-hardened steel, Hardened steel :
Mild steal prkiry Stanless Cast inon NomrcasJ Aluminum | Copper resistant

HB=180 | 4oy stesl | ~40HRC | ~S0HRGC | ~8OHRG | Steed iron alloy alioy i
KDGI13 | O o ° o ° > s

v.‘;ndﬁ:ﬁ Cutting pam Technical mm MNoen-standard mmﬁﬁ

[*:] C151-0152 C165-C171 ) C172-C1TE
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HOLEMAKING TOOLS

— GD series General machining

*

External coolant

<

Intermal coolant

Straight shank

Straight shank

= [140°(

Blia0

@ Suitable for high efficiency drilling in a variety of materials e.g stesl, stainless steel, cast iron,
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oAL
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C4q2

@ Stock available

! Make-to-order
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Drilling Tools

HOLEMAKIN

G TOO

GD series

LS'C
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22.25
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5 coolant

GDO3-2040
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5 | coolant

3 External

5 coolan
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Wwimiw miw o e o w . oieieieieioo

225
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5 coolant
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shank

Straight |
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o
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GD series
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25
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msgmszs:
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Mote: For drilling depth (ULDR) of &, namely GDOSC series, tolerance of shank diameter is hs.

k= Applicable material table

@ Stock available

1 Make-to-order

Very suitable  Suitable

Grade

Workpiece material

Mild steel
HB=180

Carbon

Pre-hardened steel, Hardened steel

Stanless

stea,
Alloy steel

=-40HRC

~50HRC

~BOHRC

st

Cast iron

Copper
alloy

KDG3013

o o

8]

[+ ]

Heat
resistant
alioy
O

o

ce

Cutting pam

C151-0152

Technical information

(C185-C171

Non-standard ﬁﬂtﬂm

C172-C1TE

C43
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'HOLEMAKING TOOLS

G GD series General machining ~
31;1“: P s, s |

* LU

Extemal coolant Straight shank - x J
LCF | LS

I

DCON

B 1407 [ e i e e B

<

Internal coslant Straight shank : LU ' &

@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron,

| External GD03-2325 25
" St gmu.gazﬁ 25 125
2 Imumd 135 25 153 A bk 95 i 15
") ke g 25 134 s

coolant

23.25 1-12UNF

e e
b e B e
B .
| internat | 5875 | GDO3C-2400 25 153 a5
™ e e B mE iy Swi
gt P S Sl S
* b e e
= Gma.mzsm i e

| coolant GD05-2500 25

Intarnal GDO3C-2600 @ | 153 st

| coolant GDO5C-2500 | 25 | 184 | 126
Note: For drilling depth (ULDR) of 8, namely GDOBC series, lolerance of shank diameter is hs. @ Stock available ) Make-to-order

Infernal
coolant

=
2
=
o
o
o
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M2T=3 T-BUNG

£8UaS 09

24.5 1-12UNF

alujnjeioiviaionovavasaoos

25.0

56
56 M23Tu2
56 11/8-TUNC

2
3
2£2858838283883888

g

k> Applicable material table Very suitable  Suitable

Workpiece material

Grade | 1 Carbon | Pre-hardened steel, Hardened steel | o, Heat

L Egdém steel, Eﬁnﬂ::u Castiron Nu,ur;ca Amar:alm E.‘.;pp« rasistant
Alloy steel | ~40HRC | ~S0HRC | ~BOHRC ; | oy it alloy

KDG3013 O [+ ] L +] o o [+ O

Cude/h:;._\il Cutting pam Technical :nm Non-standard mgbwma‘h’;m

c8 C151-G152 (C165-CA7T1 C172-C176

Cq4



Eﬂ'::a,ﬂ;t.m',t#ove cuﬁ‘t’ng performance
effectively.

'® Optimizedtreatment.on

cutting edge!to improve
flutes strength and

chipbreaking performance.

® Optimized coating post-
treatment technology

to significantly improve

wear resistance.

‘7' wis/ dzm” fbf gfﬂfm‘/ mach ini%?

. Performance Advantages

UD drills have excellent rigidity, performance stability ,and good
general machining application. It is widely used in machining of
mild steel, stainless steel, alloy steel and cast iron. Special drill

nose design brings lower cutting force.



B COMPANY 32000(PCS)

W COMPANY 24000(PCS)

ZCC-CTUD
DRILL

Industry: Autormotive Parts

Workpieca: Hinge

Machined matenial: Q3458 HB280

Drill's type: D14.2°50°D14*135

Cutling Parameters; S=3365pm, =673mm/min,
H=25mm

Cooling method: External coolant with Oil water

emulsion

f Industry: Autemotive parts

Woarkpiaca: Inner fing of baaring
Machined material: 100CrE HB185~235
Drill's type: D11.23%61"D10°120

Cutting Paramaters: S=3100rpm, {=500mm/min,
H=40mm{one cutting depth is 40mm, total

8 pcs workpiece )

Equipment: Composite Turning center, 8 station
machine at same fime

Coolant method: Oil water emulsion

2700(holes)

ZCCG-CTUD A COMPANY B COMPANY
DRILL

G COMPANY

1480(holes)

ZCC-CT UD
DRILL

c46

Workpiece: Plates of condenser pipe

Machinad Malanal: 304 stainlass steel, HE180

Drill's dimension: D9, 7*55°D10*100

Cutting Parameters: S=2298mpm, =344mm/min,
H=38mm

Equipment: Vertical CNC

Coaling way: Internal coolant with Oil water emulsion



HOLEMAKING TOOLS'C

UD series
UD series General machining <
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® Stock available U Make-bo-order

k= Applicable material table Very suitable  Suitable

Workpiece material

Grade | pjiq sieel | Carbon | Pre-hardened steel, Hardened steel | gyginiass o piockuar cast] Allenicum ol
nair 5

steel, resistant
HB<180 | ajioy steel | ~40HRC | ~S0HRC | ~60HRC | tee! iron alloy alloy alloy

KDG3I023

mﬁ Cutting pam Technical information HNen-standard W

ch C153-C154 (C185-C171 C172-C176

C47
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series General machining
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@ Stock available * Make-to-order



HOLEMAKING TOOLS
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| Drilling tools

UD series

Wt

k= Applicable material table

@ Stock available
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Workpiece material

Pre-hardened steel, Hardened steal

~40HRC

~50HRC

~G0HRC
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l?.:* Applicable material table

@ Stock available
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Workpiece material

Carbon | Pre-hardened steel, Hardened steel
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k= Applicable material table Very suitable  Suitable
' Workpiece material

Mild steel | Carbon | Pre-hardened steel, Hardened steel | gygiyaee mm& Alminum et
HB<180 steel | Castiren [Ton alloy loy
Alloy stesl | ~40HRC | ~S0HRC | ~80HRC alloy

Code key cmmgpar’am wmm mwmw

(CE) C153-C154 (C185-C171 ) (C172-C176
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k= Applicable material table Very suitable  Suitable
' Workpiece material

Mild steel | Carbon | Pre-hardened steel, Hardened steel | gygiyaee mm& Alminum et
HB<180 steel | Castiren [Ton alloy loy
Alloy stesl | ~40HRC | ~S0HRC | ~80HRC alloy

Code key cmmgpar’am wmm mwmw

(CE) C153-C154 (C185-C171 ) (C172-C176
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k= Applicable material table Very suitable  Suitable
' Workpiece material

Mild steel | Carbon | Pre-hardened steel, Hardened steel | gygiyaee mm& Alminum et
HB<180 steel | Castiren [Ton alloy loy
Alloy stesl | ~40HRC | ~S0HRC | ~80HRC alloy

Code key cmmgpar’am wmm mwmw

(CE) C153-C154 (C185-C171 ) (C172-C176

Cc77



(' HOLEMAKING TOOLS

series General machining

P sEsasma——— < &0

Extemnal coolant Straight shank

LS

DCON

Internal coolant

LS

DCON

UD03-1550 16 115
5 UDOS-1550 16 133
5 ['-‘““’“ | UDOSC-1550 16 133
: . .

5

15.5

Extemal | UD03-1560 18 115

| Ao | UD05-1560 16 123
156 [eeeen | |

UDo3IC-1560 16 115
UDosc-1560 18 133

=
2
=
o
o
o
=

65

83

65

8

B5

83

65

8

UD03.1570 6 | 15 | es
Lm-‘iﬁm 16 133 53 '53 ‘.B

e e B e o

83

65

8

65

8

65

8

63

E
=

15,7 | | & - i
omal UD03C-1570 16 115

| cootant 1"""m_1ﬂn" = o]~
Extemal UD03-1580 16 115

au9s an

| coolant | |
ioteenal| o | unm-ﬁsn 16 115
| cootant | UD0SC-1580 15 133
[ conlant " UDos-1590 16 133
| | vowscatmo | v | w5

| coolant j unmam 16 133 8

UI'JQE-"I EW 16 115 65 45 48
I cootant | _ uunﬁ 1su-u 18 133 83

158 |-

fon | o [ [ e [ On [t DA [ e (D oOm o

16 |-

| nteal "'“”"' ‘“”.._. O T < T -
oot _ unm-wuu 16 133 83 63 48

IR R E TR~ At
1 i 1

=

 |Extoma UD03.-1850 18 123 | st 48

UDH-‘I I!-'II 18 143 93 m 43
UDM-GJ'B!I:I 18 123 73 51 43

|
!
|
|
|
|
|
|

5 | coolant ' UDosC-1680 18 143 83 71 48

1 3M4-10UNC

M18*2.5

M182

o 09 @

C78

@ Stock available

* Make-to-order



HOLEMAKING TOOLS o_

UD series

UDo3-1675

16.75

UDﬂEd EM

UD‘DEv‘IIH 18 143 93 7 43

UBI]G-GJG-BI:I 18 123 73 51 45

5 Im’“ unm-ﬁnn 18 143 83
3 |extemal wo31700 o . O Y O .. NV

l cosan unos.1 ?m 18 143 93

17
UDI]-3-G-1 '."{II:I 18 123 73 51 43

5
3
5 [W“’“ ' unm-'um 18 us | e | 48
5

|Estomat unosdm 18 123 73 51 a8

lm’“ UD05-1750 18 143 o3 71 48 [M2r25: A
175 |t | o e L L S el
18UNF
2| temal .. AL R | ] R
covlant
5™ cougn| vosscarse [ ae [ ws | e | [
shank
3 [Extemal o TERRTR A

5 Im"‘ UD0S-1780 18 143 93 71 48
LI T S R R DRSNSl SO IS [
UDOIC-1780 18 123 73 51 48

I coolant I unnsc.fm 18 143 83 71 48
|ectomal % UD03-1790 18 123 73 51 48
l cootant UD0S-1790 18 143 93 71 48

3
5
3 intemal unm-mn“w _BE M 1220 TN | B |4
5
3

17.9

UDOSC-1780 8 | 4z | o3 | 48 '

|Extemal | __ums-ﬂw 18 2 | 7 51 48
5 ['-‘W"'“ UD05-1300 18 143 93 7 4
S P . _unmc-mu_ 18 123 73 81 48
g ['«‘W‘"“ UDOSC-1800 18 143 93 1 48
3
5
3

UD series

18 Mmz02

e L SRR LS L T TS
I - UD05-1830 20 153 101 7 50
e O . O 20 O .
| - UDOSC-1830 20 153 101 7 50

18.3 34 16UNF

[
@ Stock available ) Make-to-order

k= Applicable material table Very suitable  Suitable
Workpiece material

Grade | g steel cm Fre-ininad Weel, Hienieged el | stainisss | =20 Mod:_nrusJ Aluminum
HB<180 | ajioy steel | ~40HRC | ~S0HRC | ~60HRC | tee! iron alloy alloy alloy

Heat

KDG3I023

Mm Cutting pam Technical information HNen-standard mm

[*:] C153-0154 (C165-C171 C172-C1TE
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k= Applicable material table Very suitable  Suitable

Werkpieca material
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Alloy steel
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Cutting pﬂm
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Technical information
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1-12LNF

k- Applicable material table

@ Stock available

' Make-to-order

Very suitable  Surable

Werkpiece material

Mild Steed
HB=180

Carbon | Pre-hardened steel, Hardened steal

sheal

Aoy stesl | ~d40HRC

~50HRC | ~8O0HRC

Stainless
steal

Cast iron Wtin

Mod:nrﬂsJ Alumanum

allay

alley

Haat
alioy

KDG3023

Ccsz

codiror )
cB

Cutting pam

C153-C154

Technical nmm

(C165-C171

Non-standard wm

C172-C178



\ series twist drill

p/ General machining

* Wide applications, for high efficient machining of various
materials P (steel), M (stainless steel), K(cast iron), and S
[ heat-resistant alloy).

* Optimized flute structure and corrugated cutting edge with
outstanding sharpness and strength ensure unhampered
chip flow.

* 1407 point angle reduces the feed force of drilling in the
initial stage, achieving perfect self-centering capability
and improving quality of hola machined

# Mano-structured TiAIN coating improves thermal hardness
and avoids built-up edge.

3000
2500
2 2000 - Fx(M.U.)
2 genn
= 1500
£ 1000 = Fy(M.U.)
2 soo =
2 5 Fz{M.L.}y
o S e o
01 2 3 4 5 B T 8 9 MW time(s)

Cutting force chart of SU series

Specially designed
drill point makes
cutting smooth.

Dirilll diameter: @12mm
Workpieca material: 40Cr
Hardness: HB280
Cutting speed: 20mmin
Feed speed. T15mm/min

Drilling depth: 40mm /

Cooling systam: emulsion (intemal coolant)

Comparison of SU series twist drills with similar product of overseas manufacturer A

12504
Tool type: 15345U03-1000
Size: @10mm -

e # 1000
Workpiece material: 42Cro(35HRC) e
Cutting speed: 100m/min g -~
Rotating speed; 3200rmin Z—

Feed rate per revolution: 0_20mmr 2
) 5 5004
Feed speed: B40mmimin =
Dirilling depth: 30mm{LD=3) % o
Cooling system: water soluble liquid e
{external coclant)

1130

Machine tool: Mikron UCP 1000 Similar product 15345003-1000

of

company A

C83
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SU series

series General machining

;} SeESae—— ST

External coolant Siraight shank I OAL I

¢ esSe=—— = HueETSC

Intermal coolant Siraight shank LGF - LS

QAL i

o &S 1T - @ﬁn‘* “\HI_ !

Internal coolant \Whistle notch shank LS

DCON

DCOM

L¢F

@ For high-efficiently deilling from commean steel to hard-to-cut materials. -
@ Comugated culling edges achieve culstanding sharpness and strength, facilitating chip remaval

.'_-'1. : '. ;" . \ i I : = l‘ =F

15345U03-0200

15365U05-0200
15345U03-0210
153650050210

BIER
B

R I - ]

imieien o |

28 heeced | i,

coolant ""1msuumsu”" :

swaight | 1536SU0S-0280

m,,mmn ™
&
P

28

2.7

2.8

29

Extemnal
coolant

3.0

3 Intenal | ywhistie
.................. | coolan natch

BERE S

232282888888
3

5 Shank 17365U05C-0300

olale mém;m @ m:m:mémémé
i
siglsgigigisininigsinis snigininisins

1
g
w3
B

................... .1 |_| o

T

+r Recommended grade | produce according fo arder}

Ca4




HOLEMAKING TOOLS'C™

SU series

Bm&mw-nnﬂ |Pacommented e

20 14
28 23
Ju]

gl A

3 Extamal 15345““3-“1“
5 coolant | o sight 1muumw

31

1 Intermal Whistle
................... coolant noteh

8

........ 5 | 0 | gy | 1636SUOS0320 | 6 |
shank 1su$uu:¢;uam

1ssasu muazu

Internal | “gisgia 1'msuua:: uazn" ==

coolant notch  |-=—- ki FIE

i 17mun&c-um

Sragsuck]  1538SU0BC-0320

3.2

misnsiee e
2

ole e @

| Extemal
coolant

3.25

3
]
3
3
3
3
&
3
8 Intermal | |
3 coolant | ‘Whistle 17315“030—0325
...... 3
3
3
5
3
5
]
3
]
3

| exemar | teusuosoxw |
ookt | swaigns | 16368U06-0330

88888
5
]

oo lioleoiole el

shank 1534SU03C-0330 "

15265U1 sc-uaau
Inlamﬂ "m-al-l el e A e 5 - N s
cocldf natch- __1ii|5uu:: “W . A
shank 1muuu¢-nm

Siraight shark 1538SU0BC-0330

3.3

Emzm mgmf
SU series

Straight |
shank

34 &

Internal | “\imistie
........ 3 coolam | naich 17345U03C-0340

5 e 17365U05C-0340

LR = R
a
8
BiRIBE 8

§
i
?ﬁ?
:

Note: For drills with a drilling depth (ULDR) of 8, namely 1538SU08C W poinedict (el [duch M nmig 1 ot

series, tolerance of shank length is hs,

k> Applicable material table OVery suitable OSuitable
Workpiece material

Grade | pyid sieel Gsmm Pre-hardened steel, Hardened steel | o0
HB=<180 | agoy steed | ~4OMRC | ~S0HRC | ~BOMRC

KDG303 & [+ o o o Q o o

v.‘;ndﬁ:ﬁ Cutting pam Technical mm MNoen-standard mmﬁﬁ

[*:] C155-C158 C165-C171 ) C172-C1TE

. Modular cast Aluminem | Copper et
steel | Castion [T o | alloy alloy oy

ca5
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SU series

series General machining

;} BESe—— &{ T

External coolant Siraight shank I LR 5-11-.- ke 8

¢ EsSS=—— pueETSSE

Intermal coolant Siraight shank LGF - LS

QAL i

o &SSS—1 - @ Qo ““\HI_

Internal coolant \Whistle notch shank LS

L¢F

@ For high-efficiently deilling from commean steel to hard-to-cut materials. -
@ Comugated culling edges achieve culstanding sharpness and strength, facilitating chip remaval

DCON

i
]

DCOM

i
1

DCON

Extemal 153450U03-0350
..... T ool RGN
o 1534SU03C-0350
1mumm .......................

internal |[“\agiapa |
Whisti
coolant | motes 17345U03C-0350 8

R I - ]

3.5

il ofew |

186

Internal | amiste
coolant e )

aieaieaio eim

e Emal T R S T
(o0t | Gugin | 1536SU0S0370 |
shank 15345U03C-0370
1536SU05C-0370
Internal 'WI! "| 30 o :
ATl ﬂoll:hﬂ 1734$UIIJ-C-MW
shank _ _1?:!B$uuac-mm _
Straight shark 1Hasuuw-uam
oo | g | tssesuososay |
shank 15345U03C-0380

3.7

With i wiE e Wi it iw ;W

3.8

BERE S

Internal | “yamistie
conk | poech |

o
Lr

T

g2 2B 8

5

3
glgisigleiginisinisigisinieiginiginis ginis

sioiaiole @ @ o e o e ool
L]
o
-
=

¥

1t Recommended grade { produce according to ordar)
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HOLEMAKING TOOLS'C™

SU series

Bm&mw-nnﬂ |Pacommented e

&5 24 17
T4 38 28
7

3 Extamal 15345!."1:!-#3!4}
5| | g | 1536SU003%0

3 shank

5

88 A

3.9

Intermal Whistle
........ 3 ]| CDEIEN noteh |- 1?muumm

5 shank 17365U06C-0380

]
L2 Extemal
5 coalant

4.0
Intermal | “\ahistia | ‘I?N-Bl.lﬂ!l: l]ll'.ll! T
coolant notch  |-=— e, b
Sk i ____17mun&c-um
Straight shank 153&3”0&:—04&)

coolant

1 un 1u.

3

5

3

5

8

3

5

3

41 5

I [ w"::::'_::::muum:::i:::':::: B
5 shank 1muum-n41o

= s MM 1ssasuna:c-u41o 2 B

3 | Extemal
5 coolant
8
3
5
8
3
5

ool oiolioo o oo e e e

42 ....1 uu
Intertll | L 5"5 uc-um

Whistl
coolant nm‘ _ 17345U03C-0420
shank 17365U05C-0420

mmmm
SU series

...................................... Saight. 1 e
1 shank

4.3 3

2 Intemal | yymistie
.................... coolant nioteh

L]
2]
=
[
=
=

&

Mote: For drills with a drilling depth (ULDR) of &, namely 15385U08C 77 Recommanded grada { produce according o ordar)
series, tolerance of shank length is hs,

k> Applicable material table OVery suitable OSuitable
Workpiece material

Grade | i siees | Carbon | Pre-hardened steel, Hardened steel | oo o
HE=180 ﬁl?:ﬂ steel | ~40HRC | ~50HRC | ~BOHRC
KDG303 o [+ ] o 0 o o 0 O

v.‘;ndﬁ:ﬁ Cutting pam Technical mm MNoen-standard mmﬁﬁ

[*:] C155-C158 C165-C171 ) C172-C1TE

. Modular cast Aluminem | Copper et
steel | Castion [T o | alloy alloy oy

Ccs7
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SU series

series General machining

Extermal cookant Siraight shank

-« SSS=/—

Internal caolant Siraight shank

Internal coolant \Whistle notch shank

@ For high-efficiently deilling from commean steel to hard-to-cut materials.
@ Comugated culling edges achieve culstanding sharpness and strength, facilitating chip remaval

P eEsSSe—— P

ey — 1

Lu
LCF

LGF

L¢F

QAL

QAL

L3

L3

LS

DCON

“‘\‘ﬂl_ |

?h&’.uu* "

« SSS=T= pe

DCOM

\*ﬁhﬂl_ i

'
DCON

Extemal 15345U03-0440

coolant | o iraight 15365U05-0440

o 1534SU03C-0440

R I - ]

1muaﬂ:-m

Intermal [“Samdasia 1o
Whistl
coolant “wu 173‘5““3&04& 8

44

il ofew |

4.5

Internal | amiste
coolant e )

aieaieaio eim

- Emmul e e e e
coolant
.| Straight

shank

4.6
PP e ;
Whistl

ATl qoll,:.nﬂ 17345”“3{:-“&#
shank 1?‘.!B$UIIEG—MW
Straigh shark 15385U08C-0460
Evtemal 15345U03-0465
(PO | Siaighy | 16365U05.0485

shank 1 U 5 s

With i wiE e Wi it iw ;W

485 polo A
5 Internal 15365U05C-0465

BERE S

3 coolant | ‘VWhistle 17245U03C-0465
e

oiaiole @ @ & @ o & ool

Lo
"
=
m
=
=

siglsgigigisininigsinis snigininisins

T

css

+r Recommended grade | produce according fo arder}




HOLEMAKING TOOLS'C™

SU series

Bm&mw-nnﬂ |Pacommented e

&5 24 17
T4 38 28
7

3 Extamal 15345““}“?1]
5| O | g | 1536SU004T0

3 shank

5

LS
B “r
k]

4.7

Intermal Whistle
........ 3 ]| CDEIEN noteh |- 1?muumm

5 shank 1736SU06C-0470

]
L2 Extemal
5 coalant

4.8

Intermal | “\ahistia | ‘I?N-Bl.lﬂ!l: l]lBI! T
coolant notch  |-=— :

oo 17353“ ity i

888888

(=3
o
e B
B
m

| Extemal
coolant

4.9
Internal
coolant

| Extemal
coolant

ool oiolioo o oo e e e

5.0
e e e B e

Whistl
coolant nmﬂ - 1muum i
shank 17363U08C-0800

LB I - R - ]
&8 &R
]
ety
et
o
SU series

...................................... Saight. 1 e
1 shank

8.1 3

Intemal | yvhistie 3C-0
......... 3 e cOODlaM noteh _________1?343”0 510
1?36&!05-0—0510 a4 35

3 - M 1 |_| 1q. . o = -

Mote: For drills with a drilling depth (ULDR) of 8, namely 15385U08C 77 Recommanded grada { produce according o ordar)
series, tolerance of shank length is hs.

L]
i
=3
L
=
=

36 r

k> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | yjjg sipet | Carbon | Pre-hardened steel, Hardened steel | gypninee Modular cast Aluminum
HB<180 | ppmeL stesl | Castion e | alloy alloy

Alloy steel | ~40HRC | ~SOHRC | ~BOHRC _ alloy
KDG303 o [+ ] o &) o o 0 O

v.‘;ndﬁ:ﬁ Cutting pam Technical mm MNoen-standard mmﬁﬁ

[*:] C155-C158 C165-C171 ) C172-C1TE

Heat

C89
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SU series

series General machining

;} SeESae—— ST

Extermal cookant Siraight shank

Internal caolant Siraight shank

« SSS=T= pe

Internal coolant \Whistle notch shank

@ For high-efficiently deilling from commean steel to hard-to-cut materials.
@ Comugated culling edges achieve culstanding sharpness and strength, facilitating chip remaval

¢ esSe=—— = HueETSC

DCON

LCF L3

OAL ]

LGF L3

QAL

DCOM

““nml_ !
LS
LISF

Extemal
coolant

ll'llBITIaI B B e L
coolant

mimiwimie ;miw

5.3

153‘-&5!.]050—053&
1?313[]03(:—&53&

Wi iwimiw

17mua&c-nsm
1538SU08C-0530

- Emﬂl [——— SURES— S——
(o | Gy | t636SUOS0s40 |
hank 15345U03C-0540
e
PRI EMOCGTR ;
Whistl
iy ﬂoll:ha 17345Ull!-ﬂ-|]54ﬂ-
shank _ _1?:!B$uuﬁ:-m _
Straight shark 1Hasuuw-usm
O | gy | 163650050880 |
shank 15348U03C-0550
""15353un5c-um
tntemal [z
coolant ,m.t,;h ____1?345UI.'I!: ”“

5.4

I

o
wn

ol el e sieiele eioiaie

g 2888

-epe
]

i i i Wit Wi e et w i @

89

44 35
8 20
a4 35

a4 35
57 48
28 20

44 35 '

3%
3

3

38

38

- e e
.

35

35

35

28 20 36
L bl =

g8 8

=

1t Recommended grade { produce according to ordar)
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SU series

Bm&mw-nnﬂ |Pacommented e

Extemal 15345U03-0555 28 20

3

5| oot | oign |  16365U0S0885 M4 | s
3 shank g
5

88 A

5.55

Internal

1 coolant | ‘Whistle

17345U03C-0555
i 1736SU06C-0656

.| Extemal
coolant

shank

5.6

Internal [ “\amiste |
coolant noteh

shank | 1736SU05C-0880 |
Straight shank 16385U08C-0660

&8
wn

fes =]
L
(=3 oo

Extemnal
coolant

a
| 8
| o
qar
£i. 3

Blraight | e
shank

8.7

]

3

5

8

3

5

3

5

| e | | isumcasn |
5 shank 17355““50—05?0‘

3 |exena | | teusuosos |

5 coolant | straight
3 shank
5
3
5
]
3
]
3

1
ool oiolioo o oo e e e

5.8

shank 1muum

Siraight shank 1538SU08C-0580 g |

LB I - R - ]
LIS
=
b
SU series

| Extema
coolant

&

| Straight |
shank

5.9 &

3 Internal Whistle
................... coolant nateh

5 shank | 1736SU05C-0590
153850U08C-0590

85 57 48

L)
L3
&
&

BIRIBIR B
¥

1
§

Note: For drills with a drilling depth (ULDR) of 8, namely 1538SU08C T Rocuarenandad grads | producs ancurding 1o ards)
series, tolerance of shank length is hs.

k> Applicable material table OVery suitable OSuitable
Workpiece material

Grade | pyid sieel Gsmm Pre-hardened steel, Hardened steel | o0
HB=<180 | agoy steed | ~4OMRC | ~S0HRC | ~BOMRC

KDG303 & [+ o o o Q o o

¢nd§;;;J_ﬂhH} Cmmﬁng;ﬁﬁgz;;;;;j Touuumunﬂgzz;;;rﬁi Namsmndanicuamnuaigzjgg;h11

[*:] C155-C158 C165-C171 ) C172-C1TE

. Modular cast Aluminem | Copper et
steel | Castion [T o | alloy alloy oy

Cco1
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SU series

series General machining

;} BESe—— &{ T

External coolant Siraight shank I LR 5-11-.- ke 8

¢ EsSS=—— pueETSSE

Intermal coolant Siraight shank LGF - LS

QAL i

o &SSS—1 - @ Qo ““\HI_

Internal coolant \Whistle notch shank LS

L¢F

@ For high-efficiently deilling from commean steel to hard-to-cut materials. -
@ Comugated culling edges achieve culstanding sharpness and strength, facilitating chip remaval

DCON

i
]

DCOM

i
1

DCON

.'_-'1. : '. ;" . \ i I : = l‘ =F

Extemal 153450U03-0600
..... i "8 ST
o 1534SU03C-0600
1536suosc-o600 | 8 | B |

Internal WIu:lJu T ""17!‘5““ i - . 23 !

BIEE
b

R I - ]

6.0

il ofew |

e e L (R i et A O .. L  Sinrrilyie) P et T iohe M

i ....1 uu .m
153‘-&5!.]050—&&1#

Internal '“i.'ﬁm T &=

coolant m.lmha M‘I?H-‘Bl.ll'.l!ﬂ-ﬂﬁ'lﬁ w— .. B R
ahank 17365U05C-0610
Siraight shank sxasuua:c:-oam
(o0t | Gugin | 1536SU0S0620 |

shank 15345U03C-0620
1536SU05C-0620

Internal WI! "| 30 o :

sthmiin W'l:h & 17345uu:{:-nnzu
shank _ _1?‘.!B$Ullﬁﬂ—ﬂl2ﬂ .

Straight shark 1Hasuuw-uzu
oo | g | 165650080650

shank 1 U TEWRTE (i

6.1

With i wiE e Wi it iw ;W

6.3

BERE S

Internal | “yamistie
conk | poech |

o
Lr

T

®
&
&

BiRIB SR EEH EEEEEEEEEEE E;Eﬂ BiE

P
b
E

¥

1t Recommended grade { produce according to ordar)
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SU series

6.4

6.5

6.6

6.7

B.75

&n

1 coolant

| Extemal

| Extemal

| Extemal
coolant

Extemal

shank

Internal
coolant

1?343”03&0340
173‘-53”1]5(:-0&&0-

Basic dimension(mm)

%‘M‘ﬂ

Ta 34 24

gzéa ok

coolant

Internal
coolant

coolant

Internal
coolant

Internal

coolant noteh

shank

© {536SU05-0850
1muumm

| 17345U03C-0650 |
17365U05C-0650
15385U08C-0650

1muuuc-osm
1533:5“0&':-0300-

....1 uu T'u-
1?34$UEIJ-¢-NW
1736SU05C-0670

Shaight. 1o e ey

1?343”03':-&9?5
17353”05‘.‘-{!5?5

i o mimlele

81 53 43

femimimim!

| 14 78 &

o 53 43

&

&
]
]
]

BRIBER

Mote: For drills with a drilling depth (ULDR) of 8, namely 15385U08C
series, tolerance of shank length s hs.

k> Applicable material table

17 Recommended grade ( produce according to order)

Cvery suitable CSuitable

Grade

Warkpiece material

Mild steel
HE=180

Carbon
staal,

Pre-hardened steel, Hardened steel

Stainless

ABioy steel | ~40HRC

sheel

~50HRC | ~BOHRC

Cast ron

Modular cast Aluminum
on | alloy

Heat
alloy

KDG303

o o

8]

o Q o

coirey )

ce

Cutting pam

CA55-C158

Technical mfa’-m';m

"C165-C1T1 )

Non-standard mrm;ﬂ’TnD

C172-C1TE

Ca3

HOLEMAKING TOOLS' o_

SU series
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SU series

(' HOLEMAKING TOOLS

/4

series General machining

;} BESe—— &{ T

Extermal cookant Siraight shank

-« SSS=/—

Internal caolant Siraight shank

« SESSS=T -

Internal coolant \Whistle notch shank

@ For high-efficiently deilling from commean steel to hard-to-cut materials.
@ Comugated culling edges achieve culstanding sharpness and strength, facilitating chip remaval

LCF

LGF

L¢F

QAL

QAL

L3

@ Qlao- m“lﬁl_

L3

LS

@ ghiao” \*ﬁhﬂl_ i

DEON_

i
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DCOM

DCON

sl | mode

Extemal

coolant
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=t Intemal [t 173.|,$uu : =

L= R I TR I )
E
§
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B £ G Lo SO R

6.9
Internal

coolitk 17345U03C-0690

8
3

a

3

5

3

5 ~ 17365U05C-0690
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| Exemar| | ts%suosoro0 |
5 | %M | syaign | 1836SU0S-0T00

3 shank 1534SU03C-0700
-

3

5
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5

3

5

3

5

3

7.0 % masuummu '

Internal | “yamiay )

v m;:hﬂ 1734SU03C-0700
shank |  1736SU0SC-0700

Siraight shank 16385U08C-0700
oM | gy | 153SUDSO7TIO |

shank 16345U03C-0710
15353uum-w1o

UIENY NER. —"
Whistie
coolant n-nl:h 1?3&5”03{.-0?1@
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o1
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it e £ o 0 @ @ @ | @ ;o

15335'.!0“:-0?19 116

E;I
g

coclant  [SREEE IR S L N MR N

b
e i |

s

3

gisigigiesinieivisidiainisigisisle

17 Recommeanded grade { produce according to arder)
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SU series

| Extemal ""15345““”?2‘!] R
coolant 15365U05-0720

o cow

2 ] S
5

7.2

1 Intermal Whistle
.................... coolant noteh

8
3| exema | 15348003.0730
3 i Straight | 15365U05-0730
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et s | rssumearss ||
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coolant

....1 un .w.
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3
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coolant
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Mote: For drills with a drilling depth (ULDR) of 8, namely 15385U08C 77 Recommanded grada { produce according o ordar)
series, tolerance of shank length is hs.

k> Applicable material table OVery suitable OSuitable
Workpiece material

Grade | g siped c;":“ Fre-hardenad steel, Hardened steel | opnige, Modular cast Aluminum

Cast i A
HB<180 | agoy steel | ~4OHRC | ~50HRC | ~8OHRC | Stee! HHON | iron | alloy _— alloy
KDG303 O o o o o 0 o O

Mm Cutting pam Technical information HNen-standard mm

[*:] C155-C158 (C165-C171 C172-C1TE

Heat

Ca5
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=

sauas Ns

SU series

(' HOLEMAKING TOOLS

/4

series General machining

External coolant Siraight shank I LR EM-.-

-« SSS=/—

Internal caolant Siraight shank

« SESSS=T -

Internal coolant \Whistle notch shank

LGF

QAL

L¢F

@ For high-efficiently deilling from commean steel to hard-to-cut materials.
@ Comugated culling edges achieve culstanding sharpness and strength, facilitating chip remaval

@ Qlao- m“lﬁl_

;} BESe—— &{ T

L3

s

LS

@ ghiao” \*ﬁhﬂl_ i

DEON_

i
]

DCOM

DCON

sl | mode

Extemal
coolant

@ | o)
]
-

[
| intemal [ ,.,.,....,ﬁmuu : = —

i i Wi iw

p— i
| Extemal 16345U03-0780 8 8 #1 29
oMM | gy | 1836SUOSOTSO |
shank 15345U03C-0780

15muus-:-n1m
ermal g 1T
eoolant n,m: ..._......1muumm .......
cshank | 17MSUOSCO7E0 @ |
Straight shark 1mumwau
0N | ipigny | 1536SU05-0790

shank 1534SU03C-0790

3
a
3
5
3
5
8
3
5
3
7.9 5  15365U05C-0790
5
]
3
5
3
5
3
5

7.8
41 29

3

Internal | yamisie |
SoAMRE m'mhﬂ 17345U03C-0790

shank 17365U05C-0780
Siraight shark 1s.3&auua:c-u79u

T8 41 29

.F!E 78 &6

EI S e T .

| o | Giaignt | 15365U080800 |

shank 16345U03C-0800
B nu

inkemal ik ..........1“53uu'5°'”

coolant

7 | 41 20
8.0

coclant  [SREEE IR IEEER RS S L LN MR N

79 41 29
1 53 43

91 53 A 43

Rl 2
L B
LA T
TN T I

o 53 43

T8 41
53

b
e i |

s

3

it e £ o 0 @ @ @ | @ ;o

116 ] &6

gisigigiesinieivisidiainisigisisle

17 Recommeanded grade { produce according to arder)

Co6




SU series

8.1

8.2

3
5
3
2
-3
3
&
3
- : 5..
5
8
3
5
3
8.4 5
3
5

8.5 3

.| Extemal
coolant

| Extemal

| Extemal
coolant

shank

15345U03-0810

© 1536SU05-0810
S HRsCt
B

Internal
coolant

1?343”03&0310

Mcdmwm

 1736SU05C-0810

Internal
coolant

coolant

Internal
coolant

shank

Internal

coolant noteh

Intermal
coolant

Whistle

Straight |
shank

 15385U05-0820
1m$uu:¢mm

153&!”0&:—&!20

17muuac-mm
17munac-nam

142

m1534suumsu

142
47

Straight | T

I."‘IH‘-&EUI'.IBNH

61

15345UMC-WW

40 ¥r

e It
40 : .lr

a5 B3

Mote: For drills with a drilling depth (ULDR) of 8, namely 15385U08C
series, tolerance of shank length is hs.

k> Applicable material table

+r Recommanded grade { produce according to ardar)

Cvery suitable CSuitable

Warkpiece material

Grade | g steel

HE=180

Carbon | Pre

hardened steel, Hardened steel

shived,
Alloy steel

~40HRC

~50HRC | ~BOHRC

Stainless
stoel

Modular cast Aluminum

Cast iron T alloy

Heat
alloy

KDG303 C

[+]

o

8]

o Q o

coirey )

ce

Cutting pam

c1

55-0158 c

Technical mfa’-m';m

165-C171 )

Non-standard mrm;ﬂ’TnD

C172-C1TE

co7

HOLEMAKING TOOLS' o_

SU series




(' HOLEMAKING TOOLS

SU series

SU series General machining N

— [}
ST s —

- e sl
External cookant Siraight shank I LGE 5-11-: LS. =1

¢ esSe=—— = HueETSC

DCON

Intermal coolant Siraight shank LGF - LS

QAL i

o &S 1T - @ﬁn‘* “\HI_ !

DCOM

Internal coolant \Whistle notch shank LS
LI3F

@ For high-efficiently deilling from commean steel to hard-to-cut materials. -
@ Comugated culling edges achieve culstanding sharpness and strength, facilitating chip remaval

.'_-'1. : '. ;" . \ i I : = l‘ =F

15345U03.0860 10 l 85 47 s 40 .

Straight 15365U05-0860 10 | 103 &1 44 40 e

o 15345U03C-0860 10 89 a7 35 40 i

15365U05C-0860 10 | 103 &1 49 40

8.6

Internal [“yamiate |
coolant | nieh | usuescossr | L N TR e ER

Extemal et Al [t ol I Sl PS5

0l | Syaigny | 1636Suos-0a70 | 10 | 103 | &1 | 49 | 40 | o
shank 1534SU03C-0870 ]

153&5"“50—03” 10 103 B1 49 40 v

=
2
=
o
o
o
=

8.7

Internal | amistia - '
oot | histe | q7sisuoscosto | 0 | e | 47 | s | a0 |

3
5
3
5
8
3
5
3
5
3
5 SRRk 17365U05C-0870 10
— ek Hssasuna:c:-um T B B T B
5
3
5
3
5
8
3
5
3

sauas Ns

B 153450030880 1 | 89 47 28 a0 ;
| " | uaigns | t6%6suososso | o | 1o | er | 4s | e | ow
shank 15345003C-0880 10 &o 47 35 40 r
e e e e S S Mo gl
T S "ﬁmuu:{:-mmman' e e B e B
coolant natch fri | N — P by .
shank 1?:!B$uu5-!:-naan 10 103 81 49 40 v
Straight shank ‘|mumsﬂ o 10 [ 142 . 95 . B3 4ﬂ 1 b3
e tamal 153450030890 0 | e a7 | 38 0 '

7
OO0 | iraighy | 1636SU050890 | 10 | 103 | 61 | 48 | 40 |y

vr

H

8.8

shank 16345U03C-0890 10 | @ 47 3 40
8.9 5 15365U05C-0890 10 103 81 49 40
3 | 'memal | ywhiste 17345U03C-0890 1w | e a7 35 40 %
................... Cooiant | aoteh  |eeiiEhetieeens i
5 bed 1736SU05C-0890 10 103 61 40 a0 4
40 s

1t Recommended grade { produce according to ordar)

§
z
E
:
&

Ccos



SU series

9.0

8.1

9.2

9.3

9.4

.| Extemal
coolant

| Extemal

| Extemal
coolant

shank

'IMUII}M
153&5“05%
1534suu:«.¢um

Internal
coolant

1?343I.IME-I.'I'EN

Mcdmwm

 1736SU05C-0900

Internal
coolant

coolant

Internal
coolant

shank

Internal

coolant noteh

shank

Intermal
coolant

Whistle

Straight | 7

© 15385U05-0910
1534SU03C-0910

153&!”0&:—0910

_ 1slesuoscosto |
17345U03C-0910
17365U05C-0910

142

m1534suumzo

1muuuc-uuu
1538-’5“0&':-&!20

i
v

Straight | T

1muum

1?355Ullﬁﬂ-l]‘93ﬂ-

61

T
e It
40 : .lr

a5 B3

Mote: For drills with a drilling depth (ULDR) of 8, namely 15385U08C
series, tolerance of shank length is hs.

k> Applicable material table

+r Recommanded grade { produce according to ardar)

Cvery suitable CSuitable

Grade

Warkpiece material

Mild steel
HE=180

Carbon | Pre

hardened steel, Hardened steel

shived,
Alloy steel

~40HRC

~50HRC | ~BOHRC

Stainless
stoel

Modular cast Aluminum

Cast iron T alloy

Heat
alloy

KDG303

[+]

o

8]

o Q o

coirey )

ce

Cutting pam

c1

55-0158 c

Technical mfa’-m';m

165-C171 )

Non-standard mrm;ﬂ’TnD

C172-C1TE

Cg9
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(' HOLEMAKING TOOLS

SU series

SU series General machining N

;} BESe—— &{ T

LCF L3

External coolant Siraight shank I E-QL 8

¢ GlBSe——— @3 -““-“'_ ?

DCON

Intermal coolant Siraight shank LGF - LS

QAL i

o &S 1T - @ﬁn‘* “\HI_ !

DCOM

Intemnal coolant ‘Whistle notch shank a LS S
Ll‘.'rF Q2
@ For high-efficiently deilling from commean steel to hard-to-cut materials. -

@ Corrugated cutting edges achieve outstanding sharpness and strength, facilitating chip remaval

sl | mode

| Extemal
coolant

9.5
Intarmal [ ———
coolant

i i Wi iw

.| Extemal
eoalant

=
2
=
o
o
o
=

{ i

9.6

Internal
coalant

sauas Ns

roteh mmﬁassun = e i b e e
e BCA. e e o [ Ty
Em.l ok """15345uummn:nw e Mo o b e e ose
m_'““?_ s ""1535$uumu m ? m 51 “ . -m ﬁ
shank 1534SU03C-0970 10 &8 a7 35 40 fr
e s e e o
T.;:Ir::: “ﬂ“n't:': ' 1?345'110':.'-'::4:9?#' 10 g9 | 47 | 3 | a0 e
shank 17365U05C-0970 10 | 103 81 49 40 %
biien o "15muu&c-o&m” s i S o i o i
EMI ......... 15343u FRTEEN MRSttty = N R iertttord ATy vtitT] Lo e ARt A
shank 15345U03C-0980 0 | & 47 35 40 3
""15353unm-mw S B o e e -y -
R o e e e

coolant nateh i ] < e e ! .
shank 1?355”05(:-0‘9% 10 103 61 44 40 g

1o | 142 a5 83 40 r
17 Recommeanded grade { produce according to arder)

8.7

9.8

R R R R RN R TR R SRR R R

§
z
1
§

C100



HOLEMAKING TOOLS'C™

SU series

Basic dimension(mm) [P g

Etemal 15345U03-0930 10 ] 47 35 40 o
oIt | it 153&5uus.mm 10 103 81 49 40 =
shank 1muua¢wm 10 88 47 35 40

9.9

3 Internal | \whistie 17345U03C-0990 10 89 47 35 40 e
................... coolan noteh |- et CalodPEn LT

17365U05C-0890 10 103 &1 40 a0 s

e T C——— - :
153‘5““1’5—1““ 10 Ba 47 35 40 g
153&5““50—1“ 10 103 B1 49 40 r

Internal | “\whiste 17muum1nm 10 89 47 15 40 %

coolant notch  |-=— e e e S B o e st e e e e

_shank | ______17mun&c-1m______ o S L L L T .2

sragtsnc|  15385U08C-1000 10 142 95 83 40 ¥

coolent | gy | 1636SUGEA010 | iz | we | ¢ | s | e | a

10,0

ot (R | . (. | o | . | :
coolant [ popen | i i IE Wil Y. oo i b b i
Wik 17365U05C-1010 12 l e 7 56 a5 v
Straight shank 15383“0&':-11!10 12 1682 114 90 45 ¥
. 15345U03-1020 2 | 1 55 40 45

| o | haigne | 13SUOSt020 | a2 | we | 7 | s | e |
shank 16345U03C-1020 12 102 55 40 a5 e

| S e pem IEE TR e e e e
O """'1mmuua¢-1m L PN R R ey

coolant noteh . - - e
shank 'I‘.i"“.IBSUllEﬂdﬂi'ﬂ 12 118 kA 56 45 P

10.2

SU series

3
5
3
2
-3
3
&
3
. : 5..
5
8
3
5
3
5
3
5

1
Straight 15385U05-1025 12 | ns 71 56 a5 o

o 3 shank 15345U03C-1026 12 102 55 40 45 ¥t

3 ceolant | Whistle 17345U03C-1025 12 102 55 40 45 2
5 shank 1736SU05C-1025 12 118 2 56 45 2

Note: For drills with a drilling depth (ULDR) of 8, namely 1538SU08C T Rocuarenandad grads | producs ancurding 1o ards)
series, tolerance of shank length is hs.

k> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | g siped c;":“ Fre-hardenad steel, Hardened steel | opnige, Castiron Nodular cast Aluminum

KDG303 & [+ o o o Q o o

v.‘;ndﬁ:ﬁ Cutting pam Technical mm MNoen-standard mmﬁﬁ

[*:] C155-C158 C165-C171 ) C172-C1TE

Heat

c1o01



(' HOLEMAKING TOOLS

SU series

SU series General machining N

;} BESe—— &{ T

LCF L3

External coolant Siraight shank I OAL I

¢ esSe=—— = HueETSC

DCON

Intermal coolant Siraight shank LGF - LS

QAL i

o &S 1T - @ﬁn‘* “\HI_ !

DCOM

Internal coolant \Whistle notch shank LS
LI3F

@ For high-efficiently deilling from commean steel to hard-to-cut materials. -
@ Comugated culling edges achieve culstanding sharpness and strength, facilitating chip remaval

sl | mode

Extemal 15345U03-1030

coolant

.......................

| Stralghl: e SRR S ise i, e et PN i B
shank 15345U03C-1030 12 102 55 40

45
45
15365U05C-1030 12 |/ 18 1 56 45 3
: R R I
45

10.3
aa B o
| coclant | ot Gy | 72 (SR 5 ] W | & )
' shank 17365U05C-1030 12 | we 2 s
1]
|

..... - i o i -

i i Wi iw

Siraight shank 153850L108C-1030 12
a E:M.I ..........1mun1m @ v o e e e et o e e e s s s s e fos e e s s s
shank 1munac-1m
16365L05C-1040
e | e
eoolanl | potch T ol
_Shank | 17355”“’“‘”‘“ O ) SRt Mer i PR IRl TR LA so AR N Ly
Straight shank 15335um1m 12 162 14 a9 45 2
Extemal  tssasuodoso | 12 | 1oz | s | a0 | a8 | &
00BN | Swaight | 1536Su0s-t080 | 12 | M8 | 71 | s i e
shank 153450U03C-1050 12 102 55 40 45
15365U05C-1050 12 | ns 7 56
Internal | yhiste 1734SU03C-1050 12 102 55 40

45
coolant | papen - vl
shank 17365U05C-1050 12 118 7 56 45 ¥
45
4

=
2
=
o
o
o
=

{wiwmiwio

10.4

sauas Ns

10.5

Straight shank . 15mun&c-1m 12 162 114 a9

080
o e I I I b

T T I
IR TR ety S LR LI, (RS ey S s

coolant nateh s e T T i T e s i vl e
shank 1?355”05‘:-10@ 12 118 71 45 45 2

15385U08C-1060 12| 182 114 ag 45 t
17 Recommeanded grade { produce according to arder)

Extemal
conlant

10.6

R R R R RN R TR R SR URE- R

§
z

Cc102



HOLEMAKING TOOLS' o_

SU series

- m#mwm |
Tos Sk | R S
| Extemal s TERABUORAND o )RR R B )
coolant | o sight 153&5uu&1m 12 118 7 56 45 g

shank 1534suu:«.-:_1am 12 102 55 40 a5
15365U05C-1070 12 18 7 56 45

10.7

Intermal Whistle
coolant noteh

N e N N
shank 1muu:¢1am 12 102 55 40 45 T
153&5“05(:—1ﬂ5ﬂ 12 118 71 L] 45 r
Internal | “\whiste 17muum1nm 12| 102 55 40 45 %
coolant notch  |-=—- A e e g e
E ?*.19".*%._...._.._._...‘m““m‘m e ) e e | % | w
Straght shank 16385U08C-1080 12 162 114 99 45 Ye
o0 | cwagre | 1636SUDG-1080 | 2 | we | 71 | s | a5 | w
shank

10.8

memal | Wniste | 17345003C-1090 12 | 102 55 40 48 %
nm acmaiial ©CTNETES: FEVEVITRSISERRY. [ T RESETeTT! TSNSTOTIRRETI] FPITE TSP ETSEE, MV Sy P
shank 1muuuc-1uso 12 118 (Al 56 45 fr

ol 15345U03-1100 12 102 55 40 45
e IR e B
ol B I B e e
kel T E it e .,

internal | yhistie 17345U03C-1100 12 | 102 55 40 45 i
coolant neleh . — 4 o — 2 . Lo
shink 1736SU05C-1100 12 118 7 56 45 i

1.0

SU series

3
5
3
2
3
3
&
3
—_— : 5..
5
8
3
5
3
5
3
5

1 45
coolnt | o sight 15365U05-1110 12 118 il 56 45
3 shank 16345U03C-1110 12 102 55 40 45
11.1 5 15365U05C-1110 12 18 71 56 45
3 | 'memal | wimistie 1734SU03C-1110 12 102 55 40 45
.................... coolant noteh = gt ke U e e
5 shank 17365U05C-1110 12 18 7 55 45
8 Straight shank 15385U08C-1110 12 162 14 a8 45 ¥
Mote: For drills with a drilling depth (ULDR) of 8, namely 15385U08C r Recommended grade ( produce according to ordar}
series, tolerance of shank length is hs.

k> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | g siped c;":“ Fre-hardenad steel, Hardened steel | opnige, Castiron Nodular cast Aluminum

KDG303 & [+ o o o Q o o

v.‘;ndﬁ:ﬁ Cutting pam Technical mm MNoen-standard mmﬁﬁ

[*:] C155-C158 C165-C171 ) C172-C1TE

Heat

C103



(' HOLEMAKING TOOLS

SU series

SU series General machining N

— [}
ST s —

- e sl
External cookant Siraight shank I LGE 5-11-: LS. =1

¢ esSe=—— = HueETSC

DCON

Intermal coolant Siraight shank LGF - LS

QAL i

o &S 1T - @ﬁn‘* “\HI_ !

DCOM

Intemnal coolant ‘Whistle notch shank a LS S
Ll‘.'rF Q2
@ For high-efficiently deilling from commean steel to hard-to-cut materials. -

@ Corrugated cutting edges achieve outstanding sharpness and strength, facilitating chip remaval

3| Extemal 15345U03-1120 | 102 55 40 45
Do | oot mmpiiitauoettze, | 92 | MRt | % | %

e _......1 um.c.ﬁzn o _102. s o pr 45..
1.2 15365”050—1121] 12 | e 7 56 45 T

shank 17:!o$uum-11m 12 118 71 56 45

Sraighe shark Hmsuuu:c-mu' 12 .2 | 14 P 45 9
- 16345003-1130 12

...T.'.E.'.T Straight 16365U05-1130 12
shank 15345U03C-1130 12
e | TR uua-::- AN G Ll RS I R ..

shank 17-"5'5““5&1 l]

Sragtshank| 1533$uum.113u"' 12 | e | 1e 99 s | %
Bt 15345uu:1,114n 12 102 55 40 as Ye
coolant | o aight 153-&5uu&114n 12 118 Al 56 45 %

shank 15343un:'.c-11dn 12 102 55 40 45 ¥

¥r

Intermal [“\imistie .
.................... oociirit | el HEMOUINCAIAE | e | Be e s BN ..

aharik 17365U05C-1140 12 | wus 7 5 45 v
o

:l-;-

PR

i

8

&
E

&

%

=
2
=
o
o
o
=

a3
o
Pm
=
F-Y
£
%

1.3

.1"_.:

&
£
=
Y
o
o

sauas Ns

Wi e i Wit Wil

11.4

Lo

15385U08C-1140 12 162 114 g 45

{
i

.| Extemal
Sooant | swaigh | _
shank

11.5 1535$uu5¢-1150 12 118 7 56 45 ¥r
= el [
1 cociint | s |l frssuosC-1s0 | iy e e o U e B
ok | CVNGUIECAIG] | f2 ) M8 | . ) B ) o4& ] K
Straight shank 15385U08C-1150 12 162 114 29 45 ¥r

ir Recommended grade | produce according o order)

C104



HOLEMAKING TOOLS'C™

SU series

- Shank - [Foamne S
| Extemal o TP R AR DL A O
coolant | o sight 153&5uu&11&n 12 118 il 56 45 2

shank 1534suu:«.¢11ea 12 102 55 40 a5
16365U05C-1160 12 18 7 56 45

11.6

1 Intermal Whistle
................... coolant noteh

B B R » _
153‘5““1’5—11?0 12 102 55 &0 45 g
153&5““5(:—11?0 12 118 71 5B 45 wr

Internal | “\whiste 173¢suum117u 12| 102 55 40 45 %

coolant notch  |-=—- D e D e i

: ?hﬂﬂ.k._...._.._._...‘m“““":‘""_._._._._.. 2 | 18 ) ] & | 4 | %

srugtsck|  1538SU0SC-1170 12 162 14 % 45 Yo

o0 | cwagre | 16%6SUOG-1180 | 2 | we | 71 | s | a5 | w
shank

1n.r

memal | Wniste | 17345003C-1180 12 | 102 55 40 48 %
nm acmaiial ©CTENETES FEVIVETRSISERRY. [ TSRt TRSSTOTIIRETI] FPITE TSP ETNS, MV Sy P
shank 1msuuuc-11au 12 118 (Al 56 45 fr

ol 16345U03-1130 12 102 55 40 45
e IR e B
ol B I B e e
Bkl T E it e .

internal | yhistie 17345U03C-1190 12 | 102 55 40 45 i
coolant neleh . — 4 o — 2 . Lo
shink 1736SU05C-1190 12 118 7 56 45 i

1.8

SU series

3
5
3
2
3
3
&
3
_— : 5
5
8
3
5
3
5
3
5

Swaignt | 1636SU061200 | 12 | w8 | 7 | s | a5 | x
shank 16345U03C-1200 12 102 55 40 45 #r
15365U05C-1200 12 118 T 56 45 g
a Internal | yyhiste 1734SU03C-1200 12 102 55 40 45 o
.................... coolant noteh = gt ke U e e S
3 shank 17365U05C-1200 12 118 ™ 56 45 &
] Siraight shank 15385U08C-1200 12 162 114 a8 45 ¥
Mote: For drills with a drilling depth (ULDR) of 8, namely 15385U08C 77 Recommanded grada { produce according o ordar)
series, tolerance of shank length is hs.

12.0

k> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | yjjg sipet | Carbon | Pre-hardened steel, Hardened steel | gypninee Modular cast Aluminum
HB<180 | ppmeL stesl | Castion e | alloy alloy

Alloy steel | ~40HRC | ~SOHRC | ~BOHRC _ alloy
KDG303 o [+ ] o &) o o 0 O

v.‘;ndﬁ:ﬁ Cutting pam Technical mm MNoen-standard mmﬁﬁ

[*:] C155-C158 C165-C171 ) C172-C1TE

Heat

C105



(' HOLEMAKING TOOLS

SU series

SU series General machining N

— [}
ST s —

- e sl
External cookant Siraight shank I LGE 5-11-: LS. =1

¢ esSe=—— = HueETSC

DCON

Intermal coolant Siraight shank LGF - LS

QAL i

o &S 1T - @ﬁn‘* “\HI_ !

DCOM

Intemnal coolant ‘Whistle notch shank a LS S
Ll‘.'rF Q2
@ For high-efficiently deilling from commean steel to hard-to-cut materials. -

@ Corrugated cutting edges achieve outstanding sharpness and strength, facilitating chip remaval

3
s
o BE
'y
it
¥

3 aka 153450U03-1225
shank 153.|sunac-1zzs
intemal tssesuosC1226 | 14 | nze | 7 | eo | as | ow

calant “:'t:hu' 1?345”03(‘.-12‘25 14 107 60 43 45
shank 17Muwc-1m 14 |

.| Extemal teMsuosz0 | e | e | o4 | o4 |
(29 | g | 1636SU0SAZ0 w e [ | e | e |
S 16345U03C-1230 o7 60 43 45
coclant | Whistle 1?34suum-12w 14 107 &0 43 45

.| shank | TTSSUOsCz30
Extemal 153‘5'-'“3"‘?“. o R L T TR e i T I
coolimt | ciaight 15365U05-1250 LA 77 6D 45 ¥
shank 15345uu:¢125u 14 107 ] 43 45 -1
153-&5un&c-1im 14 124 T 60 45 %

intomal [zt | .
O, | e L IMELOCCAZES W] A s = i B

shank 17365U05C-1250 14 e T e =
v

-

=j

[=1]

L=
i
o

12.25

i
b

B

-~

=g
L

=1

s

L]

b s R - 3 I:.-""

E
™)

B

12.3

=
2
=
o
o
o
=

=
3
B
-4
=)
P
=18
B
e
b

.1"_.5

sauas Ns

-4
oy |
= I

ie|
Y
o
b

125

R R R R TR R TR R TR TR R R

sagrtscs|  15385U08C-1250 14 178 133 16 45
Bl 15345U03-1270 14 107 60 43 45 Ye

Ot | swaigns | 16368051270 o O O O O I
43 45 *r

Pl o

&0
43
shank 1?355“"5(:—127& 14 124 w &0 43 4

ﬂ Siraight shank '”1ssasuna:c-1m ey 14 1?3 T 133 r 1‘IB- 45 6+ 4
r Recommended grade | produte according lo order)

127

Wndaral |
coolant

C106



SU series

HOLEMAKING TOOLS' o_

12.75

12.8

13.0

131

135

.| Extemal
coolant

Extemnal

Extemal

| eoaiam

shank

Internal

coolant

© 17385U05C-1275

153450031275

: ""1muua1ﬂs
15345U03C-1275

Mcdmwm

153&3[]05':-12‘?5

1?343”03&12?5

Internal
coolant noteh

shank

coolant

shank

Internal
coolant

lant
ORI siraight

shank

Internal
coalant
notch
shank

Extemal

| Straight |
shank

Internal |
coolant

 15345U03C-1280
e
1734SU03C-1280 |
 1736SU0SC-1280 |
1s3eSU0BC1280 | 1

CVvhiste |

Straight |
153‘3”036-1300

153‘3”0&-13@

15353”05—1300

e
e R
i
ST i

14
173
14

15343”030-1310

....1 uum131u — —

szt .1 uumﬁw.

1?H$UEIE¢-1J1U'

15345Ull!-—13m

3 |
""""15muusac_1m“m""

1?345“0!-@-13&

14 10‘7

14

R
e
o =

124
1&?

116

43

&0
43

&0
116

43

43

o
4

45

w |

p————
45 :

SU series

16385U08C-1350

116

Note: For drills with a drilling depth (ULDR) of 8, namely 1538SU0BC

series, tolerance of shank length is hs.

k> Applicable material table

1r Recommended grade ( produce according to order)

Cvery suitable CSuitable

Grade

Warkpiece material

Mild steel
HE=180

Carbon

Pre-hardened steel, Hardened steel

stedd,

ABioy steel | ~40HRC

~50HRC | ~BOHRC

Stainless

stanl Cast ron

irom

Modular cast Aluminum

alloy

Heat

alloy

KDG303

o o

o o

L+

(8]

coirey )

ce

Cutting pam

CA55-C158

Technical mfa’-m';m

"C165-C1T1 )

Non-standard mrm;ﬂ’TnD

C172-C1TE

Cc107



~C HOLEMAKING TOOLS

SU series

SU series General machining N

I~ ————— @ = m—l |
Extermal cookant Siraight shank [ LGF 'I:‘:I-M-.- i T

. SSS—— @Eiw m\*ﬂ_ |

DCON

Intermal coolant Siraight shank LGF - LS

QAL i

o &S 1T - @S‘HF ““\HI_ :

DCOM

Intemnal coolant ‘Whistle notch shank L a S

L L¢F - Q2
@ For high-efficiently deilling from commean steel to hard-to-cut materials. OAL -
@ Corrugated culling edges achieve culstanding sharpness and strength, facilitating chip remaval

1 | ] Basic dimension(mm) [Pt gae

3 Extemal 15345U03-1380 14 107 &0 43 45 £
codlant | o iraight 15365U05-1380 14 124 e 60 45 #
_— shank 15345U03C-1380 14 107 60 43 45 #

S |wwema | |  tsssuoscasso | 4 | t24 | 7 | e | 45 | g

3 coolant | Wwhistle 1:rusuum.1aan 14 107 a0 43 45 r

3 Extemal ___1534$uua-14m 14 | 107 | so0 43 45 i
conant:| swi {mmzeaeaucs ot TR T Ity | %0 | ooV i St
ST 15345U03C-1400 14 107 &0 43 45 2
153&5!.“]-56—1401} 14 I 124 T &0 45 ¥
Internal | yyhisyie 1734SU03C-1400 14 107 B0 43 45 B
coolant nalch ax | T —— . ™ B
shank | | 7sesvoscoo | w4 | e | | e | o4 | w
Straight shank 15385U08C-1400 14 | 178 133 116 45 ¥
| Exema gsasuostazs | e | ws | e | a5 | e | w

it K 3 NG e RN O . .3 . OO .0 ..

shank 16345U03C-1425 16 15 65 45 48 i
coolant | VWhistle 1?345“01(‘-‘-1425 18 115 65 45 48 £
TR N0 L1100 17ssuosc-1azs | LA Do i O PR b TR s AT s PN PG K
Exlamal 15345U03-143l} . 16 | 115 65 . 45. IIB. .‘i’
220l | Straight 16365U05-1430 % | 133 B3 | e a8 e
shank 15345U03C-1430 1 | s 65 45 48 £
intemal | 15365U05C-1430 18 | 133 83 63 a8 ¥
coolant ‘-"ﬂl;:hﬂﬂ 1734SU03C-1430 18 15 85 45 48 €

i e ot et oy, i e e Sl |t | e e L

shank 17365U05C-1430 16 133 83 &3 48 e

1r Recommended grade ( produce according to order)

=
2
=
o
o
o
=

14.0

sauas Ns

14.25

14.3

WOt Wt Wit Wit @it W

&h

c108



HOLEMAKING TOOLS'C™

SU series

Basic dimension(mm) [P g

Etemal 153450031450 18 115 65 45 48 o

|0 | spagny | fs36sUostaso | ws | a3 | e | e | a | w

shank 1634SU03C-1450 16 15 65 45 45
e e Ty e

3 Internal | \whistie 1734SU03C-1450 16 115 85 45 48 e
................... coolan noteh |- et e e

2 _shenk | 17368U05C-1450 G e e I I

14.5

= Paens
O | inigny | 16368U06-1478 | 18 2000 A LT LT DO EOOH T AN £ T
shank 15315!.10:(:—14?5 16 115 65 45 48 i
153&5uusc-14?5 18 133 83 63 48 ¥

14.75
Intemal | e candan i b B e b e s S e e e
cocunt | Vihisbe 1?345uuac~1475 1’ | 115 65 45 48 ¥
shank 17mun&c-14rs % | 133 63 63 48 ¥
e 1muna-14m 18 15 65 45 48 i

| o | Gy | 1636SUostas0 | s | 133 | w3 | 63 | a8 | e
shank 16345U03C-1480 16 115 65 45 48 r

14.8

Internal
coolant

3
5
3
2
3
L
2
5
3
3
3
5
3
5
]
3
3
3

| Exeena __._._f_ﬂmumm _ ﬁffﬁﬁ_fﬁﬁ ot | oms | e | a5 | a8 | w
coolant Straight 153650105-1500 16 I 133 83 63 48
shank 153-|sunmc-1suu 16 15 65 45 a8
15385U05C-1500 16 132 83 53 a8 i
intemal | \whiste 1?345!.]030-1500 16 15 &5 45 48 #
shank 17365U05C-1500 1. T B ] 83 63 a8 #

Siraight shank 'IHIIQUIIBGJEW 16 204 152 132 48 e

15.0

SU series

151 shank 1534SU03C-1510 8 | 15 | e | 45 | 4 | %
; 5 Intemel 16365U06C-1510 16 133 83 63 48 #

3 coolant | Whistle 17345U03C-1510 16 15 65 45 48 Lol
5 shank 1736SU05C-1510 16 133 83 &3 48 2

Mote: For drills with a drilling depth (ULDR) of 8, namely 1538SU0BC i Recommended grade | produce accerding to order)
series, tolerance of shank length is hs.

k> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | g siped c;":“ Fre-hardenad steel, Hardened steel | opnige, Castiron Nodular cast Aluminum

KDG303 & [+ o o o Q o o

v.‘;ndﬁ:ﬁ Cutting pam Technical mm MNoen-standard mmﬁﬁ

[*:] C155-C158 C165-C171 ) C172-C1TE

Heat

C109



(' HOLEMAKING TOOLS

SU series

SU series General machining N

— [}
ST s —

- e sl
External cookant Siraight shank I LGE 5-11-: LS. =1

¢ GlBSe——— @3 -““-“'_ ?

DCON

Intermal coolant Siraight shank LGF - LS

QAL i

o &S 1T - @ﬁn‘* “\HI_ !

DCOM

Intemnal coolant ‘Whistle notch shank a LS S
Ll‘.'rF Q2
@ For high-efficiently deilling from commean steel to hard-to-cut materials. -

@ Corrugated cutting edges achieve outstanding sharpness and strength, facilitating chip remaval

Extemal _isssuosasso | 18 w5 |
|

o0l | Siraign | 16388 WUSIIE: ML AN [ - St

shank 1534aunac-1m 18 15
1smuusnc-1m w® |/ 183

cociart | "'""‘""”“"‘C‘“W . A

15.5

228838
2
s

L

L
P!

=

ok - [t

T T —
| Extemal S L R [ 2=

(RN | Syaignt | 1636SU0G-1680 | 18 |
shank 15345U03C-1580 16
internal | 153SU0SC-1580 A L
coolant Whistle |

&
25
&
% iz

=
2
=
o
o
o
=

i2igi

15.8

ETUNEE YRR P F R T+ - R ¢ R P T © L ]
E
=
g
=

-l
=
(5]
8188
e
o
F
o
i

sauas Ns

.| Extemal -
shank 15345uu:c.1m
1 uumwmmm y

................... coolant | nouen _17s4sy0sc-teon

16.0

-
K

sl 15345U03-1650

oo | Swraight | 15365U05-1650
shank 18345U03C-1650

LI ]

16.5

- Inlamal Nhsu. v e s e e s o e e e e
e COOIANL ﬂma 1?31-5!,]!]:{:—165:!: |
o _shank | trssuoscress | v | e | e | m | e | v
8 Straight shank 15385008C-1650 18 223 i 149 48 o

17 Recommended grade ( produce according to order)

c110



SU series

HOLEMAKING TOOLS'| m

16.75

16.8

17.0

i i Wit Wi oW W

17.5

17.8

wlw

| cooling

Exlemal

Extemal

|
coolint | shaighl

shank

Intarnal
coolant
nabch

coalan
Steaight

shank

Internal
coolant | ‘Whistle
natch

shank

Straight

15345!.]01—18?5
153‘-&5!.]05—18?5

' 15343un:u:-1ers
15365U05C-1675

1?345”113(: 1'5?5-

e ....1 uqm15}’5 EELIIN et

15\34$U03-1EW

....1 uu&,-lm NERREREN R
15345!.“]3{:-16&}

1535$Uﬂﬁﬂ-153ﬂ
17345U03C-1680

1?3‘-&5!.]05(‘#138&

15343“03-1?&0

X

15365U05-1700

shank

15345U03C-1700

15365U05C-1700

Internal
coolant

17345U03C-1700

17365U05C-1700

15385U08C-1700

Straight

{witmiwimiw e

o

shank

153450031750

15345U03C-1750

15365U05C-1750

Internal
coolant

m——
nalch
e

Siraight shank

Extemal

coolani Sralghi

shank

coolant ‘Whistle
natch

shank

AT345U03C-1T50

 15345U03-1780

153&5“05—1?&0

' 15343uuz-:-11m s

z 153&sunsc-17m '
1rmunac-1?ao

1?355”05(:-1?30

L.
-]
[=]
=
on
£
E
=]

SU series

Mote: For drills with a drilling depth (ULDR) of 8, namely 15385U0BC

series, tolerance of shank length is hs.

k> Applicable material table

+r Recommended grade { produce according lo order)

Cvery suitable CSuitable

Grade

Warkpiece material

Mild steel
HE=180

Carbon

Pre-hardened steel, Hardened steel

Stainless

stedd,

ABioy steel | ~40HRC

~50HRC

~BOHRC

stanl Cast ron

Modular cast Aluminem
ien | alloy

KDG303

o o

o o

Q o

S o3

ce

Cutting Dﬂ;ﬂm

Technical mfm

CA55-C158

"C165-C1T1 )

Non-standard ummm:uﬂm

C172-C1TE

C111



(' HOLEMAKING TOOLS

SU series

SU series General machining N

— [}
ST s —

- e sl
External cookant Siraight shank I LGE 5-11-: LS. =1

¢ esSe=—— = HueETSC

DCON

Intermal coolant Siraight shank LGF - LS

QAL i

o &S 1T - @ﬁn‘* “\HI_ !

DCOM

Intemnal coolant ‘Whistle notch shank a LS S
Ll‘.'rF Q2
@ For high-efficiently deilling from commean steel to hard-to-cut materials. -

@ Corrugated cutting edges achieve outstanding sharpness and strength, facilitating chip remaval

153450U03-1800 18 123 73
S LT | swaigne | 15365U06-1800 § R 4
3 shank 15345003C-1800 18 123 73 51 48 ';.-fr
: e T = e 5
e T
hant: 17365L05C-1800 18 143 g3 7

18.0

&
¥

5
3
5
B Siraight shank 1538S0UI08C-1800 18 223 171 149"
T T T
3 shank 15345U03C-1850 20 131 78 55
] - © 1536SU0SC-1850 20 153 | 100 7
3 | coolsnt | Whiste | 4734suosc18s0 | 20 | 131 | 718 | 85
. ::m 1?3531:‘1:5-: 1&5& 29153 i o S i
T Emm; 153431.103-1300 ———r 131 S e S
2
5
3
5
3
5
3
§
3

™
o
3

=
2
=
o
o
o
=

18.5

2 g8 e e

sauas Ns
&n
o
¥

00N | gy | 1636SU0880 | 20 | sss | 1ot | 77 |
Aflnk 15345U03C-1880 20 131 79 55
Internal 1NHUGEC-1BEU 20 153 1m 77

coolant | Whistle 17345U03C-1880 20 131 78 55
mt‘h TeTST Ssas s A [T PSS == sssrm
shank 1ransun5c aau 2 153 10 L

Extemal 153450031900 20 131 79 55

18.8

ooolant Straight 15385U05-1900 20 153 101 7
shank 15345U03C-1900 20 131 79 55
i PN IO oo I PO R G O O
coolant ““:::' 17345U03C-1900 20 131 79 55
.................... e S R R e A, B
shanic 17365U05C-1900 20 153 1 7

*1r Recommended grade ( produce according o order)

18.0

sigigigeeseesal

8

"4

C112



HOLEMARING TOOLS

19.5

19.8

it W

Extemal
coolant

Internal
coolant

shank

 17345U03C-1950

15345U03-1950
Straight 15365U05-1950

16365U05C-1950

2 | 1 79 55
20 I 153 104 77
20 13 79 55

20 153 o T

8 8 3

50
20 | 131 79 55 50
A = =
B o
........ e B B et
e e

153 101 77

L
np

)
L=

1 8 55

17365U05C-1980

AE R SRS AE

20 153 01 Ir

20,0

Internal
conlant

15345U03-2000

20 13 79 55

Straight

15365U05-2000

nin

20 153 101 7T

shank

15345U03C-2000

20 13 78 55

15365U05C-2000

o g

20 | 158 | o 77

Vihistle

17345U03C-2000

20 | 131 79 58

o8

nabch
shank

17385U05C-2000

gleisisigicigigiai e

20 | 183 101 77

s

+1r Recommended grade ( produce according to ordar)

Note: For drills with a drilling depth (ULDR) of 8, namely 15385U08C
series, tolerance of shank length is hs.

k> Applicable material table

Cvery suitable CSuitable

Mild steel
HB=180

Pre-hardened steel, Hardened steel | gy o

ABioy steel | ~40HRC

Nu:lultcni Aluminem | Copper Heat

steel | Castion [T o alloy alloy oy

Codekey

e

Cutting mﬁ@

C155-C158

Wﬂm Hm:nndudmnmﬁ’o-:l;:—j

(C185-C171 ) [C172-C176

C113

r o
o
o
-
o
=
=
(]

™=




~C HOLEMAKING TOOLS

SU series

series General machining(step drill) ~

Extermal cootant Straight shank L i

@ Forthread pre-hole, chamfening.

15575U03-M4 M4 6.0 45 G5

Ms | 60 | 60 | 68

e s o o e
e e e e
L Rt B B S i Sy B
167SUOS-M12 | M12 | 140 | 140 | 107 | e0 | 45 |00 |

Extemal | Straight |
coolant | shank

38

o
ST
1025 |
|
180 |
L
il

T
FEIE
SR

Notes for using step drill £ -

iy

M4 15":
s T i

1667SUDS-MEx1.0 | MBx10| 100 | 98 |
St CARAENE

1567SU03-M12:15 | Wiz=15| 140 | 140 | 107 | 60 | 45 "anam
........ T TRTTE n JECAE R ET
e B B

T Recommended grade | produce accondang 10 order)

Wi i Wi

=
2
=
o
o
o
=

sauas Ns

Because of no grind on the Long chips dunng courtersinking When countersinking, cutting
larga diameater, countersinking will wind around the drill and force increases al inital stage.
{shown above) iz not possible. obstruct machining. Thus small Please reduce the feed.

feed is recommended in order to

break the chips.

k> Applicable material table OVery suitable OSuitable

Workpiece material

Grade | 1 Carbon | Pre-hardened steel, Hardened steel | .. : Heat

i Eg‘dﬁm steel, Smﬂ;u:u Castiron Nu,ur;ca:'g Amar:alm a rasistant
ABloy steel | ~40HRC | ~50HRC | ~BOHRC ; [ oy = alloy

KDG303 C [+ ] o &) o [+ o O

Cnde/h:;._\il Cutting pam Technical ln{m’.ﬁ Non-standard msbnu'rua‘h’;m

c8 C155-C158 (C165-CA7T1 C172-C176

C114



Achieving the optimization
of tool structure through
analysis of simulated
cutting.

Double special guiding
margin, more credible
quiding and more stable
machining.

Design with variable parameter
helical flute, good rigidity and
chip removal capability.

Unigue cutting edge design,
good chip breaking capability
even for sticky, softer
materials, high versatility.

Special nano structure
coating with better self-
lubricating capability and
superb wear resistance.

15885’. series

deep hole twist drills




[ M@Outstandinglyfchip
breaking capability

Workpiece: crank shaft
Workplece malterial: 40Cr

Machining area: inclined oil hole Workpiece: cylinder

Tool type: 15885L20C-0690/KDG303 . © Workpiece material: HT300 N

Cutting parameters: Ve =80~120m/min ' Machined area: crank shaft joint surface drilling
fr=0,2~0.4mmir / Drilling depth: 30mm

Cooling system: Water soluble liquid ‘ Tool type: 15885L12C-0850/KDG303

Drilling depth: 105mm ' Recommend parameters: Ve=80m/min fr=0.2mmir

Cooling system; water-soluble liguid

Comparison of tool life(number of machined holes)

2500
158851 Product of

2000
company A

1500

1000

500

0

Comparison of tool life(tool wear)

Cutting speed (mJmin)

Feed rate per revolutionmim/r)

Good chip breaking capability and stable machining

with different cutting speed and feed rate. 1588SLiregular wear) Product of
company Alfalling)

C116



%
Py
, 1
'r i
i~
4 / {0 Good cutting performance
Tool type: 1588501 2C-0850/KDG303
Feed rate: 0.2Zmm'r  Drilling depth: 72mm ?'
Workpiece maternal: 42CrMa(HB250)
Cooling system: Emulsified liquid
Cuffing speed: 80m/min
Machine aquipment: Vierlical machining center
Cutting force of 158851 Cutting force of Product of company A
M N
4000 4000
3500 3500
2000 3000 |
2500 — Fy (M.LL) 2500 1.H — Fy (ML}
2000 2000 Imy' :
1500 — Fx M) 1500 M | — Fx (ML}
1000 ettty ety — > 1000
£00 | — Fz (ML) 500 — Fz (M.}
0 0 - ﬂr
500 -500
T 7 8 8 m 12 W2 3 & 8 w0 1
Time (5) Tirme {5}

L™

[ T ey
—
o amr T TEEERE
X X [-l_:_:‘_' "'.J
W, o L
o 1 ‘.“'--':_. : T ra e
g 1 3= 1 el F 1
oo | 20 ez = e
Iw ul -
15885L
s
Workpiece: Die
Machined materials: 738H
Machined area: Hole of sidewall s o
Drilling depth: 70mm c =
Tool type: 1588511 2C-0600/KDG303 0
Recommended parameters: Ve=85m/min, fi=0.2mmir o
Cooling system: Water-soluble liquid ipeioon| 2T
oy

Product of company A




=
2
3
=
o
o
T

saues 15

Internal coolant

SL series

SL series Deep-hole machining

@ Suitable for deep-hole drilling of steal, cast iron elc.

T S —

Straight shank

21140}

- —

W

LCF

QAL

LS ®

12D

20D730D

3.0

31

3.2

3.5

3.6

3T

38

3.9

4.0

4.1

ga*g in8i8a

1E¢BSL20C-G$E(I !
1EBBSL30B-GSE€I

Type

15885L12C-0300

_15335mem !

15885L30C-0300

Hm.smmm
_1585$Lzu¢m1u_

15885L30C-0310

| 1s88sL12C-0320|

15835”2!3—#350

153851 12C-0370
15885L20C-0370
1688SL30C-0370
153-35L‘|2ﬂ«-m
158851 20C-0380
158851 30C-0380
1588SL12C-0390
15885L.20C-0390
1588SL30C-0390
1588SL12C-0400
158851.20C-0400

153‘-55L1l!ﬁ-ﬂllﬂﬂ

15885L30C-0410 &

aiooiecoieie eleieo e

@mlimim

il @ oo o0 oo 0 oo @ @ o @ @ @

DCON|OAL
o

148
162

888

$88888888888888888

4.3

44

4.5

4.6

4.7

4.8

4.9

5.0

51

5.2

5.3

30
12
12
20

12
20

12
20

JIREE 12004201

12| 1688SL12C.0800 |
20

| 1588SL12C-0610
| 1588SL20C-0510

15885L30C-0510

| 15885L12C-0620

15&55-!:_200-052{'!

| 158851.30C-0520

15885L12C-0530

| 158851.20C-0530

15885L30C-0520

| 1588SL12C.0430
| 15835L.20C-0430

1 fmsuzcwn:
15885L20C-0440
I 15&B$LSDGM |
15885L12C-0450 |
| 15885L20C-0450
1m5|.auc-uuu""
| 15885L12C-0460 |

64 |

R R - R - - R - SR -
[
P
o

116

58
a6
140

a6
140

170
T2
.1.15
170
72
118
170

gleigleleleieiepieiniuinininiee ez

L gER s ai&?aéaéggggggggggsgg

c118




SL series

HOLEMAKING TOOLS' oﬂ

54

5.5

5.6

57

5.8

5.9

6.0

6.1

6.2

6.3

6.4

6.5

e

1588SL12C-0540

1588SL20C-0540
1588SL30C-0540 |
1588SL12C-05
1588SL20C-0550
1588SLI0C-0550
1588SL12C-0560
1588SL20C-0560
Hmﬂmm'

ipioioiciaioininin §
E i [FL [ oy 1 =

1588SL30C-0570
158851 12C-0580
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k2~ Applicable material table

Cvery suitable CSuitable

Grade

Warkpiece material

Mild steed | Carbon

Pre-hardened steel, Hardened steel

stedd,

HB<180 | ooy steel

~-40HRC

~50HRC

~BOHRC

Stainless Castiron

sheel iromn

Modhular cari; Alurrinum

o | Copow |

Heat
resistant
alloy

KDG3032

O o o

o o Q

o o

cosirey )

Cutting pam

ce

C159

Technical mm

‘C185-C171

Non-standard mm

C172-C1TE

C119
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Internal coolant

SL series

SL series Deep-hole machining

@ Suitable for deep-hole drilling of steal, cast iron elc.

L —

Straight shank

21140}

- —
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7.9

8.0
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8.2

B.4
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SL series

HOLEMAKING TOOLS' m
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k> Applicable material table

Cvery suitable CSuitable

Grade

Mild steel
HE=180

Carbon

Pre-hardened steel, Hardened steel

Warkpiece material

Stainless '

shived,
Alloy steel

~-40HRC

sheel

~50HRC | ~BOHRC

Cast ron

Copper

Meodular cast Aluminum
1 alloy

iren alloy

| Heat
| e
alloy

KDG3032

o

o o

o

[+ ]

Q o
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cosirey )

ce

Cutting pam

C159

Technical mm

‘C185-C171)

Non-standard umm;ﬂm

C172-C1TE
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1534SP series Guide-hole machining

SP series

- ——————

Straight shank

Internal coolant
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HOLEMAKING TOOLS'} m

SP series
Ol | ke | —eSoimenginion)
10.23 | 3 | 15345P03C-1023 | 12 | 102 | 55| 40 |45 | |11.53| 3 |15345P03C-1153| 12 [ 102 | 55 | 40 | 45
10.33 | 3 |1534SP03C-1033| 12 | 102 |55 | 40 |45 | |1183| 3 1634SP03C-1163 | 12 | 102 | 55 | 40 | 45
10.43 3 15113”16—1“3 .12 i 102.| 55 :l.ll 45 11.73 I 3 . 1534$PI:I3C7“73 . 12 1.|:|;2 55 40 . 45
10.53 3 15345P03C-1053 12 102 | 55 iu 45 11.83 3 15345P03C-1183 . 12 102 | 55 40 45
1063 | 3 |1534sPosc-1063| 12 | 102 | 55| 40 |as|[1193] 3 |1s3asposc11e3| 12 |02 |55 | 40 |45
10.73 | 3 [1534SPO3C-1073| 12 | 102 | 55 [ 40 | 45 | [12.03| 3 |1534SPO3C-1203| 12 | 102 | 55 | 40 | 45
1083 | 3 |1534SP03C-1083| 12 | 102 | 55 | 40 |45 | |1253| 3 |1534SP03C-1253| 14 [ 107 | 60 [ 43 | 45
wnos| s [tsssposcios| vz [z | e | w0 s | [12ms] s | |1 Jror|eo| e |45
11, 13 3 |1534SP03C-1113 | 12 | 102 | 55| 40 | 45| |13.03| 3 1534smc-1aua 14 107 |60 | 43 | 45
11.2: zz. | 3 [1834sPosc1123| 12 102 | ss | 40 | 45 | [13.53| 3 |1534sPosc13s3| 14 107 |60 | 43 | a5
.." 33 e '1534$Pmc-1133' I R S "14.03' =a Hmsmc-mi o L

[ Recommended Machining Method of SL series Deep-hole Drills

1.Hole-guided Machining 2 Deep-hole Machining (Inserting into the Pre-drilling
Haoles)

#Apex angle of drills used for hole-guided machining has to be
grealer than the apex angle of deep-hole dnlls,

# Diameter of drills used for hole-guided machining has to be
respectivaly greater than the diameter of deep-hole drlls. Genarally
the diameetlar gap & bebween 0 and pogitive 0.1,

*#Generally the depth of pre-drilling hole is 1-30 (D is the dameter of
pre-drilling holes). Also, it basically needs 1o ensure the accuracy of
pre-delling holes at tha samea Hme,

L.
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=
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#lower speed should be apphed in ihe process of insering
deap-hola drills into the pra-dnlling holes.

#nsert deep hole dnll to the lecation 1-3mm away from the
bottom of pre-drilling holes (Please make sure thal the parts
of drilling point are entirely insered).

5P series

4.Deep-hole Machining (Retract from hole)

3.Deep-hole Machining (Beginning machining, to the end)
*

#Reduce speed located 1-2mm away from hole battom at the
end of machining,

#Non-stopped machining with fired speed and feed rates. # Quickly secedes the deep-hole drills back to the location
{Completed at one time, nota = Step-by-Step™ machining). whare it bagins to machine.
#* Retract under the same conditions of inserting pre-drilling
holes.
k> Applicable material table OVery suitable OSuitable
Workpiece material
T | | =
Grade | pjjggiel | Carbon | Pre-hardened steel, Hardened steel | gyopace . Modular cast Aluminem | Copper i
HB<180 | ppmeL stesl | Castion e | alloy alloy | resistant
Aoy steed | ~40HRC | ~50HRC | ~B0HRC | alloy
KDG303 C [+ o &) o [+ o O
l.‘;oda’;ﬁ Cutting pafr;m Technical mfm Non-standard u.ﬂtﬂﬂ'hzﬂi’ﬂﬂ’—l‘;;—j
ca G160 C165-C171 | C172-C1T6

C123



rials such as'mild
i

el, etc.

Optimized drill point design with strengthe
chisel edge and ensures easy and fast cu
and excellent chip breaking.

Nano-structured TiAIN coating,
outstanding wear resistance and
heat resistance.

Special flute profile with large
chip pocket ensures good chip
evacuation and smooth drilling.

O Application of ST series twist drills

Tool type: 15345T03C-0800
Workpiece material: 1Cr18MNigTi
Cooling system: Oil water emulsion{internal cooling)
Cutting speed; Ve=85m/min
Feed rate: fr=0.16mmir
Drilling depth:  24mmiblind hole)

Primary
cutling edge

- 2500
g 2115
-4
— 2000
o
=
=
v 1500
- 1245 E
£ %
w= 1000p E
2 s
L =
E 5
=
ﬂ : ! o » T oL S ——
Smilar product of 15345TOIC-0800 Similar product of company A 15345T03C-0800
company A
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HOLEMAKING TOOLS'C™

ST series

ST series For machining of mild steel, stainless steel ~
: 8?14(} k- T e ....hf__).l._. ........... }

Lu =
f [*]

Intermnal coolant Straight shank
4 ool LCF LS B

VR R P S et O

. Ly =
Intemal coolant Whistle notch shank i §
OA,

@ First choice for drilling mild steel and stainless steel,
@ Sharp cutling edge can avoid build-up edge, suitable for drilling hole with high perfermance.

Drill

Dm I.I.ﬁ'\j :. =

Sraigadlis ST
shank 15365 T05C-0300
i mr'.f“ 1735311: s ] e | s ] S e
shank 1smmsc-oa1n
'ﬂ'ﬂ*”mﬁmm e R e e

3.0

31

B B i o
i it Wt E§§
B . | I8

3.25 5 E:I’:: shank 1536ST06C-0325

WAt e 47368T05C-0325

Straight
shank

5T series

Straight
shank

34

Straight |
shank

3.5

8

mimiwimimiwioimiwim

WAt ok 17365T05C-0350 5 6 28 2
TrRecommended grade | produce accordng 1o order)

&

-
L

k> Applicable material table OVery suitable OSuitable
Workpiece material

Grade | pjig stpel | Carbon | Pre-hardened sieel, Hardened steel | gigiyges Castiron mrusJ Aluminum
HB<180 | alioy steel | ~40HRC | ~S0HRC | ~60HRC | tee! iron alloy alloy alloy
KDG303 o o o O

v.‘;ndﬁ:ﬁ Cutting pam Technical mm MNoen-standard mmﬁﬁ

ch C160 "C165-C1T1 ) C172-C176

Heat

C125
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Intermnal coolant

Intemal coolant

Straight shank

- — I

Whisthe netch shank

@ First choice for drilling mild steel and stainless steel,
@ Sharp cutling edge can avoid build-up edge, suitable for drilling hole with high perfermance.

81407
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shank

....Ehank
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. shank
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shank
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. shank
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... Shank
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1?355““21:-
15345T03C-0430
15mm5c_mu
1?3‘-&5TIIE¢»MM
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Wit notch
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T4
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20 | ~:;
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20 s | %
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ST series

Straight 16345 TOIC-0460

4.5 5 shank 15365 TO5C-0460

Vst 17365T05C-0460

i

I

g lﬁ‘

%8 Elﬁ‘
g

Straight 15345 TOIC-0465

5
3
5 S 15365 TO5C-0485
— S T
e gank 1 essiesias
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Straight |
shank

4.7

.“”.mm alat e m
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coolant ssna e I R
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shank 15365 TOSC-0510
T e i
Swagny | 18MSTONCOS20 |
shank 15365T05C-0520
nste | 17365T05C-0520
Straight | 1susmm:m
mtmpk 16365T05C-0630
sk 47365T05C-0630

Straight 16345 TO3C-0540

5.4 5 shank 15365 T05C-0540
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u | s | s | e
e
28 20
a4 ] 35.
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e e e
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5T series
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‘rRecommended grade | produce acconding 1o order)
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k> Applicable material table OVery suitable OSuitable
Workpiece material

B Vi sieel | Cihon | Pro-hardened steel, Hordened 08l | ciaindass | o0 hiodhular cas! Aluminum
HB<180 | alioy steel | ~40HRC | ~S0HRC | ~60HRC | tee! iron alloy alloy alloy
KDG303 o o o O

Mm Cutting pam Technical information HNen-standard mm

ch C160 (C165-C171 ) C172-C176

Heat

c127



Intermnal coolant

Intemal coolant

Straight shank

- — I

Whisthe netch shank

@ First choice for drilling mild steel and stainless steel,

@ Sharp cutling edge can avoid build-up edge, suitable for drilling hole with high perfermance.
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k> Applicable material table

{rRecommended grade | produce according 1o order)

Cvery sutable CSuitable

- =

Workpiece material

Mild Steel
HB=180

Pre-hardenad steel, Hardened steal

Stainless

~40HRC

~50HRC

~G0HRC

Cast iron

Mbd'.ll.rﬂl} Aluminum

alloy

KDG303

o

Code key

fc,a_'

Cutting mﬁ@

G160

(C185-C171 )

Hon-standard mam;m

(c172-C176 |

C129



‘ ' HOLEMAKING TOOLS

ST series

ST series For machining of mild steel, stainless steel ~

‘r Béw. e .| IE—— l;

Lu =
f [*]

Intermnal coolant Straight shank
4 ool LCF LS B

FEeESsE T D oseiEssSSE

. Ly =
Intemal coolant Whistle notch shank i §
OA,

@ First choice for drilling mild steel and stainless steel,
@ Sharp cutling edge can avoid build-up edge, suitable for drilling hole with high perfermance.

El ar IF_ li}, :r

2 §

i

wiiniwinio i wimiomiwimimiw ;mimiw E

swinn [ e
thas 1536ST05C-0760

B T N e
omon | tossmscarm |, | o | )
e 15365T05C-0770

Whistls

7.6

T

e o ek
ioiimio;
HE - R R

o

£

e

(]

Straight
shank 15365T05C-0780

38
36
36
35
36
35
36
35

Straight 15345 T03C-0790

shank 15365 TO5C-0730

=
2
3
=
o
o
T

7.9

LR R - T
A
y
Pl
w

saues |8
o
=]

....... Inlamal e e e e e - S ———— - v .::r
coolant | siaight 10 ] 47 35 40
8.1 shank 10 103 &1 49 40 '.fr

shank
Straight
shank

Whistie notch
shank

8.2

Straight
shank
Stratonl. | e o S e I o
shank

L LI

Straght
shank

shank

8.3

iwitimiwimimiwicin;

8.4

YrRecommendad grade { produce acconding 1o order)

=
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HOLEMAKING TOOLS o_

ST series

Straight
shank

‘Wingtie notch
. snank

Straight
shank

Straight |
shank

ot L oL ML ottt D OO NCE O RO Y MO O IO
shank |

8.9

Sl | P el e L L ] Sl (N o
shank

shank

Steaight
Intemal | g [ s

coolant e =
o N 1 Y
Straight 10

&
3
9.0 8
5
3
5
5
3
e . s 1mmm S [ 1,:.,.
3
5
5
3
5
5
2

8.1

T e SR i ) R O
swoont | tsusToscoed0 | co | e | a7 |
shank 15365T05C-0840 10
") gregoioustmy | gy (o gemey | ¢ | & ]
Swaignt | 16%4sT03C00s0 | g0 | e | a7 | a5 | a0 |
shank 153&5Tummm 10 103 81 49 40 e
Whske | 47365T05C-0950 10 | 108 61 49 40 *
Straighl 1534ST03C-0960 10
10
10
0 | e 47 35 a0
10 103 61 49 40

0 | 103 81 49 40 r
‘rRecommended grade | produce acconding 1o order)

9.4

5T series

a7

k> Applicable material table OVery suitable OSuitable
Workpiece material

B Vi sieel | Cihon | Pro-hardened steel, Hordened 08l | ciaindass | o0 hiodhular cas! Aluminum
HB<180 | alioy steel | ~40HRC | ~S0HRC | ~60HRC | tee! iron alloy alloy alloy
KDG303 o o o O

Mm Cutting pam Technical information HNen-standard mm

ch C160 (C165-C171 ) C172-C176

Heat

C131



ST series For machining of mild steel, stainless steel

ST series

*

Intermnal coolant

Straight shank

- — I

Whisthe netch shank

Intemal coolant

@ First choice for drilling mild steel and stainless steel,
@ Sharp cutling edge can avoid build-up edge, suitable for drilling hole with high perfermance.

HOLEMAKING TOOLS

81407

9.8

diameter|

“mode

=
2
3
=
o
o
T

3
3
3

saues |8

10.4

10.5

10.6

10.7

w

| Internal
coolant

fmiwimimiwimia

5....
5
3
5
3

Shank
type

LU

Straight
shank

shank
Straight

 1534ST03C-0890

'IEMSTM&HM
1mmm
17365 TOSC-0980

shank

35
49
49

35

15345 TO3C-1010

T e S 2 “ §
1736ST05C-0890 10 108 | 61 49 w | %
16345T03C-1000 v | B | 47 25 o | 2
15365T05C-1000 10 | 103 61 49 o | 2

e T e B R B -

16365 TOSC-1010

15345TO3C-1025

1M$5T05¢-1ﬂ35

Steaight
shank

Wikiste notch
shank

Straight
shank

Straight
shank

o

Straight
shank

\Whistie natch |
shank

Straight
shank

Wkeste natch

shank

. 1mmm1m

: Tus-:-1m”""” s L 20 .
e S 5‘“3 T e R e s ot Lo | 28
..1
Whihe noich 1?355105::-1!150 '

P

17-‘55“]56-1“25
1534STO3C-1030
15365T05C-1030
17365T05C-1030

1?353“] 040

1BHSTDJ¢-1GEG

17365 TOSC-1060
1534ST03C-1070
1535’5T|.]5ﬂ«-1ﬂ?ﬂ-
17365T0SC-1070

118

118
102
118

118 m

k-

C132

YrRecommendad grade { produce acconding 1o order)
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Internal
coolant

16345 T03C-1080

15365 TOSC-1080

7

% s

17365 TOSC-1080

T

Een
L

15345 TOIC-1080

15365T05C-1030

EA

= in

17365TOSC-1090

T

shank

15345TMG—11M

17365 TOSC-1100

16345TO3C-1110
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1736ST05C-1130
| 1534STOIC-1140
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e

A

15345T03C-1150

| 1536STOSC-1150
s
1534STO3C-1160 |
~ 163sTosC-1160 |
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k> Applicable material table

{rRecommended grade | produce according 1o order)

Cvery sutable CSuitable

- =

Workpiece material

Mild Steel
HB=180

Pre-hardenad steel, Hardened steal

Stainless

~40HRC

~50HRC

~G0HRC

Cast iron

Mbd'.ll.rﬂl} Aluminum

alloy

KDG303

o

Code key

fc,a_'

Cutting mﬁ@

G160

(C185-C171 )

Hon-standard mam;m

(c172-C176 |

C133



‘ 'HOLEMAKING TOOLS

ST series

ST series For machining of mild steel, stainless steel ~

‘r Béw. e .| IE—— l;

Intermnal coolant Straight shank

FEeESsE T D oseiEssSSE

. Ly =
Intemal coolant Whistle notch shank i §
OA,

@ First choice for drilling mild steel and stainless steel,
@ Sharp cutling edge can avoid build-up edge, suitable for drilling hole with high perfermance.

diameter|

LS
svae | t6sTOSCH190 | v2 | te2 | e | a0 | s
1.9 shank 1636STO5C-1190 12 118 Al 56 45 %
g™ 1736ST05C-1190 12 | s 7 56 45
Swig | 16MSTOCA0 | vz | w2 | s | 40 | 45 |
shauk 16365 T05C-1200 12 118 ) 56 45 *
Whste 7okR| 17365T05C-1200 12 18 7 56 45 ;
Straighl 1534ST03C-1225 | | e0 43 45 2
ABHs 15365T05C-1225 14| 124 7 &0 45 o
X 17365T05C-1225 4o 124 7 80 45

Straighl 15345T03C-1230 14

]

=
2
3
=
o
o
Ty

14 i

14
1534ST03C-1250 | 4 | 107 80 iR i P (R x
i 15365T05C-1250 W | 124 i o i
| tnterman "S55 17365 T08C-1260 14 124 7 i = 2

coolant | ciraight 16348T03C-1270 L 107 80 43 45 ¥
shank 15365T05C-1270 14 | 124 7 &0 45 e
RIS 17365T05C-1270 | 124 77 &0 45 %
scag | M6MSTOSCAS | 14 | 107 | e | a8 | 45 | &
shank 16368T0SC-1275 14 124 77
T e e e =
60
e
Mﬁ.{:’“‘ R e ""m T ——
Swaignt | 1834STO3C4300 | 14 | 107 | e | a3 | a5 | &
shank 15368 TO5C-1300 14 124 77 &0 45 o
Whsteroh  4736ST0SC-1300 ah | e 7 &0 45 2
Srag | 16MSTOXCA0 | 4 | 107 | e | & | &5 | =
shank 15368T05C-1310 14 124 7 &0 45 &
Whste k| 47365T0SC-1310 1 | 124 7 60 s | =
YrRecommendad grade { produce acconding 1o order)

sauas |5
e
0
3
=1
=

1276

—

=]

=
ftiwimimiwitia

Straight |
shank 1

12.8

13.0

131

5
‘.E'
]
3
3
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HOLEMAKING TOOLS o_

ST series

Straight
shank

‘Wingtie notch
. snank

Straight
shank

Straight |

140 Shaﬂ.'k

3 Straight 15345T03C-1425 16 15 85 45 2
14.25 5 shank 15365TO5C-1425 % | 133 B3 63 48 o

RS 17365 T05C-1426 % | 13 | 83 63 pre
Swaign | 16MSTOSC-1430 | w6 | ws | es | a5 | a8 | w
shank 15365T05C-1430 18 133 83 &3 48 &

o e e - O O
Swaight | 1834ST03C-1450 16 18 65 45 a8 g

14.3

imemal | shank | 1g36STOSC-1480 | 18 | 138 | s | e | a | &
R rsTiectaso | 18
Straight | 15345T03C-1475 16

5
3
L
5
3
14.5 [
5
3
1475 | s shank """1535511151:_1-1?5" e
3
5
5
3
5
5
3

T T e it e
Swignt | 184sTo3c-a4s0 | 18 | w5 |
shank 1536ST05C-1480 18
ek | [EeWMETISCHammeY | s )
Straight | 15345“36-15% = 16 " _"1_15

14.8

shank 153&511:5-:.150& 18 133
Whste | 47365T05C-1500 1% | 133

[+
Ll
-
=
5T series

Straight

e B e DI LT M
15.5 5 shank 15365 TO5C-1550 16 133 83 63 48

5 VWhste rol|  4736ST0SC-1560 8 | 133 83 63 48 2
‘rRecommended grade | produce acconding 1o order)

k> Applicable material table OVery suitable OSuitable
Workpiece material

B Vi sieel | Cihon | Pro-hardened steel, Hordened 08l | ciaindass | o0 hiodhular cas! Aluminum
HB<180 | alioy steel | ~40HRC | ~S0HRC | ~60HRC | tee! iron alloy alloy alloy
KDG303 o o o O

Mm Cutting pam Technical information HNen-standard mm

ch C160 (C165-C171 ) C172-C176

Heat

C135



ST series For machining of mild steel, stainless steel

*

Intermnal coolant

HOLEMAKING TOOLS

ST series

Straight shank

- — I

Intemal coolant

Whisthe netch shank

@ First choice for drilling mild steel and stainless steel,
@ Sharp cutling edge can avoid build-up edge, suitable for drilling hole with high perfermance.

81407

15.8

16.0

16.5

i

3

=
2
3
=
o
o
-

16.75

saues |8

17.5

17.8

18.0

18.5

=
3

5 L0 %) 1S T ) 5 O 190 L S P8 O O P

Internal
coolant

Eﬂcmm

LCF LU

15365 TO5C-1580

16345TO3C-1580

shank

.....................................................

83

65

23

B5 45

83 &3
45

63

i [omme] s |

B3 63

M

93

shank

Steaight
shank

shank

Straight
shank

Straight
shank

Straight
shank

shank

shank

Straight |

.

Whistie nofch

"Wriste natch
. Hhank

T e

Straight |

15345Tﬂ$ﬂ-15?5

15355“'515-15?5

1?355TDEG-15W

1535’5“56-1‘."0&

15345 TO3C-1750
153&5T05G-‘I?5ﬁ

15345TO3C-1800

153&5“513-15&&

1534STO3C-1700

1mmm1?m '

 1736STOSC-1760
 1534STO3C-1780
e
frsesTosc-1780 |
e
T
153457030—1350

1735’5Tﬂﬁ¢-1m

. 18
. 18
18
18
.1.3.
20

20

73
93

93

73

83
143
131

153
153

83 T
93
a3
73
23

T
7
51
T1
o . .5;1 -
7
73

77
T

51
7

51

T
5
T

7
55

C136

YrRecommendad grade { produce acconding 1o order)



ST series

HOLEMARING TOOLS

=

3 Straight 15345 T03C-1880 20 131 79 55 50 ':r
18.8 g shank 15365 TO5C-1880 20 153 101 77 50 #
5 st ol 47368T05C-1880 20 153 101 ” 50 #
_______ 3|  swaight 15345T03C-1800 20 131 78 55 o | &
19.0 5 shank 15365 T05C-1900 20 153 101 77 50 o
5 m&in'fﬂ' 17365 TOSC-1900 20 153 101 T 50 b
3] swgw | tessToxcasso | 20 |t | e | s ] s |k
195 | 5 _______ | I;::-:: b 15368 T05C-1950 20 163 101 77 50 *
5 Whstenoldh  17365T05C-1950 20 153 101 77 50 #
s o 15345T03C-1980 20 131 79 55 50 &
19.8 5 shank 15365 T05C-1980 20 153 101 77 50 2
5 Whsle i 17368T05C-1980 20 153 101 7 50 #
3_ ....... = m ............. e e e - = -
20,0 5 shank 15365TO5C-2000 20 153 101 77 50 o
n—_— Wt T - S o . R ——
[ irRecommended grade { produce acconding 1o onder)
/5 Bt

k> Applicable material table OVery suitable OSuitable
<l . —

Fre-minad Weel, tianieged wool | sanisss | = Dol s AL il

steel iron alloy alley
~40HRC | ~S0HRC | ~BOHRC alloy
o QO
Codekey 4 Cmpafam Wuﬂm _ ummmmﬂmmﬁm :
(ce C180 (C185-C171 ) [c172-Ci76

C137



series twist dril
For high hardness steel machining™

nSmaII helix angle and large core thickness design
dramatically increase tool rigidity.

Endupting linear cutting edges, achieving superior
edge strength.

E The excellent oxidation resistance of substrate
and the adoption of high hardness TiAIN coating
significantly improve the tool durability.

Cutting tool; 15345H03-1000 Tool diameter; @10.0mm
Workpiece material: 3136(HRC53) Cutting speed: 25m/min
Spindle speed: B0Or/min Feedrate: 0.08mmyr

Feed speed: B4mmimin Drilling depth: 20mm(Blind hole)

Cooling method: water-soluble cutting fluid  CNC machine type: MIKRON UCP 1000

Application of SH series drills in the machining of high hardness materials

0.35
- 03 Failure due 1o severa
o E chipping of drill tip
g2 025
@ 5 —+— 15345H03-1000
= ¢
B 0.2 —=— Acompany
[T =]
= 015 B company
41
2 01
L =
5 005
a 5 e 2 " i J
0 100 200 300 400 500
Dnlled holes (pcs)
W Crill wear condition during the machining:
Drifl 15245H03-1000 Similar producis of A company  Similar products of B company
Drrilled holes (pes) 400 100 200
Wear value 0.08mm R Scie nengie 03 I 0.108mm

chipping value 2 58mm

Wear condition

C138



SH series For high hardness steel machining

External coolant

Straight shank

@ Suitable for drilling and machining of high hardness steel (HRC 40-60).
® Small helix angle and large core thickness design increase foal rgidity.

HOLEMAKING TOOLS' o_

SH series

) em— Do

LU
LCF

LS

DCON

| Extemal

Wi MWW W W W W W W e [

coolant

Strsight [~
shank

15345Hﬂ3—12ﬂ0
15343Hl13-1250

1N4$HIJJ-14W
1534SH03-1600

15345H03-0300

15345H03-0330

15345Hﬂ!-—ﬂ4m

15343H03-Nm
‘IEMSHG:!»NW
15343Hﬂm

15345H03-DG?5

1 Hna,.t]m. MU -
15313H03-1ﬂﬁ
1534-5Hll!-"|l15ﬂ

mie eleie elieoie e B

1B‘HSHII!-14W

115 &5
15 65

R
e Rt I

45

48

SH series

1

k> Applicable material table

YrRecommended grade | produce according 1o arder)

Cvery suitable CSuitable

Warkpiece material

Mild steel
HE=180

Carbon
staal,
Aoy stesl

Pre-hardened steel, Hardened steel

Stainless

~40HRC

~50HRC

~BOHRC

sheel

Cast ron

irom

Modhular ca:‘é_ Alurrinum
alloy

Heat
alloy

YH20F

[+ ] o

coirey )

ce

Cutting pam

G161

Technical information

(C185-C171

Non-standard mﬂtﬂm

C172-C1TE

C139



‘ ' HOLEMAKING TOOLS

SC series

SC series(twistdrill) For machining of cast iron, Al alloy ~

| =
Extamal coolant Straight shank §Z
AL

@ For materials with short chips such as cast iron, silicon-aluminum alley, etc.
@ Cutfing edge and shank with same diameter.

Dl
dtlnuug
DC(hs)

11065C03-0200
T e e
sy T N O Sl
e e i e Ml [
s Tt I
11015C05-0280 2

25 ‘

28 |

3
e
.-

S
——
e
——

1tws¢na-mzu
“mcmm B . I A S
e M B
11015C05-0350
coolant sharik 1105SC03-0380
e
s T — -
T ) ] I [
mosscoroato | a1 | s | o2 | s
11055C03-0420 4.2 55 22 #
11“15(:“5-“2“. . ] -1...2 . 75 - 43 g '-’&
11085C03-0430 | a3 '
1106SC03-0440 ] 44
110sSCO3-0450 | 45
1101SC05-0450 ] a5
T v
e
T T
e T
TrRecommendad grade { produce according 1o order)

sjeaq Buljug

WA

38

gauas 08

|
|

43
4 |

4.5 |

a8

% % % P P T P PR D P 1% % % 5 DS 1 D P P4 D% PR % ) 1%
3228 zi8ls
e
|

48 | ==

C140



' SC series -

LR ]

6.8

7.0

6.7

BC R

External
coolant

LTI R U R

shank

3

1M055C03-0520

11055C03-0530

_ oiscososso
11055C03.0560

1105SC03-0650

1101SC0E-0850

....“m“sm”. W e
. = chgeo B IR
~ 1085C03.0700

unsscua-mn

11 015EMM

11055C03-0710

11055C03-0720

11055C03-0730

11055C03-0740

34

k> Applicable material table

YrRecommended grade { produce according to order)

Cvery suitable CSuitable

Workpiece material

Mild steel
HB=180

Carbon
Sleel

Pre-hardened steel, Hardenad steel

Aoy steel

~40HRC

~=50HRC

~B0HRC

Stainless

Cast ron

Medular ca
iron

'1

Alurrinum
alloy

Copper
alloy

Heat
alloy

YH20F

[+ ]

8]

o

Code key

fc,a_'

Cutting mﬁ@

c161

(C185-C171 )

Hon-standard mam;m

(c172-C176 |

C141
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o
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=
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=
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=]

SC series



Extamal coolant

Straight shank

@ For materials with short chips such as cast iron, silicon-aluminum alley, etc.
@ Cutfing edge and shank with same diameter.

Drill

7.5

sjeaq Buljug

gauas 08
o
=y

%]

8.0

3 "g.a

8.5

9.6

8.8

DC(he)

8.2

a.7

depth

EZ

Wie el

W it

Cong

External
coolant

type

Siraight
shank

1108SC03-0750
e
 tosscosoren |
ORI

108 69

11055C03-0810

'.I'IIJEEGMN
11 I]BSCI]E-OBM
11&55':03—0040

Hm;sl:n
11055603-'“?0

T ﬂiﬁcnmﬂﬂ.
1101SC05-0880

1 I]ESGDB—NSU

1" IJEBCUB-NW

11 055(203-0030

”.119551;9
1'I UESGIJMHI

1" l]"lﬁl:l]E—ﬂﬂBﬂ

11usscda-mn '

1 DEEGDB-MN

 11065C03-0980
11015C05-0980

11 I]ESGIJE—O&BIJ

S
e R
e
=

E.B"
J . a8
8.9

a0

T

9 2
8.4

| =

| 9.8

| o

aF

2.8

| o

%

C142

YrRecommended grade [ produce accondng 1o ordes)



SC series

14.0 I
14.3

14.5

15.0

16.0

it it it W W o W kW Wt w W

External
coolant

Straight
shank

" IJESCUE-WEU

1'I ﬂESGﬂJ-"iDBﬂ

11 I]‘ISCIIIE—-‘I‘IDD
11055C03-1150

..11 n-iscus.ﬂlm
110&5503-10?0

hh'H ﬂ'lsﬂﬂﬁ-‘lﬂﬂﬂhm"M““m
11055C03-1100

1015C05-1150

1055C03-1200

n IIBEGNJZM
1'I ﬂ'!SCM-ﬂM

 11058C03-1400
' 1101SC05-1400
11055C03-1430
11065C03-1450
 1101SC05-1450

11 ﬂ13l.'.'-05-1500

] "11“55 1351]
11']15[505-1350

: ..11 Msms-ﬁm..................

3 ..11 nsscna.-;mmmmm
'H u1sr.:u5-1m

14.3

] 14.5

14.5

].. }5:'....

15u.

[T
16.0
.].........w e e

-
e
| g -
"

.‘.1.:.? R
.'IBD
m
1

k> Applicable material table

frRecommended grade | preduce acconding 1o order)

Cvery suitable CSuitable

Warkpiece material

Grade | g steel

HE=180

Carbon
staal,

Pre-hardened steel, Hardened steel

Stainless

ABioy steel | ~40HRC

~50HRC

-80HRC |  Hteel

Cast ron

Nmarcaré_ Alurrinum
iron | alloy

Heat
alloy

YH20F

[+ ]

O o

coirey )

ce

Cutting pam

G161

Technical information
(C185-C171)

Non-standard mﬂtﬂm

C172-C1TE

C143
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saus vd

PA series

HOLEMAKING TOOLS

PA seriesi(three flute drill) For maching of cast iron, Al alloy

A

External coolam

il

e

Straight shank

@ Suitable for dnilling solid workpieces such as cast iron and Al allay.
@ Three-flute construction for high feed rates and excellen centering capability.
@ High machining reliabdity, suitable for harsh working condilions, such as inlermittent cutting, ete
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| Extamal
coolant

Swaight [

shank
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vrRecommendad grade { produce acconding 1o order)

OVery sultable DSuitable

k2> Applicable material table

Workpiece material

Mild steel
HB=180

Carbon
steal,
Adoy steel

Pre-hardened steel, Hardenad steel

Stainless

~40HRC

~S0HRC

~B0HRC

Cast won

Modular ca
iron

1

Alarminm

alloy

Heat
resistant

KDG303

O

o

O

o

YHI0F

O

o

O

o

alloy
0
0

Code key

fc,a_'

Cutting mﬁ@

G162

(C185-C171 )

Hon-standard mam;m

(c172-C176 |
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PA series

HOLEMAKING TOOLS

PA seriesi(three flute drill) For maching of cast iron, Al alloy

External coolam

A e

Straight shank

@ Suitable for dniling solid workpieces such as cast iron and Al allay.
@ Three-flute construction for high feed rates and excellen centering capability.
@ High machining reliabdity, suitable for harsh working condilions, such as inlermittent cutting, ete

o
w
W@

Extemal
coolant

Wi el

Dtm) | (ULDR) | ™€

M

Straight
shank

115-5PADMB‘-EI]

? 11.5.5mna_um MR s
11&5PA03-0!9D0

1165PA03-0910

115-5PAO!—11M

11555!03—1130

1165PA03-0820
e
._..mm""“‘"mm’”...._...__. e

e ——
 tlespA03-1010
 1165PA03-1020
| 1165PAO3-1030
R ——
e

' 1165PA03-1150 .

Shimimadon i S8
. "‘I‘IHP.'AEIH-'IT[I] R
s
".-11HPADB-1Mﬂmmmm"

......................................................................................................

gig EEE%

]

%88 88 8

2238 8 8

=
br]
i
{ P o
I
e

1155?1“!3-145!]
1155“03—15!:0

15.0
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HOLEMARING TOOLS

 PAseries -

155 3 1165PA03-1550 155 115 58 38 # #r
16.0 3 1165PA03-1600 16.0 115 58 38 # %
165 3 1165PA03-1650 85 | 19 80 2 # "

""" 170 | 3 MespAo3i7o0 | 170 | 1s | e | 3 | & | =
P N [ O g e e Vs ] [
18.0 3 oot | - shink 1165PA03-1800 18.0 123 62 40 % tr
185 3 1165PA03-1850 185 127 84 41 % %

..... is,u 3 115.$Pnn:-1m¢ - 19.0 127 eu' 41 1& "-::

IIIII 19-,5 3 115&;;;3-195“ o 185 1 . BB" 42 Lfi' "'r-'r

..... Eﬂﬂ 3 1165PAD3-2000 200 131 0] 42 ] r

frRecommended grade | produce according fo order)
k2> Applicable material table OWery suitable OSuitable

] Workpiece material

Mid st Carbon | pre-hardsned steel, Hardened stee 101055 | ¢y on HM#:‘HJ i | Coppor Heat
Alloy steel | ~40HRC | ~50HRC | -soHRC alloy
KDG303 O o O o O
YHIOF O o o o L8]
Codekey 4 Cutﬁumm WM@ _ ummmw :
(ce ci82 (C185-C171 | [c172-Ci76
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Extarnal coolant

Siraight shank

P ——

Internal coolant

10.0

1.0

12.0

14.0

15.5

External
coolant

| Straight

shank

Straight shank

=

<F

® For materials wath short chips such as cast iron, silicon-aluminum alloy, ete.

EL 3#2:0

LS

DCON

LS

@ Eucalient self centering capability, able to machine with high efficiency, the hole precision up 1o HT,
@ High positional accuracy, high linearity and good surface finish can be obtained in the hole drilled.

DCON

137

&1

15T6PCO5-1000

5ﬂwcu¥ms

 1573PC15C-0900

© {679PCASC-1000 |

&1

170

&1

170

T

BRI

15?6PGDL-12U0

15?%15(:-11011

e

15TEPC05-1300

©1579PC15C-1400 |

T

205

=

15T6PCO5-1500
1576PCO5-1550

83
83

RS

48

::_':..

%
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L 16TEPCOS-1800 18.0 133 B3 B3 48

- e o e e R
175 | 5 | amal | St | 1676PCOS7E0 | w0 | w3 | e | oM 48 |

5 COGURE: | Shesitie 167T6PCO5-1800 18.0 143 93 Fil 48

16T6PCO5-1950 200 153 101 w 50

5
200 5 1576PC05-2000 200 153 101 7 50
TrRecommendad grade { produce acconding 1o order)

sininisinis

When drilling inclined face or curved
fate, feed rate should be reduced as
Feed rate I recommended

| Inclined angle o Max. Teed rale
- 1® 80%
z 50%

100% fead rate ¥ 30%

Inclined face drilling Curved face drilling

Surface with a large inclined angle
should be pre-treated. Face milling
should bé conducted before dalling.

w
]
=
&
(&)
o

ki~ Applicable material table O\Very suitable OSuitable
o A a

Pre-hardened steel, Hardened steel | gy o
~40HRC | ~S0HRC | -6OHRC | teel

Cast iron

Mnd'l:lusJ Ahﬁ;ln Copper | Moot

4] O o

Codekey  # cmﬁumﬁm wmm ummm:umm';m

[ce) C163 (C185-C171 ) (c172C178)
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‘ ' HOLEMAKING TOOLS

SC series

SC series(centering drill) For machining of cast iron, Al alloy

r S— ;E: g!?uggii:: _______________ 5

Extemal coolant Siraight shank |-

E—————————— e 3-_.20

Extemal coolant Siraight shank

O

2

@ Suitable for punching center holes and chamferng on CHC machings.
@ Compared 1o conventional center drillng lools, centering dalls are more $lable and can be easily

centerad on skoping surfaces

i a0 11435C90-0500
120° 11438C120-0500
é g0 11435C90-0600
o 11435C120-0600
; ao° 1435C90-0800
] 120° !1435(:121]—0!00
” ag” "i'l -f-!«sCBD-"EDDﬂ
. | 120° | Extemal | Staight 11435¢120.1000
5 1 90" Nem i 11435C90-1200
g 120° 11435C120-1200
i 80 11435C90-1400
14 -
@ | 120°
@ &g 11435C90-1600
= 16 . TS .
2 ] 120° 11438C120-1600
20 20" 11435C90-2000 20.00 13 | 40 W
e 11435C120-2000 20.00 m | 4 #
TrRecommended grade | produce acoonding 1o order)
Centering drilling machining  Hole chamfering machining Chamfering machining Hole chaméering machining
B> Applicable material table OVery suitable OSuitable
Workpieca material
O8de | ik sieel | Corbon | Pre-hardened sieel, Hardened steel | sisinvess | ... Nocutar casd Aluminum | Copper e
HE= 180 - shoel L, inon alloy alley
Allgy stesl | ~40HRC | =50HRC | ~SDHRC alloy
YH20F =] O o
'c'ﬂdﬂ’;:ﬁ Cutting pam Technical uﬂ'ﬁ Mon-standard mnﬂ’;nm
Ch G164 (C185-C1T1 C172-C176

C150



HOLEMAKING TOOLS'C ™

Recommended cutting parameters

GD series twist drills(External coolant) 3D, 5D,

e Mt ”m S oHRe | Stainless steel Castion | Nodular castiron |Heat resistant aloy
Cutting $peed|  &0~120mimin B0=120m'min 4 0= 7 Drmidimin 25~40mimin B0=120mimin S0=-100m'min 15=25m/min
Rotating Refating Ratating Ratating Rotating Ratating Rotating
Diameter spaead Fead rate spaad Feed rute spaad Fead rate spaad Feed rate spaad Fead rate spaad FE:" e Spﬂld Fead rate
0,06~ 0.06~ 006~ 002~ 0.06~ 0.06~ 002~
2 14000 0.08 14000 0.08 9500 0.08 EE00 0.05 14000 0.08 19000 0.08 3200 0,04
0.09~ 0.09~ 0.09~ 0.03~ 0,09~ 0.06~ 0.03~
z 8500 | | P00 | lgp | %R0 pgas | M9 | o | MO o | TP | maz | 219 om
0.10~ 0.10~ 0.10~ 0.04~ 0.10~ 0.10~ 0.04~
4 7000 015 0o 0.15 4700 015 & 0.08 Ll 0.15 800 0.15 TR0 0.07
0.12~ 0.12~ 0.12~ 0.05~ 012~ 0.12~ 0.05~
5 ST00° | avg | 90 | oaa | P90 | sas | 2% | oo | T | s | P9 | oaa | 19| noo
014~ 014~ 014~ 0,06~ 0. 1d~ 014~ 0.06~
[} 4700 020 4700 0.20 3100 0.20 1850 0.12 4700 0.20 3700 0.20 1050 0t
0.16~ 0.16~ 0.16~ 0.08~ 0.16~ 0.16~ 0.06~
8 3800 | g2q | W00 | pog | 2400 | gog | MO0 | g | 00 | ga24 | W00 | goy | B0 | g
Q18- 18- 018~ 10~ 018~ o8- 0.10-
10 2800 027 2800 027 1500 027 1100 0.18 2800 0.27 2200 0.27 e00 018
020~ 020~ 020~ 12~ 020~ 020~ 012~
n 2400 0.0 2400 0.20 1500 0.30 830 0.20 2400 0.30 1900 0.30 500 0.18
022~ 022-~ 022~ 313~ 022~ 022~ 013~
" 2100 | gag | 210 | pag | M0 | pas | P00 | ooy | 2100 ] oar | 1000 | nas | 0 | o =
r-]
0.25~ 0.25~ 0.25~ 0.14~ 0.25~ 0.25~ 014~ 8
16 1800 0.36 1800 0.36 1200 0.36 700 0.25 1800 0.35 1400 0.36 400 0.23 3
028~ 028~ 028~ 015~ 028~ 028~ 0.15~ E
18 1600 0.38 1600 0.38 1100 0.38 820 0.28 1600 0.38 1200 0.38 as0 0.25
030~ 030~ 030~ 016~ 030~ 030~ 016~
20 1400 0.40 1400 0.40 950 0.40 550 0.30 1400 0.40 1100 0.40 320 028
0,32~ 0.32~ 0.32~ 017~ 032~ 032~
25 1500 1500 900 700 1500 1100 250 |DAT-03
0.42 0.42 0.42 0.32 0.42 0.42

1. When the tool is used for the first ime, please do a test cutting with 90% of the cutting speed or 85% of the feed rate staled above
As cutting conditions become stable, gradually increase the cutling speed and feed rate.

2. The cutting condiions above are applicable for drilling with emulsion.

3, When damping drill, please use a collat without any defect or dust, and keep the radial run-out of drill under 0.02mm,

4, These conditions above are applicable for cutting depth under 5D

g
:
%
:
:
E
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VHOLEMAKING TOOLS

Recommended cutting parameters

GD series twist drills(Internal coolant) 3D) 5D,
- "
it HB<180 m e Stainless steel Castiron | Nodular castiron |Heat resistant alloy
Cuting speed|  B0~150mimin |  BO~150m/min 50~80mimin 50~80mmin BO-150mimin | 60~120mimin 15~25mimin
Diameter mﬂ Feed rate H::';:“ Feed rate w Feed rate H:f:::“ Foed rate m Feed rate R:;:“;? Feedrate| "8 | Foag rate
{rmimi) {min”’) {mimiir) {min") (mimir) {min”} (mm'rh imin ") (mmir) {min "} (mmr) {min "} (mmir) {min"} (mmir)
0,08~ 8,09~ 0,08~ 0,03~ 0.09~ 0,05~ 0,03~
3 12700 | G | 1zzoo | U5 | 7a00 | GERT | eavo | GO | t2zo0 | GO0 | esee | G| 2100 | GRS
0.10~ 0.10~ 0.10~ 0.04~ 0.10~ 0.10~ 0.04~
4 9000 | 515 | W00 | oqs | 000 | s | 470 | s | 9900 | nys | U0 | G545 | 1600 | o7
0,12~ 012~ 0,12~ (.05~ 0,12~ 012~ 0,05~
5 78600 1 “6qg. | OO0 | gag | 40 Longe | 8 | oqo | OO s | FO | nas | 2 | ape
0,14~ 014~ 0,14~ 0.06~ 0,14~ 014~ 0.06~
& 6400 | o | 8400 | pog | 3700 | hap | 3200 | .o | G400 | ag | ATO0 | 4o | 1050 | G
0,16~ 0,16~ 0. 16~ 0.08~ 016~ 0,16~ 0.08~
s 4800 | pog | 4800 | pog | 2000 | oy | 2400 | hag | 4800 | hay | W0 | oy | 800 | 444
0,18~ 0.18~ 0,18~ 0.10~ 0.18~ 0.18~ 0.10~
10 3000 | gy | 3800 | nap | 2200 | oy | 1000 | g | 3800 | ooy | 2800 | nap | 8O0 | 54s
0.20~ 0.20~ 0.20~ 012~ 0.20~ 0.20~ 0.12~
12 3200 | GAb | sz00 | Q3| te0 | SE | 1e00 | G2 | 300 | QA [ 2400 | G2 | s | G
0.22~ 0.22~ 0.22~ 0.13~ 022~ 0.22~ 013~
W |20 Coas: | 210 | oanlmlfi b sl dilelnossm il anaiedifey 035 | *° | a0
0.25- 0.25~ 0.25- 0.14~ 0.25- 0.25- 0.14~
16 2400 | 52 | 2000 | TLE | 1400 | TOE | 200 | TUC | 2400 | 950 | te00 | BE | a0 [ RM
0.28~ 0.28~ 0.28~ 0.15~ 028~ 0.28~ 0.15~
18| 1100 | o3 | 2100] g3 | 1200 | o35 | 1090 ) g3g | HI00 | o35 | 600 | 535 | 30 | g2s
0.30- 0.30~ 0.30- 0.16= 0.30- 0.30~ 0.16-
0 1900 | wan | 199 | gup | 99 | hap | %0 | oan | 1999 | pao | M9 | pan | 20 | po2s
0.32~ 032~ 0.32~ 017~ 032~ 032~ 017~
i 1500 | g4z | 190G nge | RROOT iz 000 | gap [RENEToer | M | owp | 20 | pa
1, When the tool is used for the first time, please do a test cutting with 80% of the cutting speed or B5% of the feed rate stated above.
As cutting conditions bacoma stable, gradually increase the culting speed and feed rate.
2. The cutting conditions above are applicable for drlling with emulsion.
3. When dampirg dnll, please use a collet without any defest or dust, and keep the radial run-out of dnll under 0.02mm.
E 4, These conditions above are applicable for cutting depth under SD.
2 . - -
§ GD series twist drills(Internal coolant) 8D
L= _—
ot
g material | HB<180 | Y =SS . "
3 Cuting speed | 80~150m/min | 80~150m/min | 50-BOmimin | 40~60m/min | BO~150mimin | 60~120mimin | 100~180mimin | 15~25mimin
: : . 2 . ; : B
% Diameter Rm“"“'!-‘mnmmghwmnmmkmrm“mlrmrm“;'::';”!-‘m rate “a':::g”Fmr R:'p:::;”Fm mﬁ;ﬁﬂ%r‘mnm
& (mm) ?”"nﬁﬂ"’*’..:l (mmir) | $Pee | (o) {Mm"} (mew) | C2) | (i | $PERS | ey | SOSR e | E0CSS) [ ey | RECES | (v
0.06~ 0.06~ 0.08~ 0.03~ 0.08~ 0.06~ 0.08~ 0.03-
% 2 12700 | " 40 | 12700 | 54g | 7490 | g4 | 00 | g7 | 12700 | gyp | 9900 | g0 | 1900 | x| 2190 | 5o
3 0.08~ 0.08~ 0.08~ 0.04~ 0.08~ 0.08~ 0.10~ | 0.04~
g 4 P800 | naz | P00 | gz | 800 | gy | 4000 | ypg | P800 ) g | TN | gys | 10 g s | 1800 | "o 07
0.10~ 0.10~ 0.10~ 0.05~ 0.10~ 0.10~ 0.10~ | 0.05-
2 & fado | Bad | TOU | gy | 900 ] pyq | RO | pgp | 00 agn | VO | gqa | BOO0 | gqs | 1290 | g
g o11= 0.1~ 011~ 0.06~ 0.1~ 0.1~ 011~ 0.06~
@ ¢ G400 | nyg | 6490 | gqg | 3700 | gy | 2700 | gz | 9400 | gy | 470 | pyg | TR0 | 54 | 1050 | 0.11
0.13~ 0.13~ 0.13~ 0.08~ 0.13~ 0.13~ 0.13~ 0.08~
x 4800 019 § 019 2500 0.19 o 0.186 i 0,19 i 0,19 s 018 G 014
014~ 0.14~ 0.14~ 0.10~ 0.14~ 0.14~ 0.14~ 0.10~
10 3000 | gop | 800 | non | 2200 | pon | 1000 | g | 3800 | 5on | 2800 | 5oy | 4500 | 54y | 60O | 016
0,16~ 0.16~ 0,16~ 0.12~ 0.16~ 0.16~ 0.16~ | 0.12~
12 | 2200 | ‘gay | 2200 | gy | 1900 ] gag | N0 | gag | 00| gag | 2900 | oy | O] gag | O | pes
0.18~ 0.18~ 0.18~ 0.13~ 0.18~ 0.18~ 0.18~ 0.13~
W | 2700 | o | 2700 | gog | 1800 | gy | 1100 | gn | 2700 | gag | 2100 | 5og | 3200 | 4oy | 480 | 0.20
0.20~ 0,20~ 0.0~ 0. 14~ 0,20~ 020~ 020~ 0, 14=
16 2400 | ‘gag | 2400 | gag | 1400 | hag | 1000 | yag [ 2400 | g | 1000 | nag | 2000 | hag | 400 | 4oy
0 24~ 024~ 024~ 0.15~ 024~ 0.24~ 0.24~ 0,15~
1 | 2100 |G [ 2100 | GO | 1200 | G | eeo | S | 2100 | G55 | 1eo0 | S | 2s00 | ST | aso | 5%

1. When the tocl is used for the first ime, please do a test cutting with 90% of the culting speed or 85% of the feed rate stated above.
As cutting conditions become stable, gradually increase the cutting spead and feed rate

2. The cutting conditions above are applicable for dnlling with emulsion.

3. When clamping dnll. please use a collet without any defect or dust, and keep the radial run-out of dnll under 0.02mm.

4, These conditions above are applicable for cutting depth under 80

C152



HOLEMAKING TOOLS o_

Recommended cuttlng parameters

UD series twist drills(External coolant) 3D, 5D,

Cutting speed|  B60~150rm'min B»t‘..b:15€]w|'r1in 40T 0rrimin 25-~80mfmin 15~ 30mimin
3 Rodatin Rotati Rotati Rotatin Rodatin Rotatin Rotati
2| rs00 | G | rso00 | QRO | ssoo | QO | ssoo | GO | vso00 | QR | wono | G | sz0 | GO
3| rosoo | QR | rosoo | T | eson | GRS | 4soo | Ggg | rosoo | Q% | sooo | GEE | 2se0 | G
¢ | oo | GG | 7o | GUE | 410 | T | w0 | G | 7o | G | sso | GUF [ e | O
o | om0 | Q2 | om0 | 8 | w0 | G2 | w0 | 4 [ e | G2 | w0 | S | w0 | %2
o | oo | G [ seon [ G | w0 | Tor | 200 | G | o | Gy | eseo | Ghy | rmo | ST
I R R A P L P B P B B o R
o | sson | 9 | a0 | S | on | 8 | oo [ G97 | son | 8 | w0 [ 5% | e | OB
| som | 92 | o | 92 | oo | 92 | o | G2 [ a0 | 9 [ a0 | 92 | om0 | %%
14 2800 %2:; 2800 %_232;‘ 1400 uﬁ?gﬁ‘ 1100 ”Q_'f; 2800 %f; 2200 %2:; 540 %123;
0 | om0 | G2 | a0 | %2 | oo | G| ooo | Sk [ a0 | 8 | oo | S | w0 | S
o | 20 | GFE | 2000 | QR | moo | GRS | seo [ G50 | 20 | G | vewo | O | 4 | Gh
20 | seoo | G [rmo |G| e | GRO| 70 | G | oo | G5 | v | SN | 0 | G5
25 o0 | G322 | qeo0 | T3 | s00 udii‘z" 700 ud_ia?z" 1600 'ﬁ‘; 1200 | 332 | 300 T:uh

1. When the ool is used for first ime, please do a test cutting with 90% of the cutting speed or B5% of the feed rate stated above.
Cutting conditions become stable, gradually increase the cutting speed and feed rate

2. The cutting conditions above are applicable for drilling with emulsion,

3. When clamping dnll, pleasa use a collect without any defector dust, and keap the radial run-out of drill under 0.02mm.

4, These conditions above are applicable for culting depth under 50.

Recommended cutting parameters
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HOLEMAKING TOOLS

Recommended cutung parameters

3D, 5D,
m mﬁ BHHHHBMI Castion | Nodular castiron mmm
Cutting speed|  B0~180mimin S0=100m'min BO0=180rm/min E0=150mimin 15~-40m/min -
Chamater Rotating Faed rate Rotating Feod rate Rotating Fead rate Rotating Faed rats Redating Fasd rale Rotating Faed rate Rotating Feod rate
(mm) | PR | mmiy | PSSR | (mmy | P2 | ey | PPRSR | (mavy | oSS | mmiy | SPEES | qmmy | PPeR | (mmk)
[ | 9 | oo [ 3% | o | S | s | 0% | v | O [ oo | 3% | n | O
oo | % || 3 [ o | 25 | o | 085 | | 4% | won [ 5 | w0 | 3%
o o Y g e o S o e o e
o D T L o e o B e P
o o | 0 [ | 0% | o0 | 815 | o | S | oo | 55 | a0 | 55 | oo | %
o | (5| o |55 | [ | | 5| | 525 | o || [
| o | O | aon | 5 | o | 92 | o0 [ 9 | o | 02 | w0 | 3 | mo | 9
| | | oo | 02 | o |92 | o | 935 | | 02 | s | 97 | wo |0
o | o | 32| o 92| 2 o [ | [ e [ | |0
P B P 0 8 3 B e s o I o PR
o | | | | o 3] e [ e [ e [ | |0
w | || |52 | o 92| o || 02 | |32 | |0

1. When the tocl is used for first time, please do a test cutling with 50:% of the culting speed or 85% of the feed rate siated above.

Cutting conditions bacome stable, gradually increase the cufting speed and feed rata,
2. The cutting conditions above are applicable for drilling with emulsion.
3. When camping dll, please use a collect without any defector dust, and keep the radial run-out of drill undes 0.02mim
4, Thase conditions above are applicable for cutting depth under 50
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HOLEMAKING TOOLS o_

Recommended cuttlng parameters

SU series twist drills(External coolant) 3D, 5D

w %ﬁ; . % mH auimm Castion [ Nodular cast ron| Aluminum alloy “w
Cuiting speed | B0~120m/min B0~120m/min 40~70m'min 25~40mimin B60~120m'min 50~100mmin B0~140mimin 15~25mimin
Diametar ngll-‘m uulmkm rate “ﬁ::‘;ﬁ Feed rate H:::ﬂg“#m mﬁ::';ggr Hmﬂkm rate R,‘”pﬂ? Feed rate "’;‘:ﬂﬁ;ﬂ Feed rate
(mm) | R | () | GREES | e | GRS | ety | ERCES | ety | SCES | e | SRS { ey | GRS | tmevy | 2SR | et
2 | 14000 [ 2 | 14000 | G | 9s00 | S | ss00 | Do [ 14000 | BO% | 11000 | S0 | 16000 | G | a200 | G0
o [ [0 | |99 | oo |99 | o | 95 | o | 32 | o | 2% | v 925 | 20 | o2
o oo | o |31 | o [ oo | 995 o | 910 | o | [ on | 91| o | 955
o | oo (9| om0 |92 | swo [ S| a0 |95 | om0 || w912 | oo | 1% | o [ 355
6 | 4700 | Gop | 4700 | Gop | 3100 | Gho | 18s0 | G5 [ 470 | Gog | 3700 | Goo | 5900 | Go | 1050 | T
o | o |9 | 5 2o |95 | o | 09 | s 815 | o | 95 | on 15| o [0
1o | e | 0 | amo | 9| oo | %1 | oo | %1 | 2o | 018 | st | 0 | s | 91| am | 1%
oo 95 | o | 485 92| w815 | s 92| o855 | | 4% | o |05
o | 2o 92| 200 02 | o |92 | s | 013 | 2o | 22| o [0 |0 |92 | 4w |9
o |92 | o |92 925 | (915 | o 925 | v 025 | n 925 | o |91
A O R R B R R
0 | w0 [0 oo |9 | wo [0 s |15 | o |95 | o o | o | 93| am |08

1. When the locl is used for the first time, please do a test culting with 90% of the cutting speed or 85% of the feed rale stated above.
As cutting conditions become stable, gradually increase the cutting speed and feed rate.

2. The cutting conditions above are applicable for drlling with emulsion,

3. When camping drill, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.

4. Thase condibons above are applicabla for culling depth undar 50.

Recommended cutting parameters
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HOLEMAKING TOOLS

Recommended cutl:ng parameters

3D, 5D,
Dorkpca it G:EEL m:ma: " | Suioss siost | Castivon ‘mmuum mm-.mmw| i
Cutting speed| 80~150mvmin | 80~150mmin 50~B 0w min 50-80m/min | BO-150mimin | GO~-120mimin | 100~180mimin | 15~25mimin
: , : . . : e
G e e et et e
3 | 12700 | %%~ | 12700 | 9% | 7400 | 9% | e300 | %% | 12700 | 4% | os00 | 0% | 1s000 | 9% | 2100 [ OO
o oo 51 oo | 5| s || (92| on 91 | rn 81 | 1| | 32
s | 7e00 | G5 | 7m0 | Ol | asoo | G| amoo | GO | weon | G f svoo | GIET| eooo | TN | vas0 | GO
6 |00 | Ghn | savo | %o | sr00 | G | s200 | GO | sano | GUT | aroo | GUT | 7a00 | GUT | rose | G
o [ a0 | G| amoo | G20 | ze00 | G| 2eo0 | GO | ason | U f soo | GBF | seoo | TV | oo GO
o | | s 1| [ 25 | o 515 | s 35 o [ 31| |31 | w0 |31
| | | | v S| S| s [ [ | 2 |
u |20 | S22 | 2700 | G2 se00 | G2 raso | G15| 2700 | 02| 2100 | G2 | a0 | G2 | aso | G2
16 | 2000 | 92~ | 2400 | 925 | 1400 | G2 | 1200 | &4 | 2400 | 25 | vm0n | 423 | 2800 ':'0_";1" a0 | 1A%
w02 | (02 | |92 o 815 | v 925 v |92 | a0 | 25| 0 |05
2 | 100 | T | re00 | G| moo | UG | s | G56 | 10 | Gl | 140 | i | 2 | e | 0 | O

1.When the tool is used for the first ime, please do a test cutting with 90% of the cutting speed or 85% of the feed rate staled above.

As cutting conditions become stable, gradually increase the cutting speed and feed rate.
2 The cutting conditions above are applicable for drilling with emulsion.
3. When damping drill, please usa a collat without any dafect or dust, and keep the radial run-out of drill under 0.02mm,
4, These conditions above are applicable for cutling depth under 50,

C156



HOLEMAKING TOOLS'C™

Recommended cuttlng parameters

SU series twist drills(Internal coolant) 8D,

e

S Hﬂwtmﬂ - :
mﬁal caiiasi st | Castion: | Mool et bori] ARrbi 'Ii uﬁm
! JERhEsIN -30HR! -JIIHBE ! i
Cutirg speed| BO~150mimin | BO~150mimin | 50-80mymin | 40~BOmimin | 80~150m/min | G0~120mvmin | 100~180mvmin | 15~25mimin
Diameter Rt rm“:';:gﬂrud rmuR:;:ﬂ;ﬂFnd l“:::ﬂgﬂ Fnﬂmﬁu“ﬁﬂ“mem""ﬁrm ROW@HINGLE oy ro1glROMBINGIEe g e
F k] T P LY i et} | {mamr i ‘mimT X mmir}
(e {min"} { [ ] (i} {min") { | {mmin"} { {min :| f ) {min"} i) {min’") { J {min"} {

0.06~ 0.06~ 0.06~ 0.03~ 0.06~ 0.06~ 0.09~ 0.03~

3 | 12700 | yap (12700 gy | T400 | oo | 3300 | go7 [ 12700 gao | %509 | oo [ 13000 g4z | 2199 | ooe
0.08~ 0.08~ 0.08~ 0.04~ 0.08~ 0.08~ 0.10~ 0.04~

S AR g R g1 | | RN g [ AOORN | i | S0 g o | N HSHI | g TSN | ARy
010~ 0.10~ 0.10~ 0.05~ 0.10~ .10~ 0.10~ 0.05~

% 7800 | gqq. | TOO0 | pgq | 4900 | gqg | 200 | g | TE00 | pqa | FTOO | paa | 9000 | Taqg | 1250 | goe
0.1~ 0.11~ 0.1~ 0.06~ 011~ | 011~ 011~ 0.06~

5 6400 | g | 8400 | g | 3700 | g | 2700 | oy | 8400 | pi | 4700 | oig | 7400 | oyg | 1050 | oy
013~ 0.13~ 0.13~ | 0.08~ 0.13~ 013~ 013~ 0.08~

s 4800 | ygg | 4800 | gqp | 2000 | g | 2090 | gee | 400 | gap | 000 | 610 | 3690 | 5o | P00 | 0.4
014~ 0.14~ 0.14~ 0.10~ 0.14~ 0.14~ D14~ 0.10~

AR 2B00 g 38005 iy [N 22000 | i | BN | S 8ROD vl 1 2800 | iy s | SO0 | 800 Ui
0.16~ 0,16~ 0.16~ 012~ 0,16~ | 0,16~ 016~ 0,12~

13| 3200 | oy | 3200 | o | 1900 | gon | 100 | ey | R0 | o | 200 | oaa | 0 | oae | 3™ | 0aa
0.18~ 0.18~ 0.18~ 0.13~ 0.18~ 0.18~ 0.18~ 0.13~

12 2700 | gog | 2700 | gog | 1600 | gog | 100 | 5oy | 2700 | g0y l 2100 | ‘o | 3200 | (05 | 450 | 5o
0.20= 0.20=- 0.20=- 0.14= 0.20=~ 020~ 0.20- 0. 14~

" 2400 | gag | 2400 | gag | 1400 | nag | 1000 | 5ag | 2400 | ag | 1000 | g | 2000 | hag | 400 | s
024~ 024~ 024~ 0.15~ 0.24~ 0.24~ 0.24~ 0.15~

180 | 2100 | 20 | 200 | TESEiRTan0d POCE S Meao N | 2100 | StRiie0 | T | 2800 | TS| o |

1.When the tool is used for the first time, please do a test cuting with 20% of the cutfing speed or B5% of the feed rate stated abave,
As culting conditions become stable, gradually increase the cutting speed and feed rale.

2.The cutting conditions above are applicable for drilling with amulsion.

3.When clamping drill, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.

4 These conditions above are applicable for cutting depth under 80,

Recommended cutting parameters
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HOLEMAKING TOOLS

Recommended cutung parameters

SU series step drill(External coolant)

Diameter
{mm)

3.3

4.2

6.75

8.5

10.25
10.5
12
125
14

14.5

50-100m/min | 50~100mimin | 30~50mimin
Rotali |Rotatin Rotatin

etk ok
seoo | TN | seo0 | G55 | ssso | G55
sss0 | 10 | 4ss0 | S | sooo | G0
300 | G5 | seo | G5 | 2ss0 | T
2850 | oo | 2880 | Gy | 1900 | GO
o | 315 | o [ 315 | oo |91
50 | 91 | o [ 018 | o | 9
o |17 | 200 | 17| v |7
o | S8 | 1o |88 | o | 010
w0 | G5 | 1e0 | O3 | 1200 | G2
1600 | 2 | se00 | 20| voso | G2
1550 2:.23?5 1550 %gj 1000 ﬂd.zat::‘
150 | G55 | o0 | G55 | o | 5
run | 025 | o |02 | oo | 022

25-40mimin
ﬂm“"uFuduu
speed [y
{rmin )
0.03~
2000 | 07
2300 udt:aﬁ
0.05-
1800 | oo
0.06~
1400 | 40
o | O
1100 | B
0.10~
%01 018
0,11~
900 | 519
0.12~
800 | 520
012~
780 | 5.20
00| %o
0.14~
850 | 524

50-100mimin | 40~E0mimin
Rumﬁng|F Rotating, mJ
ead ra Feed
speed spuad
{min’"} {mrd fmin’") {mmir)
se00 | GO [ sono | G
asso | G | seo0 | T
2800 %112; 2200 ':E"f;
o |01 | o |01
2750 %1,‘;"‘2‘ 2300 ':'u?;_‘
o |05 | 015
2100 | G | 1750 | GOC
0,18~ 0.18~
it e o 1 g e 1
1800 ”'d":; 1500 ':'E"j:
1600 | 420 | 1300 | 2~
1550 ':EE;J‘ 1250 ':"fgu“
1380 | S22 | q1s0 | 022~
oo |92 | o0 |22

BO=120mrmin
Raotating
e e
{min")
10000 %':%‘
rom |01
012~
6400 | n1s
0.14~
4800 | 509
4550 %‘:2‘
0.18~
3600 | " 04
o | 31
sn [ 018
o | 818
0.20-
2600 | 545
20 | 020
o | 925
2w | 02

- alloy
15-25mirmin
anﬁngF dratal
speed oRen
fminy | (M)
o 55
1250 “ﬁ":‘?‘

0.05~
1050 | o.10
0.06~
800 | g4y
o |3
0.08~
800 | 914
0.08~
%0 | 015
0.10~
500 | o18
011~
480 | o047
012~
450 | 918
wo |8
ano || e

1.When the tool is used for the first ime, please do a test cutting with 0% of the cutling speed or 85% of the feed rate stated above.

As cutting conditions become stable, gradually increase the cutting speed and feed rate,
2.The cutting conditions above are applicable for dnlling with emulsion.
3. When clamping drill, please usa a collet without any defact or dust, and keap the radial run-out of drill under 0.02mm.
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HOLEMAKING TOOLS'C ™

Recommended cutting parameters

SL series deep twist drills(Internal coolant) 12D

Cuingspeed| 60-120mimin | B0~120mimin | 50-80mmin | A4O~60mimin | BO~150mimin | 60~120mimin | 100~180mmin | 10-20mimin
Diameter Rm“"“hw mh] tm""“'ﬁw l‘mlﬂmmlﬁm rmlnmm'ulﬂw ratel Hmmlﬁnd rlillauﬂ'm'ImEI Feed rate Rm""ﬂ’m Rotating |Feed rate]
mm) | P28 iy | 2P [y | 2P28d [ | PR [ | SPRRd |y | SPERd |y | SPeed {l'rrrh'r}| F'“"l (mmin)
{min’") {min "} {min") (i) (rrin") {mnn ) {rrin ) irmirr ) |

0.06~ 0.06~ 0.06~ 0.03~ 0.06~ 0.06~ 0.09~ | .03~
3 10600 | °7%™ [ 10800 | 095 | 7400 | 095 | sa00 | G | 12700 | 0% | es00 | 2% | 1s000 | S0 | 2100 | G50
0.08~ 0.08~ 0.08~ 0.04~ 0.08~ 0.08~ 0.10~ 0.04~
= 8000 | pqp | 8OO0 | 5z | 5600 | 4o | 4000 | gop | 96000 | gy | OO0 | 4o | 11000 o5 | 1600 | 407
0.10~ 0.10~ 0.10~ 0.05- 0.10- 0.10~ 0.10~ 0.05~
8 G400 | ‘oqa | B0 | gqg | 4500 | ‘g4 | 3290 | oqg | TR00 | g4 | P70 | one | %000 | gqs | 120 | 0
041~ 0.1~ 0.11~ 0.08~ 0.1~ 0.11- 0.11- 0.06~
s S300 | g | 500 | g4 | 3700 | pyg | 2700 | 5o | 0400 | g4g | 4TO0 | nyg | 7400 | 5yg | 05O | gy
013~ 013~ 0.13~ 0,08~ 013~ 013~ 0.13~ | 0,08~
8 4000 | ‘549 | 4000 | g [ 2800 | g4p | 2000 | g | 4800 | 5yg | 3800 | g 4o | FB00 | 54 | 800 | 914
014~ 014~ 0.14~ 0.10~ 014~ 0.14~ 0.4~ 0.10~
10 | 3200 | oy |3200 | pon | 2200 | gon | 1600 | pug | 800 | gop | 2800 | g0 | 4300 | 5o | 800 | G4
0.16~ 0.16~ 0,16~ 012~ 0.16~ 0.16~ 0.16~ 0.12~
he 2700 | nog | 2700 | ooy | 1SR Saag | 1500 | han | S0 Saag | SO0} Shog | 200 | oy | M | 54
0.18~ 0.18~ 0.18~ 013~ 0.18~ 0.18~ 0.18~ 0.13~
14 | 3300 | ‘gag | 2300 | oag | 10007 gmg | 11000 Tgas | ET00N) Ty ag | " 21005 g | 200 | noa | 4% | nap
0.20~ 0.20~ 0.20~ 014~ 0.20- 0.20~ 0.25~ 0.14~
16 | 2100 | Q20 | 2100 (EEEESNTnOR] S IETOSTIN O 1 | 2100 | SEERISTESE | R | 2m00 | S5 | wvo | TIE
022~ 022~ 022~ 0.15~ 022~ 0.22~ 0.28~ 0.15~
18 1800 | paz | 1800 | gag | 1200 | gap | 950 | gog | 1800 | g3y | 1800 | gap | 2900 | gay | 330 | Gos
025~ 025~ 0.25~ 0,16~ 0.25- 0.25~ 0.30~ 0.16~
20 | 1800 | gas | TOOEEEGaR IR RSO pag | 00 [EpESRRERC | oax | 2290 | gup | 22 | oze

SL series deep twist drills(Internal coolant) 20D 30D

L.
-]
[=]
=
on
£
E
=]

Workplece | s on| Auminum oy | Heatresistant ~
mateal 1 it .
Cutting speed 50~80mVmin | B0~BOmmin | 100~180mimin |  B~15mimin E
: e i
Diameter Faed mu"fp'::‘;“ Feed rate E;‘::;“ Fead mwn:;:ﬂ:“ Feed mugﬂ::::"irm ratel =
(i) {mimir) (i) (it {min") {mimde) (min™) {mendr} | (min™) | [mmir) g
0.03~ 0,086~ 0.06~ 0.09~ 0.03~ ]
3 e | 00| 907 | pmon: | 2 .azps0 | ST ] tema | TR =
: 0.04~ 0.08~ 0.08~ 0.10- 0.04~ B
b B2501 nqp | BB s | SSO00 | Sygs | 800 | Sh g | B0 | o | 08000 | ndp | #3500 | Uaigs | 1080 ] h gy @
0.10~ 0.10~ 0.10~ 0.05~ 0.10~ 0.10~ 0.10~ 0.05~
S S000 | ‘g4 | 4999 | gqq | 3190 | pgy | 2900 | gqo [ 4250 | g | 4990 | gy4 | TOSO | 045 | 900 | hoo E
011~ 0.11- 0.11~ 0.05~ 0.1~ 011~ 011~ 0,08~ i3
. VIS o g 200 oy 25 e 2 e R o R e | P e | o
0.13~ 0.13~ 0.13~ 0.08~ 0.13- 0.13~ 0.13~ 0.08~
' 3100 019 2000 019 1830 0,19 1800 0.186 2700 0,19 2000 019 4730 0.18 00 0.14
014~ 0 14~ 0,14~ 0.10~ 014 014~ D14~ 0.10~
107 | 2500 Tnno | 2N nne [ AR Vs | 1AR0. | Tadp | 2190 g ant [H22200 | na (| S0 | e ] AN ] s s
0,16~ 0.16~ 0.16~ 0.12~ 0.16~ 0.16~ 0.16~ 0.12~
1 3100 | ‘goy | 1990 | omy | 1390 | gg | V190 | pgg | OO0 | gy | 1900 | gog | 3 | nag | 3P | nise-
0.18~ 018~ 018~ 0.13~ 0.48~ 018~ 048~ 0.13~
14 | 1mo0 | L0 [ reso | Ol | oo [ 00 | 1000 | T | s | GRS L amon | ST | 2r00 [ S5 | a00 | G50

1. When the tool is used for the first time, please do a test cutling with 50% of the cutting speed or 85% of the feed rate stated above,
As cutting conditions become stable, gradually increase the cutting speed and feed rate

2. The culting conditions above are applicable for drilling with emulsion.

3. When clamping drill, please usa a collet without any defect or dust, and keep the radial run-out of dnll under 0.02mm
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VHOLEMAKING TOOLS

Recommended cutting parameters

SP series twist drills(Internal coolant) 3D,
sl | 1 HERAE ~30HRC |  ~40HRC . gL
Cutting speed| 80-150mymin | 80~150mymin | SO~BOm/min | 50~80mimin | BO~150mimin | 60~120mmin | 100~180mimin | 15~25mimin
Diameter ROEINGL, nd?ﬁi‘é‘“hu ate|R0IRINGL o rmlwlrm rate “:;':':I“ Foed rate “5‘:;::;9 Feed R:'p:';:“ Frad r:uﬁn:"p:';:'ﬁl-'m rate|
{m} fmiﬂ“] [mmlr; "m'n'l} [I'I'Il'l'lrl" {I'I'Ill'td} tl'l'll'l'lrl':l {m|} :I'I'II'I'I.I'I"Il {mll tﬂ“m {ml:l :ﬂ'll'l'ilf:l tﬁ'iﬂll:l {mlr} | tmin":l | l:mﬂ'l-“'?
0.08~ 0.08~ 0.09~ 0,03~ 0.06~ 0.09~ 0.08~ 0.03-~
3 | 9ET00 | gy [12700) gqp | TAD0 | gyp | 6300 | yop | 12700 gqp | 900 | pgp | 19000 ) s | B1¥ | ooe
0.10~ 0.10~ 0.10~ 0.04~ 0.10~ 0.10~ 0.10~ 0.04~
4 9800 | o4 | 9500 | 545 | 9800 | gy | 4TO0 | pag | 9900 | 545 | VOO0 | p45 | 11100 ) 5ys | 1600 | 5py
012~ 012~ 0.12- 0.05- 0.42- 0.12~ 0.12~ 0,05~
. 0] o |2 e ] P e 2 e | ™ | oo | wre | ™ eas | Y0 | e
0.14~ 0.14~ 0.14~ 0.06- 014~ 014~ 014~ 0,08~
R | AR iy | S0 o | SSTRO | i | AR RS gt | IBA00: ]y ag [ SATEON s | TR0 | S v | ARSI i
0.16~ 0.16~ 0.16~ 0,08~ 0.16~ 0.16~ 0.16~ 0.08~
. 4800 | nag | 4000 | gaq | 2000 | gagy | 2400 | gug | 4500 | gy | 3000 | oy | SO0 | gy | 800 | g4
0.18~ 0.18~ 0.18~ 0.10~ 0.18~ 0.18~ 0.18~ 0.10~
10 | 3000 | go7 | 3000 | 5oy | 2200 | oy | 1900 | 54g | W00 | gop | 2800 | o7 | 4500 | 5oy | 600 | g4
0.20~ 0.20~ 0.20~ 0.12~ 0.20~ 0.20~ 0.20~ 0.12~
12| 2300 | gap | 2200 | Ay RSN S sp IRy o MRS g S S0 | gy | 890 | n1p
0.22~ 022~ 0.22- 0.13~ 0.22~ 0.22~ 022~ 0.13~
145|270 | nap | 2700 (il RSN G RN g o0 | 2700 | JERAERARD | g5 | 3290 | g5 | %0 | n2e

1. When the tool is used for the first ime, please do a test cutting with 90% of the culting speed or 85% of the feed rate stated above.

Ag cuting conditions become stable, gradually increase the culting speed and feed rate.
2. The cutling conditions above are applicable for drilling with emulsion.
3. When clamping dnill, please use a collet without any defect or dust, and keep the radial run-out of dnll under (.02mm
4, These conditions above are applicable for cutting depth under 30

ST series twist drills(Internal coolant)

Cutting speed B0~ 150m/min
Diamater “;.'f:g“ Feed rate
(mem) ool | meniny
3 12700 | 0.08-0.12
4 9600 | 0.10-0.15
5 7600 | 0.12-0.18
6 8400 | 0.14~0.20
g 4800 | 0.18-0.24
10 3800 0.18-0.27
12 3200 0.20~0.30
14 2700 | 0.22~0.35
16 2400 | 0.25~0.36
18 2100 | 0.28~0.38
20 1900 | 0.30~0.40

.

B0-150mdmin

mﬂ Feed rate
min’"} {rreali)
12700 | 0.08-0.12
9600 | 0.10~0.15
7600 | 0.12-0.18
6400 | 0.14~0.20
4800 | 0.16~0.24
3800 0.18-0.27
3200 0.20~0,30
2700 0.22-035
2400 | 0.25-0.38
2100 | 0.28-0.38
1900 | 0.20~0.40

3D, 5D

=

40~BD mmin 50~100 m/min B0~-120 mimin

“;‘:E*;ﬂ Feed rate | ng Feed rate w Feed rate

'y | minty | O iy | (e
6300 0.03~0.07 T400 0.03~0.07 8000 0.03~0.07
4700 0.04~0.08 | SGE00 0.04~0.08 BT00 0.04~0.08
3800 0.05~0.10 4500 0.05-0.10 5400 0.05~0.10
3200 0.06~0.12 | 3700 0.06-0.12 4500 0.06~0.12
2400 0.08~0.16 2800 0.08~0.16 3400 0.08-0.18
1900 | 010-018 | 2200 | 010~048 | 2700 | 0.10~0.18
1600 | 012~020 | 1900 | 0.42-020 | 2300 | 0.12~020
1350 | 013-022 | 1600 | 0.43-022 | 1900 | 0.13-022
1200 0.14~0.25 1400 0.14~0.25 1700 0.14~0.25
1050 0.15~-0.28 | 1200 0.15~0.28 1500 0.15~0.28
G50 0,168~0.30 1100 0.186~0.30 1350 0.16~0.30

1. When the tool is used for the first ime, please do a test cuthing with 80% of the cutting speed or B5% of the feed rate stated above.

As cutting conditions become stable, gradually increase the cutling speed and feed rate.
2. The cutting conditions above are applicable for drilling with emulsion.
3. When cdampirg dnll, please use a collet without any defest or dust, and keep the radial run-out of dnll under 0.02mm.
4, These conditions above are applicable for cutting depth under 5D
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Recommended cutting parameters

SH series twist drills(External coolant) 3D,
Hardened steel
briplect mawd 40~50HRC 50-55HRC 55~B0HRC
Cutting spead 20~40m/min 15~30mimin 10~20mimin
Diamatar Rotating speed Feed rate Rotating speed Feed rate Rotating spaed Feed rate
{mmj} vy {mmyr) (emin ) {mimir) {min’"} {mmir)
3 3200 0.02~0.03 2100 0.02~0.03 1060 0,015-0.02
4 2400 0.03-0.04 1800 0.03-0.04 800 0.02-0.025
5 1800 0.04~0.05 1250 0.04~0.05 B40 0.025~0.03
B 1800 0.05-0.06 1050 0.05-0.08 530 0.03~0.04
& 1200 0.06-0.08 800 0.06-0.07 400 0.04-0.05
10 g50 0.08~0.10 640 0.07~0.08 320 0.05~0.06
12 800 0.10-0.12 520 0.08-0.09 270 0.08-0.07
14 680 0.12-0.14 450 0.00~0.10 230 0.07~0.08
16 600 0. 14~0.16 400 . 0.10~0,12 200 0.08~0.10
1. When the ool is used for the first time, please do a tes! cutting with 90% of the cutting speed or B5% of the feed rate stated above
As cutling conditions become stable, gradually increase the cutling speed and feed rate.
2 The cutting condibions above are applicable for drlling with emulson.
3. When clamping dnll, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.
4, These conditions above are applicable for cutting depth under 30.
SC series twist drills(External coolant) 3D, sD,
— e — —
Cutling speed S0~B0m/min #0~TOm/min 100~180m/min 80~140mirmin 120~200m/min
D | Cgmet® | oot | St | runtise | S |iFsotrs | g’ | Festimn | Sl | st
{mén”") {mnén) (miny | (min) | {min'}
2 550 | 0.06~0.08 2000 0.06~ 0.08 20000 0.07-0.16 18000 0,07~0.16 24000 0,070,186
3 6400 |009~0.12 | 5300 [008-0.2| 15000 | 0.08-048 | 12700 | 009-0.18 | 16000 | 0.09-0.18
4 4800 | 010~015| 4000 |010~0.15| 11000 | 0.10-022 | 9600 | 0.10-022 | 12000 | 0.10~0.22
5 3800 | 0.12-0.18 | 3200 |042~0.48| 9000 | 0.412-025 | 7600 | 0.12-025 | 10000 | 0.12~0:25
6 300 | 0.14-020 | 2700 |014-020 ] 7400 | 0.14-028 | 6400 | 0.14-028 | 8500 | 0.14-0.28
8 2400 | 016-024 | 2000 [0.16~024 | 5600 | 0.18-0.32 | 4800 | 0.18~032 | 6400 | 0.18-0.32
10 1900 | 0.18-027 | 1800 | 048-027 | 4500 | 022-036 | 3800 | 0.22-036 | 5000 | 0.22-0.36
12 1900 |020-030 | 1300 |020-030| 3700 |025-040 | 3200 |025-040 | 4200 | 025-0.40
14 1350 | 0.22-0.35 1150 0.22-0.35 3200 0,27-0.44 2700 0.27-0.44 3600 0.27~0.44
16 1200 | 025~0.35 | 1000 |025-036| 2800 | 032-048 | 2400 |032-048 | 3200 | 0.32-048
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1. When the ool is used for the first ime, please do a test cuthing mth 90% of the cutting speed or 85% of the feed rate stated above.
As cutting conditions become stable, graduslly increase the cutting speed and fead rate.
2. The cutting conditions above are applicable for drilling with emulsion.

3. When clamping dnll, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.

4. Thase condiions abave are applicable for cutting depth under 50
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Recommended cutting parameters

3D)

e | comen |"°a“"""“"" mﬁmmﬁm il Liaopiat i
Cutting speed B0~1 20mimin 50~100mimin 1ﬂn=13nnvnin 80~140mimin 120~200mimin 20~40mimin

{min"} | (min") MMJ! {min") {rmin") {min”}

3 9500 ':;sz" 7400 ':'ﬁgz" 14000 %ﬂz‘ 12700 ':'ﬁ':fl?; 16000 T:; 3200 ':'Eﬂ;‘
4 oo | G | seo | G | oo | GO | eseo | G| oo | O | 2o | G5
s | oo | 0% | oo | % [ mo | 5% | o0 | 5% | oo [ S | o | 35
6 a | G0 | w0 | QU5 | e | G% [ e | S| e | GF | e | OO
g w00 | G | 2800 | (L | seoo | Ghg | asoo | % | o | GRS | w0 | G
0 | |08 | 2 | B | o | 5% | o | 5% | o [ % | 0w |0
12 2400 ':EE::']" 1900 “f:‘; 3700 3:'!.2:5“ 3200 %_2;; 4200 'ﬁ: 800 ':";"fé‘
o | | S | e | S | owe | 025 | | O | | 05 | e |
0 | w0 [ 9% | o [ | o [ 57 | oo [ 07 | w0 [ 37 | wo | GI%
18 1600 “ﬁ?;‘; 1200 "f:; 2500 %125'" 2100 “;f; 2800 ﬂdff,; 530 %f;‘s‘
20 oo | 23| pi00 | O3 | 2300 |%ff; 1900 | G | 2ss0 | §% | ee0 %123;

1. Vihen the locl is used for the first tme, please do a test cutting with 90% of the cutting speed or 85% of the feed rate stated above.

Asg cuting conditions become stable, gradually increase the cutting speed and feed rate.

2, The culting conditions above are applicable for drilling with emulsion.

3. When clamping drill, please use a collet without any defect or dust, and keep the radial run-out of dnll under 0.02mm.

4. Thesa conditions above are applicable for cutting depth under 30

3D)
cﬁuﬂé;aQHQd | 50~100mmin 40~70m/min un-15nn§h;n 60~120mimin 100-180m/min 15-25mimin
Diameter m Feed rate R:;:!“;” Feed rate Hmﬂ Feed rate “;:::.T Feed rate H:p*“:'f.gg Feedrate| "OBI00 | £ooy ate
(mm) miny | @0 | iy | (mmn | Sy | i | ey | i | | o | gy | mmi
3 7400 “'ﬁ; 5300 “ﬁ; 12700 T;‘: 10000 “ﬁ; 15000 ﬂ.f:; 2100 ':Ef’ﬁ‘
4 so | Gl [ a0 | G | e | GO | oo | G| moco | G | e | G5
s | o | 5% | oo [§% | o | 5% | w0 | 5% | oo | 5% | o | 0%
O [ P B Bl R - I v I ol I
8 2800 | Gpp | w00 | QUL | asso | Ghe | eooo | GRS | seo | Ghy | e | G
0 | o |G| o | 5% | s [ 5 | e | 4% | e | G5 | e |5
12 o | G5 | 1o | G55 | swe | GRS [ a0 | G5 | e | GRS | sw | G
o | | 05| e | S| e | 9 | e | 4 | s | 05| e | 0%
0 | o |92 | e | 0B | |97 | a0 | 92 | | T | w0 | Gk
18 1200 %2:; | B8O ﬂf;* 2100 | %.Eﬁ; 1800 “ﬁﬂ' 2500 ﬂd:fav 350 %1;’5"
20 1100 ':Ei%‘ 800 ﬂdﬁ; 1800 ':Li‘ 1600 aﬁ?’;" 2300 %i‘ 320 ':"'i"z%‘

1. When the tool is used for the first tme, please do a test cutting with 90% of the cutting speed or B5% of the feed rate stated above.
As cuting conditions become stable, gradually increase the cutting speed and feed rate:

2, The cutting conditions above are applicable for drilling with emulsion.

3. When clamping dnil, please use a collet without any defect or dust, and keep the radial run-out of dnll under 0.02mm.

4. These conditions above are applicable for cutting depth under 2D

C162




Recommended cutting parameters

PC series straight flute drill(External coolant) 5D,
rmmm' Castiron | Nodular castiron e ..:mm  Aluminum alloy
Culing speed 60=120mimin S0~100mmin 100~200rm/min B0~ 160miman 120~220mimin
Diameter H'u::gn Feed rate H;"::? Feed rate pr'::;n Feed rate pr'::n Feed raie R:m Feed rale
(mm) miny | M) iy | D ey | 0] ety | D iy | (MM
4 TOD0 0.10-0.15 5800 0.10-0.15 11000 012~ 0.20 9600 012~ 0.20 12000 0.12-0.20
5 5700 |012-048| 4500 |012-0.48| 9000 |014-026| 7600 |0.14-026| 10000 |0.14~026
L] 4700 0,14~ 0.20 3700 0,14~ 0.20 7400 0.16~ 0,28 G400 0.16~0.28 8500 0.16~0.28
8 3600 | 016-024 | 2800 |046~024 | 5500 |018-030| 4800 |018-030| 6400 [018~030
10 2800 | 0.18~027 2200 0.18- 0,27 4500 0.20~ 0,32 3800 0.20~ 032 5000 0.20~ 0.32
12 2400 | 0.20~-0.30 1900 |020-030| 3700 | 024~036 | 2200 | 0.24~036 | 4200 |024~036
14 2100 0.22~0.35 1800 0.22~0.35 3200 0.28~ 0.44 2700 028~ 0.44 3600 028~ 0.44
16 1800 | 0.25~0.38 ' 1400 0.25~036 | 2800 | 0.30~ 0.48 2400 | 0.30~ 0.48 3200 0.30~ 0.48
18 1800 0.28~0.38 | 1200 0.28-0.38 2500 | 0.34~0.52 2100 0.34~ 0.52 3000 034~ 0.52
20 1400 0.30~0.40 ! 1100 0.30~ 0.40 | 2300 [ 040~ 0.83 1900 0.40~ 0,63 2500 0.40~ 063
1. When the tool is used for the first ime, please do a lest culling with $0% of the culting speed or 85% of the feed rate siated above.
As culting condiions become stable, gradually increase the cutting speed and feed rate.
2. The cutting conditions above are applicable for drlling with emulsion.
3, VWhen clamping drill, please use a collet without any defect or dust, and keep ihe radial run-out of drill under 0.02mm.
4, These conditions above are applicable for cutting depth under 50,
15D
Cutting speed BO=120mmin S0~100m/min 100~200mimin B0~ 160mimén 120~230mimin
Diameter Ft;::;g Feed rale . H;:::';g Fead rale Hm Feed rale Hm Feed rate m Feed rale
pmea) fmint) | W™D | mnh) | ™) ety | ™ gminy | ™0 ] i |
5 5700 0.08~-0.14 4500 0.08-0.14 9000 0.09~ 0.18 TE00 | 0.09-018 10000 0.09-0.18
L] 4700 0.10~0.18 a 3700 0.10~0.18 1 7400 | 012~ 0.20 6400 | 0.2~ 0.20 8500 0.12~ 0.20
8 3BO0 | 0.12-020 2800 0,12~ 0.20 5500 0.12~0.24 4800 012~ 0.24 5400 012~ 0.24
10 2800 | 014-023| 2200 |014-023| 4500 |o0716~028| 3800 |016~028| 5000 |0.16~028
12 2400 | 016~ 0.26 1800 016~ 0.26 700 018~ 0.32 3200 018~ 0.32 4200 018~ 0.32
14 2100 |018-032| 1600 |018-032| 3200 |020~038| 2700 |020-038| 3800 |020~0.36

1. When the tool is used for the first time, please do a test cutting with 90% of the cutting speed or 85% of the fead rate stated above.
As cutling conditions become stable, gradually increase the cutting speed and feed rate.
2. The cutting conditions above are applicable for drilling with emulsion.

3. When clamping dnill, please use a collet without any defect or dust, and keep the radial run-out of dnll under 0.02mm.

4, These conditions above are applicable for Gl..lil!ir'!g depth under 150,
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- Recommended cutting paramaters

SC series centering drill(External coolant)

Centering drilling

Cutting speed - i i 50~100m/min | 100~ 150m/min B0=~140mimin 120~200m/min
(min") (min") {min"}) {min’") {min"}
5 G400 0.08~0.14 5100 0.08~0.14 000 0.12~0.25 TE0D 0.12~0.25 10000 0.12~0.25
6 5300 0.12-0.18 4200 0.12~0.16 | T400 0.14~0.28 G400 0.14~0.28 B500 0.14~0.28
] 4000 0.13~0.20 3200 0.13~0.20 | 5800 0.18~0.32 4800 0.18~0.32 G400 0.18~0.32
10 3200 0.17-0.25 2500 0.17-0.25 | 4500 0.22~0.36 3800 0.22~0.36 5000 0.22~0.36
12 2700 0.20-0.30 2100 0.20-0.30 | 3700 0.25~0.40 3200 0.25~0.40 4200 0.25~0.40
14 2400 |022-032 | 1800 | 022032 | 3200 |027-044 | 2700 | 027-044 | 3600 | 027-0.44
18 2000 | 024~034 | 1600 | 024~0.34 | 2800 | 032-048 | 2400 | 0.32-048 | 3200 | 0.32-0.48
20 1600 | 028~0.40 | 1300 |0.28-0.40 2300 | 040-060 | 1200 | 040-060 | 2550 | 0.40-060

1. The culling datas above are suitable for centering drilling machining.

2. When the tool is used for the first time, please do a test cutting with 90% of the cutting speed or B5% of the feed rate staled above.
As cuting conditions become stable, gradually increase the cutting speed and feed rate.

3. The cutling conditions above are applicable for drilling with emulsion.

4. When centering on bevels and toroidal surfaces, please reduce the feed speed.

5, When clamping drill, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.

Chamfering
Cutling spéed 90=-180m'min TO=150mirmin l 150=2T0rmmin 120~210m/min 180~300mimin
Diameter Rolaing | peadeate | ROWGHRD | copy ate | ROWBING | £opypate | ROBID | £opdrate | FOWING | pond rate
{mm) preaciOill B N Eueaci O IO Bibuenc B O bencll I R enc il IR~
5 8800 0.08-0.20 | TB00 0.08-0.20 | 13500 0.12-0.30 11500 0.12-0.30 15000 0.12-0.30
] 8000 0.12-0.22 6400 0.12-0.22 11100 0. 14~0.34 600 0, 14-0.34 12700 0.14-0.34
B8 6000 0.13-0.28 4800 0.13-0.28 8400 0.18-0.40 T200 0.18-0.40 8600 0.18~0.40
10 4800 0.17=0.32 I 3800 017032 Ba00 0.22-0.44 5700 0.22-0.44 7800 0.22-0.44
12 4000 0.20-0.38 3200 0.20-0.38 | S600 0.25-0.50 4800 0.25-0.50 G400 0.25-0.50
14 3600 0.22-0.42 2700 0.22-0.42 | 4800 0.27-0.56 4000 0.27-0.56 5400 0.27-0.56
16 3000 0,24~0.46 2400 0.24-0.46 I 4200 0.32-060 3600 0.32-060 4800 0.32-0.60
20 2400 0,28~0.58 I 1800 0,28~0.58 | 3500 0.40~0.T6 2850 0 40~0.T6 3800 0. 40~0.76

1. When the tool is used for the first ime, pleasa do a test cutting with 20% of the cutting speed or B5% of the feed rate stated above.
As cuting conditions become stable, gradually increase the cutting speed and feed rate.

2. The cutting dalas above are suitable for chamfanng machining.

3. The cutting conditions above are applicable for drilling with emulsion.

4. When clamping drill, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.
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/ Application guide of drills \

Drill clampling

How to define the Radial run-out of drill
clamping length of drill Wrong driil clamping
[ 1]

Guarantes tght damping by
Lsing theust bearing type collet Ensure the size of H is over The Radial Run-out should be Do nat clamp on the dell flutes.
chuck, 1.5d1 under 0,02mm.

Correct coolant method

Internal cooling:
coolant supply method Cautions on coolant use

Coolant through  Coolant net When using internal coolant
spandla through spindle
| | (i1The litthe chip particles and
dust will cause jamming in the ol
hicde. A fine mash fitter should be
used to prevent such jamming,

especially for small-ciameter
dirills.
o
2/Dirt and dust particies will 5
adhere to the oil hole and lead to =
; unsmooth coolant flow. Coolant §
The conlant lquid should be coolant pressure is about 0.5-1MPa change as early as possible | -
injected to the and and the middie (coolant pressure is 2~3MPa when recommanded. 3
of drill as showr in the figure, the diameler is less than &5 mm}) ®
Coalant volume ig 1.5~4L/min. =]
=
k=]
Cautions on Correct method for Drilling method of Burrs and workpiece
interrupted cutting thin workpiece stepped holes chippings on exit
=
Can be drilled g
Reduce the feed Bending ocours . E
rate when drifling
interrupted part.

Pre-machining

prior to drilling i i

mm‘;ﬁ'" v ariling (MReduce the fesd rate
Coountersink with it _E ) when approaching the exit.
end mill priar to EEL":“M . PMachine chamfers at the
drilling, point of exit,

#Multiple step and chamfer

drill can be produced by us, IChange the point angle

C165



=
2
3
=
o
o
T

S[|UP BPIGIED PIOS JO) UDHELWLOJUI [ENULDS]

C166

Technical information for solid carbide drills

4 Parts terminology of drill

@ Terminology of drill

Drrilling diameler

Primary cutling edge

Chip pocket

Fluta length

N

|
elical angle

Shank length

Shank dameler

- |

Overall langth

l-|:-|

® Representative cutting edge shapes

S

{Conical)

® The flank face is conical and
the clearance angel increases
toward the center of drill.

& Wide applications, commaonky
used for both soft and hard
malerials

Features

{Dual face)

® Flank face with dual flats o
facilitate cutting and initial
entaring.

& Often used for small-diamater
drills.

{Candier )

& Two-slage point angle with
perfect centering capability,
bess burr generated when
drilling hole,

& First choica for drilling thin
plate.




Technical information for solid carbide drills

@ Structure specification and cutting characteristics

Body
clearance

The function of chip pockel is to remowve the chips out of the hole. The larger the cross-sectional area is, the easier
for chips to be evacuated.

The helical angle is the inclined angle of flute at the axial direction of a drill. It varies according to the different
position of cutting edge. It decreases greatly from the peripheral toward the center.

High hardness material Small S Helical angle =———- | arge Soft material

It is determined by depth of hole, guide bushing length and regrinding allowance. The longer the flute is, the lower
the drill rigidity is, which greatly affects tool life. So it is recommended to minimize the flute length as much as
possible when other requirements are met, The minimal flute length generally is depth of hole plus 1.5 fimes of the
hole diameter.

Generally 118°, set differently as per various applications.

Soft easy-to-cut material  Small e Point angle =i | arge for hard materials or high-efficiency machining

It is an imponant factor that influence the rigidity and chip contral of a drill. It is set according o applications.

Low axial cutting force " Large axial cutting force
Low rigidity - Thin #== Core thickness == Thick - High rigidity
Eazy-to-cut materials For machining of high hardness

materials, cross hole drilling elc.

Az a drill guide during drilling procass. The margin width need to take the hole friction into consideration.

Low friction with hole wall, et Good guiding performance,
poor guiding performance  SMall <= margin width === large .\ icsion with hole wall

In order to decrease the friction with inside wall of the drilled hole, there is a slight back taper from tool nose o
shank. The degree is usually represented by the quantity decreasing in the diameter per 100 mm flute length.

It is the part formed on the clearance face after margin, mainly to reduce the friction between inside wall of hole
and drill peripheral.
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Hole

Technical information for solid carbide drills

Common problems and solutions for drilling

Problem

Cwersize holes

Cause

Poor clamping
Large run-out around spindle

Solution

Select the holder and chuck with high
precision

Calibrating spindie

Check and adjust after clamping drill

Non-symmelric point angle
Large run-out
Chisel edge is off center

Regrind drill
Check the precision after regrinding

Irregular hole size

A .B’
[ [
A#E

MNon-symmetric point angle
Large run-out

Chisel edge is off center
Excessive margin abrasion

Select the holder and chuck with high
precision

Calibrating the spindle

Check and adjust when clamgping drill

Poar clamping
Large spindle run-out
Workpiece is not firmly held

Feed rate is too high

Select the holder and chuck with high
ot
Calibrating spindie
Check and adjust after clamping drill

Reduce the feed speed

Coolant provide is not enough

Change the coolant supply method, or
increase coolant volume

Low position accuracy

A B

AFB

Poor re-positioning precision
of spindle

Poor clamping

Large run-out with spindle

The feed direction is not
vertical to the workpiece
surface

Improve the re-positioning precision of
machine

Select the holder and chuck with high
precisicn

Calibrating the spindle

Check and adjust after clamping drill

Adjust the feed direction verical to the
workpiecs

Top center not align with the
spindle center (lathe )

Check and adjust alignment carefully
before drilling

Bad linearity
Bad perpendiculanty

Excessive tool abrasion

Regrind

Poor center hole accuracy

Increase the position accuracy of hole

s

r:;wm angle | egrind aril
Chisel dge is off canier Check the pracision after regrinding
Insufficient drill rigidity Increase drill rigidity

Bad linearity Bad perpendicularity

Uneven workpiece surface
Top center does not align with
the spindle center ( lathe )

The workpiece must be horizontal or pre-
machined to horzontal before drlling
Pre-drill a cenfter hole
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Problem

Poor roundness

Cause

Mon-symmetric point angle
Large drill ran-out
Chisel edge is off center

Solution

Regrind drill
Check the predision after regrinding

Poor clamping
Large spindle run-out
‘Workpiece is not firmly held

Select the holder and chuck with high
precision

Calibrating the spindle

Check run-out and adjust after clamping
drill

Clearance angle is oo large

Regrind drill

Insufficient drill rigidity Increase drill nigidity

Incomrect regrinding Regrind calibration
Change coolant supply method, increase

Insufficient coolant or coolant volume

unsuitable coolant type Select the cutting oil with good lubricating
property

e ring ji;::;:e holder and chuck with high
Large spindle ot
il Calibrating the spindle
Foor workpiece surface quality

Feed rate is too high Decrease the feed rate

Excessive abrasion on cutting nd dirill
Select a coated drill

Poor cylindricity

Excessive build-up on margin

L.
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Chip jamming

Select a suitable drill {considering flute
geometry , helical angle elc)

Change the cutting method (adjust feed
rate, use step feed eic)

Mon-symmetric point angle
Large drill run-out

Chizel edge is off center
Excessive margin abrasion

Regrind drill
Check the precision after regrinding

Feed speed is 100 low

Increase the feed speed
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Technical information for solid carbide drills

/ Common problems and solutions for drilling

Drill

Problem

Drill breakage

&

Cause

Bend distoricn and slippage of
machine and workpiece

Solution

Increase the rigidity of drill, machine,
workpiece and clamping rigidity

Clearance angle is too small

Regrind and calibrate

Feed rate is too high

Decrease the feed rate

Excessive drill abrasion

Regrind drill

Chip jamming

Select a suitable drill (considering flute
geometry , helical angle etc)

Change the culting method ( adjust feed
rale, use step feed ate)

Difficult entering the workpiece:

Increase the rigidity of drill and machine
Increase rigidity of workpiece and
clamping.

Select the drill with a sharp point for easy
entry

Pre-drill a centre hole

Adjust the level of workpiece or pre-
machined to horizontal before drlling

Use guide bushing or bushing plate

Chipping on the cutting corner

Unsuitable drill matenal

Select the suitable drill material

Hard lump on the workpiece

Analyse the workpiece or select a suilable
workpiece

Change the culting parameters( cutting
speed |, feed rate or machining method)

Feed rate is too high

Reduce feed rate

Change coolant supply method, increase

Insufficient coolant
“ coolant volume
e Select ::e holder and chuck with high
Large spindle i i
e Calibrating the spindle

Cutting speed and feed speed
are too high

Reduce the cutting speed and feed speed.

Clearance angle is too large

Regrind and calibrate

Unsuitable drill matenal

Select the suitable drill material
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Drill

Problem

Abnormal abrasion on cutting comer

Abrasion and chipping on chisel edge

Cause

Regrinding delay

Solution

Regrind in time

Drill point does not align with
the spindle center ( lathe )

Check and adjust alignment carefully
before drilling

Cutting speed is too high

Reduce cutting speed

Cutting edge shape is
inappropriate

Select appropriate cutting edge shape

Unsuitable drill material

Select suitable drill material

Incorrect coolant type

Feed speed is too high

Change coolant

Reduce feed speed,

Cutting edge shape is
inappropriate

Select appropriate cutting edge shap

Linsuitable drill material

Select suitable drill material

Clearance angle is too small

Regrind dill

Breakage on margin

The size of guide bushing or
dnll bushing is too large

Select another bush with correct size

Margin build-up

High vibration
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Excessive abrasion on cutting
Regrind drill
edge generates high heat o
. Change coolant supply method, increase
Insuffi I
nsufficient coolant ok
Incorrect coolant type Change coolant

Workpiece material is too soft

Clearance angle is too large

Change drill or machining method

Regrind drill

Diill rigidity is not enough

Increase drill rigidity

Chips rall around the drill

Long chips
Chip remowval is not fluent

Change the drill and adjust machining
method and cutting parameters

One-side abrasion

Dvill point does not align with
the spindle center ( lathe )

Check and adjust the alignment carefully
before drilling

Foor clamping

Fix drill carefully, control the radial run-out
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- Non-standard customization tools

Company name; i ZCC-CT

Fax: Huanghe Southern Road, Tianvuan Zone,
Zhwzhou. Hunan province

Tel: Fax; 0731—-22882721 22885420 22887878

E=-MAITL. Zip code; 412007 E-mail; zecet@zocct. com

When the diameter specification or length specification on the catalog does not meet vour necds, we provide more
professional, more precise non- standard customization, vou just need (o easily choose the serics you need.

[ameter| Extemal coclant | 920~ G20.0mm Coolant type l

Range | jniernal coolant | 93.0 ~ 020 0mm D External coolant {

|_i [nternal coolant

A. Twist drill

Twist driJ] hil series selection
|:| {}]} series |:| ST series
|:| Sl serics [_] SC series

Straight groove drill bit
series selection .

D PC series

Three flute drill bit
series selection

| | PA series

E.
7
g
2
g
g
g
]
2

Note
Order Quantity . PCs Expected delivery date,
Quotation; Confirmation

Datu:
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HOLEMAKING TOOLS

~ Special non-standard tooling customization(twist drill) —

Company name;

Fax:

Tel:

E-MAIL.

< zcc-cT

EOC-CT

Huanghe Southern Road, Tianyuan Zone,
Zhuzhou. Hunan province

Fax: 0731=2288272] 22885420 22887878

Zip code: 412007 E-=mail : zccct@zeoct . com

Hole information and workpiece material

[ Carton Steel

[ Grey cast iron

Materzal grade 1o be peocssed;

| Size of processed hobe |:|mm
Taberance of processed hole
Depth of processed hole mm

[ Ductile Iron
Alloy

] Alloy Steel
[ Pre-hardened steel —— COPIRT
[ Hardened steel 1 Aluminum atloy Tensle ﬂfﬂ"ﬂh'l:lwfmm:

- [ Titanium alloy -
I 5tainless Steel Hardness Linis {IERE it )
] Het—resistant alloys E

Tool Information

Shank form

[ v I

-——4incom-|:| x

Form HA

DING53S

o]

Farm HB

i

Form HE

ot 1]

Uhrdinary straight handle

aoad—F

V'fth flat 1ail handle THN 1809

Coolant tvpe

Coating o o

Internal coolant |

Coated

[

More T.IE'H.'F Shank MT I:l

External coolant |
| |

Non—Coated [ |

Special shapes

Motes

Order Quantity . PCS

Expected delivery date.

Quotation:

Confirmation:.

Date.
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Special non-standard tooling

customization(twist dril)
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'HOLEMAKING TOOLS

Special non-standard tool t:ustnrnlzatlnn{stap twist dnll}

Company name;

Fax.
Tel;

E-MAIL;

«a» zcc.cT

ZCCCT

Huanghe Southern Road, Tianvuan Zone,
Zhuzhou. Hunan province

Fax; 0731-2288272]1 22885420 22887878

Zip code. 412007 E=mail.zccct@zccct . com

Hole information and workpiece material

Small hole size ::|1m

Small hole tolerance |
Large hole size=[ | mm
Large hole toleramce | I

Hole shape 1o 2!5 %;i
b machined O %

Depih of hole to be machined |:| i

[ Carbon Steel (3 Grey cast iron Material grade to be processed.
1 Alloy Sueel ] Dhectile Iron
1 Pre-handened sired T Co000r Alloy

] Hardened sted L Alumirum allay Tendile strergth Ijﬂ 'rr||||l
[ Titanivem allay

[ Stzindess Steel Handres— |l,,r-l'. JHRE HEt,
] Heat-resistamt alloys

Tool Information

Shank form
= a
DC= =1L ] DCON=:|— . . m FE]EI
Tol: E
glod
Form HE
Ls< ] I
— Form HE
O]
{'ll.jin.ar:rs.' raight handle
og__+»
With (Eat tl hasdle DIM 1809
Coolant _type | Coating D ] [
Mosse Taper Shank MT []
[morna] mo]nm Coated I.—_ Syecial shapes
fixtermal coolani| | Non Coated []
Note,
Order Quantity . rcs Expected delivery date;
Quotation Confirmation;
Date.
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Special non- -standard tool custumlzatmn{steppad straight groove drill)

HOLEMAKING TOOLS'

Company name:

FEX:

Tel £

E-MAIL.

a9 zcc.ct

ZCC-CT

Zip code,

Huanghe Southern Road, Tianvuan Zone,
Zhuzhou, Hunan province

Fax; 073122882721 22885420 22887878

412007  E—mail ; zccct@zecct . com

Hole information and workpiece material

s of ot b
Tolerance of processed holes I:l

Depth of processed Mc'|:| mm

Straight proove drills are widely wsed for culling short culting materials,
from cagl iron, common aluminum allovs, o high silicon aluminum alloys.

Marerial grade 1o be procssed;

[ Grey cast iron
[ Ductile Fron
[ Aluminum alloy

[ Slioon Alumenum Alloy Si< 10%
[ Silieon Aluminam Alloy Sis=10%

Tersile strength | w/ai?
Handness: Uriitis (HRE  HB.#4.)

W

-P-_mnw-m Ao

_| ts= |

DING535

Shank form

v

Form HA

odgd ]

Form HB

o ]

Form HE

qu;'rna] coolant

Coolant type

External coolant

I

Urdinary straight handle

'With flat tail handle DIN 1809

O _»

Coating

Coated

Morse Taper Shank MT[]

-

[ ]

MNon— Coated |:|

Special shapes

Note,

Order Quantity . PCS Expected delivery date.
Quotation Confirmafion
Dﬂtf.‘:
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Special non-standard tool customization
(stepped straight groove drill)
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'HOLEMAKING TOOLS

Special non-standard tool t:ustnrnlzatlnn{stappad stralght gron\ra dnll]

Company name;

FE.X:

T’Ei:

E-MAIL.

TOC-CT

Zhuzhou,

Zip code: 412007

a4 zcccT

Huanghe Southern Road, Tianvuan Zone,
Hunan province

Fax: 0731—-22882721 22885420 22887878

E=mail ; zecct@zocct . com

Hole information and workpiece material

Haole shape io

Small hole siae

Large hobe sise

be machined U _/,.J

A ¥

|. - |

small hole tolerance ]

[ Jmwm

Large hote tolerance [:l
Depth of hole (o be machined |:| mm

Straight groove drills are widely wsed for cutting short cutling materials,
from cast iron, commeon aluminum allovs, o kigh silicon aluminum allovs,

[ Grey cast inon

1 Ductile Iron

(1 Aluminum alloy

(1 Sibieon: Alumirum Alloy Si< 10%

[ Silicon Alumirum Ally Sizlit  Hanlnese Ursts (1R, HE k. |

Material grade to be processed;

Tersile strength Nomm?

Tool Information

DN-
s A/[-xzn J “Tol-
ol
‘|_c_|!__ [ T ] —_i NN m”"l:l'
LU=| |\, '
e | i

Coolant tyvpe

Imernal coolant

External coolant

Coating

Coated D

Non - Coated ||

Shank form |

O]

Form HA

O]

Form HB

2 [ o

Foom HE

O 1

Urdinary straight handle

ok

With flar tafl handle DN 1809 |
Ol 3= |

Morse Taper Shank MT [] |

DIN6535

Spocial shapes |

MNote:

Order Quantity:

PCS

Expected delivery date,

Quotation :

Confirmation

Date.
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HOLEMAKING TOOLS'C"

\ Drilling Tools

/" How to choose the right Indexable drill "

Shape Cutting tool specification ——
" Product category Includes tool type. basic dimensions,

applicable inserts, spare parts
s |ndexable drill

il ™)

3D

i
§

WEMOHTIE | cacE | WP
e e |
WOMROOOATZ | oM raa | WTe
WoMGEGNT | NS td | WP
|reas<ioa] wrise
1B0M3.5 = BD4 WT15IF
ﬁ;-.!;d]] WTISIP
WOMECOMM1Z | IBOMDS <104 | WTISIP
WCNDIBOMTE | (MBS« 04| WTIEIP
ml l‘! mﬂ-'\-l.ﬂl‘ l'I‘T.1.=-|P‘
WeAER: | BSOS 104 | WIS
WENEORMTE | IS rgd | whie
184 4 WCAIIB0412 m!-xlﬁll WT iR
i D61 | WCRDIOBOATZ | 1BONS K104 | WTISIP

[ mwasaa| whEe
T | 1 | woMmgeond | MO e tod | WTISP
1m | zm | weesrseonz m::-nul] WTISP
1me e | RO T mﬂl"l'ﬂ.‘ WT1HP :

gig aniasalg

PR I g‘rsiu satanss 8

E
k(%8s 55 e e R

|s 3222222 a2z2383333:2323 i
B

B E BB s BB s &8 ELESESE|

ssesaeaannae

L | e | s | o RE YBoaZ
VWA ECOO AR 5] aa 58 3 A aa
WCMTSAOToaR 53 a3 Lk 2 B L] on
W RS0 I0nR A3 EE | T LRI x3 on
WCMADSTMNRSEY | 68s o 87 a7 a8
VeC oS04 12R 53 1 By 27 -|r;t F] 1.2
WCALSIER PO 8- E1 F k] TB Lif.]
WCAML A0 IDER PO | 43 -5 .3 F k.. X1 0B

wWoMissoweRSG | B4 | 78 . 2z a8

e e et SR o p

T 2T Tam 4 12 .

¥ Recommended grade (sheays ssock avaiible] @ Avaitable grade (sheays stock avadable)  © Make-o-order

I A S RE AF BE BE A R

——a Shape

Inserts specification »

—— Product category Including type, dimension, grade
and stock.
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Indexable drill code key

/ Indexable drill code key Y

) e
Edge length
Code T
w | s
03 3.8
04 4.3
[ ) o5 | 54 | s0
i i 06 | 85 | 60
o7 | 794
na BT
' 130-580 1| s I 09 a8
02, 03 4. 05 Range — :
13mm-58mm | P 1 1" | 1.5
The ratio of length . Innrt clearance Cutting edge
 anddiameter ~ 1°0°!diameter "'“""“"‘ angle _ length(mm)
S
3
g
Tool type ! .lﬂuup:nng;t{'!:ctum ' Gnupllng llzo{mm}  Number of tooth _
| | i X o
Code | Descripton | | Code|  Description
ZD |Indexabls dril [ %P |  \veldon shank gzt

Double halical inner |
ZTD |coolant indexable
shallow drill

Indexable shallow
K drill

g
]
o
o
o
=
o
O
=
i
-
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High Efficient Indexable Drill

LS Dseries

@ Unique waved-edge geometry structure produces steady cutting and
smooth chip evacuation;

@ Insert designed for double balanced radial run-out control for
achieving high accuracy and precision even in long overhang
applications;

@ Wiper technology produces excellent surface quality
and diameter dimension consistency;

@ Strong impact-resistance and highly rigid design

structure helps achieve high speed, high

efficiency, and high stability machining; _ Geometry for soft steels to
: ; prevent chip-wrapping.

@ Economical four-edges insert,
design suitable for Deep-hole
drilling in 2D~5D.

General-purpose geometry

for stable machining
operations.

Geomatry for Stainless
steel and sticky chip
matarials,

Machining of hard materials, m fare) m %m @f

strengthen cutting edges. mﬂiﬁﬂgﬁ?ﬁ@w&mﬂm
- Imachininglinmultiple]materialsy
Case study

e @ Hole surface quality

Workpiese material: 45"stesl (HE170.220)

Tool: ZSDOS-160-XP20-SP05-02

Insert: SPMX050204-XMYBA320

Cutting data: Ve=120mimin, f=0.0Tmmir,
ap=8imm

Coegling: Internal coolant supply

@ Aperture eylindricity

Conclusion: ur
the maching

ICC-CT Similar products of sompany A

Cylindricity 010G 0. 15mm



/D Cemented Carbide Coating Grades

H‘mB'{G3r3:3 (Peripheral edge inserts)

»The substrate is made of toughness gradient cemented
carbide with enriched surface bonding phase, and adopis
nano-dioxide gradient transition layer and nucleus pre-growth
coating technology, with high wear resistance and heat
resistance.

»Suitable for high speed, high feed, stable working conditions
drilling. The first choice for steel and cast iron external edge
drilling processing.

s . D Cemented Carbide Coating Gfe

(YTBM/Z II i!5 (Inner/Peripheral edge inserts)

—sNano-multilayer PVD coating grades

- Significantly improve the wear resistance and anti-temperature performance of the coating. Gradient
transition layer technology effectively improves the coating stress state and interface state, reduces stress
concenfration, improves the strength between the coating and the subsirate and increases the stability of
the tool, suitable for drilling stainless steel materials.

mB 932‘0 (InnerPeripheral edge inserts)

Suitable for M material milling

|— YBS 203 (nerreripheral edge inserts)

——eGeneral grades for S materials

» Through the alloy toughness enhancement technalogy,
the crack extension and high temperature oxidation
resistance of the tool is improved while ensuring high
wear resistance.

» The use of 8 new carbide matrix formula significantly
improves the tool's high temperature performance,
extends tool life, and ensures both the wear resistance
and impact resistance.

Cc180

» Atomic rearrangement technology, to achieve the long-range
orderly arrangement of different coating materials, to achieve
the perfect matching of hardness and toughness, effectively
solving the problem of high temperature destabilisation of
multi-coating interfaces, and improving the high temperature
performance of coatings.

* High toughness matrix with TiAlN-based nanomullilayer coating,

unique ion etching technology to strengthen the edge and
improve the bond sirength between the coating and the matrix.

* Advanced surface treatment technology to optimise stress
distribution and ensure a better overall parformance.



Indexable drill

Indexable drill

ZSD02 2D

ocon

Ly
LH

Type

Basic dimension{mm)

Stock

Applicable inserts

F—"

v

Z5002-120-XP20-5P04-02
Z5002-125-XP20-5P04-02
Z5002-130-XP20-5P04-02

~ 25D02-1: 1supmm-uz

Z$Dl12 141}-IP2'U-$P1M—02

ZSD02- 145 xpmm-uz a

Z5D02- 15ﬂ-J!F2B-3P05-02

ZSD02-166-XP20-SP05-02

Z5D02-180-XP20-SP05-02

zsnn: 1smxpm$m5.nz i

ZSDM 1Tﬂ~xP2ﬂ-$Pﬁ5-02
zsnumrs-xpmm.nz

zsm 180 xpmm'-uz
zsm ms»xpmmz

. ZSDIL?d M-IPEE—SPOG—UZ

ZSDI.'IR‘ 195=IP25*5P06-02

' ”zsnnz-zm-xpzs-smz e
ZSD02-205-XP25-SP06-02

ZEI:HJE-H E-IPZE-SPOE—UE

IEDDMM—IPZE-SPO\E-UZ

| ZSD02-225-XP25-SP07-02

 Z5D02-230-XP25-SPOT-02
zsnuz.zmm-smr-nz
Z25D02-240-XP25-SP0OT-02

zsmﬁ 2“_”25&”?_02

ZE[H]Z IW—IPZS-?:P&T-UZ

| 7SD02266-XP25.SPOT.02

zsnnz 2m~xpzs-$mrfuz
Z5D02-265-XP25-5P07-02
Z5D02-270-XP25-5P07-02

\I=ik
i
AL R

PR PR EEE R

67

]

72

74
75

E i

65

70
71

73

spumﬁuzml
EPMﬂEMM.

SPMKM’TBJBE.
SPM}(B?THZIE-
SPMX0TT08- XRIXMLMEM

SPH){MEIMB—KR}KWLH.'EH

SF'IINUIIR'DH—KR}J(III'LHEEH

SF'MKD-WNS-KRJ'KWLH.'EM

SF'IIINIDD!—HR}KWLH.'EM
SF'MKU-WN!—KRFKWLH.‘EM

SF'IIKD-'IMOB—ER}XWLH.'EM

SFMKUW KRJ'}(MJ'LH.'EM

SPMX0S0204-XRIXMLM/EM
SPMX0S0204-XRIXMLM/EM

SPHKﬂSMDI-KRJKWLH.’EM
smmm ARMEMLM/EM

SPMKDEUCZM KHDIIH-'LMI"EM
SPMKDEDQN— KHD’.MI’LM"EM

SPHKDGDEM ?CR.'}':M-'LMI'EM

SF"MKOEDEN— KRM-’LMI'EH
KR-‘.‘-“MI’LWEM
KRHWLMJEM

$F‘MK'DEIJZG4=

KRHWLWEM

160M1 B=4 5
150M1 . 8=4.5
160M1 Bxd 5

IBDM'I .3:1.5
.]ﬁ-{.!lMék-i 3
150M2=4.3
1BOM2=4.3
1B0M2=4.3
150M2=4.3

IMMZ.?*S.E

IBDMi 3:4 5
I&DMi 3*4 5

.lmm:‘ 3..
|wm 2,5 5. g
|wm T 5. P
160MZ 2255 W

mm 2!5 5 -
BOM2 2%5 5

BPM){QEDEN.
$PMXQEDE$4-

J{RI}(WLMI'EM
HRImeWEM

KFLI‘XMH_WEM

SPMXOTT208- XRMLMWEM

SPMKI]]"TBDE J{R.I'.‘-'{WLWEM
SP‘MKH?TEDE KR.I'IM.ILMEEM
SP‘M}U]]'T?DE KR.I'IWLWEM

EF‘MKIGI]"TBDE KR.I'HMJLM-'EM
SPMKI]]"TEDE- XRIXMILMIEM
SPMXOTT08- XRIXMLMEM

KRI}'.M.I‘LWEM

160MZ 5xT7 4
180ME. 5:? A

160MZ 5=T 4
160MZ 5x7 4
1B0ME 5xT 4

|6¢,w 3,‘5 5
IMMZ .'m'.f -i
|anmz.5x?.4

IBDM:! 5:? 4
IBDMI 5*? 4
IBDMZ.&:?.I

A Slock available O Make-to-orger
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HOLEMAKING TOOLS' o’

230 sereis indexable drill



Type

|| it apee

v

=
2
3
=
o
o
T

HUP 3|gExapu) S12198 (S7

zsnnz.zrupza-smr.uz
Z5D02-280-XP32-5P09-02

' mzsnuz-ass-xpaz-sm-oz

zsnnz mxpusmm

 ZSD02-295-XP32-5P09-02

Z5002-300-XP32-5P09-02
ZBDUEAME-IPH-BPW-UE

; zsnnz.am.xpaz.sm.uz o
zﬁmz.aw.xpu-smoz

""zsnnzamxp:usm
ZsDﬂZvEZE-IPH-sM

2 zﬁmz xp-_u_g 2

ZEDHE—!&B—IPM-EPH—U!

zsmzmxnmsmmz o
zsnuz-us-xpm-spﬂ-az

EW!—&E&-IF-W-SPH-DE

| ZSD02-355-XP40-5P11-02

ZSDQZ-E?E-K F'-¢0-5P11-02

ZSD‘.II- TE'-IP-W'-EPH

| ZSD02-380-XP40-SP11-02 | A |
zsmz-aas.xpwﬁm

Zszf:memsmmz

| ZSD02.396-XP40-SP1102 | A | -
40.0
40.5

Hmzmxnwﬂm

3 Izﬁmﬂﬂﬂﬁrﬂﬂhﬂ:ﬁ-ﬂﬂw i I. il

Z5D02-410-XP40-5P11-02

Z5D02-415-XP40-SP11-02

Z5D02-420-XP40-5P11-02
Z5D02-425-XP40-5P14-02

e e S S

b

75

280
285

5
az

a2

32

32

a2

a2

a2

40

40
40
40

a2

H 1
5 U S S——
H { |

40

40

B0
B85

8.0

41.0
41..5
42.0
425

40

40
40
40

40
an
40
40

40

85 40

SPHXI]?TSHE— JER.I'XHJ'I.HI'EM
SPMKDBN-DB KRD';MHLM.I‘EH

SP‘H.KUEEHDB— IRJ'.?'&M-'LMJ'EM

SPMKWNBB KFLIKMELMI'EH
SPMKDBM-DB— KF{.I'J(MHLMIEH

SP‘MKDQMDB KRMCMILMEM

SPMKWD'WE- IFI:.I'J{MFLMI'EH

SPMADS040E- XRXMILMEM
SPMX080408- IR.I'KHJ'LMI'EH

“I-S'P'MKDQM-BB- KRJ'KM.'LMI‘EH““"
0408- KR."J{MFILM.I'EH." illi
- S'P'MKD‘BII;d.DB XRIKMELM‘EH“M
EH"MKDQMDB KFH’XMFLMI'EH i

SPMX110408- XRIXMLWEM

SF'MKHEHN— }{R!KWLHEEM

$PMK 1 1 EH-IJ'B- .‘-"i RJKWLHJEM

- $Pux11mu¢~ xnmmmeu il
SPHXHMD& }-;R.'xMrLHJEH

IMME.&:?.4
IE!DME S=8
R
IMME 5=BI. Cwrisp
s Mo
160M3 5=8
1B0M32 5=8
160M3 5n8
160M3. 5:I.5
T
B R
e
IBOM35%8 | WT1SIP

IG0M4=10

IEEIIM-' W

IEUIHH 'lﬂ

|$|;||,|4,.1.u B S

I60Ma=10

$P‘MK11EHD$~ KHJKWLHJEM

I'El;ll.lq.ﬂ 10

$PHX11'D4EI¢- }(R.'XMI'I_HJEM
I.IIXH'D‘IDG- }(HJXMI'LM!EM
SPHXHND&- }(R.'XMTLM.'EM

SPMXHMM- KRJ'XHI'LHJEH
SF"HXH'IHDB- KR.‘XMI'LH.'EH

spuxumm- xruxwLmEu
40
40

SF'M}{H{HN- J(RJ'KMI'LH.'EM
SPHKHNM- KREXM.I'LH.'EM

SPMX110408- XRIXMLM/EM

SPMX110408- XRXMLM/EM

SPMX110408- XRIXMLM/EM
SPMX140512- XRXMILMEM

IEEIHd-:ﬂ-tI
ﬁl:lllﬂi{l

IEI:IM-l-'H 1-D

I&0MA=10

IEIJIHH 1-IJ

[Bﬂm- I{J
IBEII.H 1|II
IEUIM! 'ID

160M4x 10
160M4=10
160M4x10
160MSx13

A Stock available

L Make-lo-order




" Indexable drill -

HOLEMAKING TOOLS'

Z5D02-430-XP40-5P14-02 . A . 430 40 . 8% 121 191 SPMX140512- XRIXMILMWEM I50M5=13 WT201P
e e e e e e e el [l
| ZSD02-440-XPAO-SP14-02 | A | 440 | 40 | 91 | 123 | 183 | SPMX140512- XROOWLWEM | 160MSw13 | WT20IP
ZSD02-445-XP40-5P14-02 Al 445 | 40 82 | 124 | 104 SPMX140512- XRIXMILMWEM IBOMS=13 | WT201P
Z5D02-460-XP40-5P14-02 A | 450 40 93 125 185 SPMX140512- XRIEXMILMWEM IG0MS=13 WT20IP
Z5D02-455-XP40-5P14-02 D] 455 40 94 126 196 SPMX1 2- XRICMILMIEM IE0MS5=13 WT20lF
i il m ;
s e e T Tl [ IR T o T e
 ZSD02.470-XP40-SP14-02 | A | 470 | 40 | o7 | 128 | 198 | smxuumz.xmmmmw'"[euusna | wraop
| ZSDO2-476-XP40-SP14-02 | A | 475 | 40 | 98 | 130 | 200 | SPMX140512- XRACMLWEM | 180MS=13 | WT20IP
 ZSD02-480-XP40-SP14-02 | ‘a | 480 | 40 g | 1@ | 2m SPMX140512- XR/XMILMEM IBOMS=13 | WIT20IP
 ZSD02.486-XP40-SP14.02 | A | 485 | 40 | 100 SPMX140512- XR/XMILWEM | 160M5x13 | WTZ20IP
Z5D02-490-XP40-5P14-02 A | 450 | 40 101 SPMX140512- XRIXMILMEM IE0MS=13 | WTZ20IP
ZSDIMM:PM-SPM& """" O | 485 | 40 102 | 134 | 204 | SPMX140512- XR/XMILWEM
 ZSD02-500-XP40-SP14-02 | A | 500 | 40 103 | SPMX140812- XRIXWLMEM | IBOMS%13 | WT20P

A Stock available S Make-to-order
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HUP 3|gExapu) S12198 (S7

Indexable drill

25003 30
]

Ly
LH

oAl

Applicable inserts

[

v

ZSDN 14I:I'-KP20-$PN-02
zsl:ua-ﬂmpzu-spumz
ZSI}D:MWJEP:&EPQM

25!‘.“1!—1 mxpm-smz
IEDM-ﬂE-IFEﬂ-EM

ZSDM 130—KP20-EPO-4-02

ISDIJ& 135—IF20-3P0¢-02

ZSDN-“HPEB-EP‘UM

Iﬁnua-ﬁn-xpzu-smm

ZSDM-‘IBB-IPJG-EPQBM
ISDM 1?D-KP20-EPOH2

""ZEDN 1THEPED-$P'DHE
Z5D03- 1BMPEE-5PI:IE-D2."
Hnna-ms-xm&mnz

§ Z5D03-190-XP26-5P06-02 :

" ."ISDH-’I'BE-IPEE-EPGHE."

ZSDI.'IS EUD-KPEE-SPQG«DE

ISDN-NHPEE-EPQGM

zsnus 2|I:I-J|‘.P25-$Pd£-u2
ISI‘.IM-HE—IPJE-EM

ZEDI.'IS 2ED-KPEE-SP'W-02

EDM-IZMPEE-EPGN:I-I
23[:03 zamxpzs&mrm
ISBME—IPEB-EPGTM

ISDH MDI-KPEE-EPO?-'DE
EEDM HE-IPEE-BPQ-T-OE

230
235

240

PR EEEE PR R R
=
gn

245

25
25
25

25

72
74
]

[

ar
849

3

136

137

140
142

145
147
149
150

SPM:'CIMD.‘MS

SPMHDIDZGE
SPMX’DEWN

5F'M!{'UED'2N

SPMKOEDZN.

134
139

152

SPMKMUCZI]S— KHD'{MJ'LMI'EM
EF"MW!DEI]S—- KRD';HfLMfEM

SPMKMDMS KRMMU.I'EM

$PM.'I{NIJ-2(|3 KRJKH#LM.I‘EM

SPMK{JSDIN

SPMKL‘IEDEM KRD:MJ'LMI'EM

SFM}WEDEB#-
spmosnzm-

KRWFLWEM

SPMX0E0204-
SF"M.KDEDEM-
$PMKOEDEU4-

spmoauzm. xn.rxml_wEM

SF“MX’I)EM[H— KH}XMJ'LMI'EM

SPMX0E0204- KR}'}'{M-‘LWEM
SPMIOEDEM }CR."B;WLMTEM

SPMJLQEDEM HRFMLM"EM

SPM}(I}]"TJJDE XR‘.I'KMILWEM

SPMJ".G]"T BDE KRI'KMJLM-'EM

SPM.‘M]?TWE KR.I'IM.ILMI'EM

EPMKH?T SEE KH‘J‘HM-’LMfE M

SPM.KQ?T Sl'.'IB- KRJ’XM.’LWEM

J'CRJ'IHFLMTEH
J{RJXWLMI'EM
KHIHWLM"EM
J{RI}(M'LMI'EM
XHD(M{LMIEM

KRMLMM -
J{RJIMJ'LWEM“
XREMILMEM
KRD(M-'LMI"EM.

KR-"HWLM'EM

160M1 8=4.5

16061, $!-l 5

IEﬂM!!I

IB{JMII!E.E

IECIMZ 2*5 5

160MZ 2255

|anuz.5ﬂ.a
I8DM2 5=T .4

IBDME 5!? 4

180M1 B4 5

160M1 . 8x4.5
160M1 8=4.5
IBDM'I Enl 5

Iﬂ»ﬂMZ*-l 3

IE»BME:-! 3
IMIM.".'ml .3

180ME 25 5
180MZ 255
lﬁnm 2!5 5

IBI]M?. ?n!’} 5
160M2 2255

.Immhss...

Iﬁl.‘.lhl? 5-*? 4
Iﬁtﬂm.ﬁ-!? 4

WTOSIP

WTDﬁl.F'm
WTosIP
WTosIP
1.|'||T|J<5IP-"

A Stock available

C184

L Make-lo-order




HOLEMAKING TOOLS' m

Indexable drill

S [P

oc |ocon| w | w | on ¥ o

Z5D03-260-XP25-5P0T-02
MESDN-HMP!MPWM
MIEDM—IEDI—JEPZE—EPDT—QZ

EBD&H&IP!B-EP&TM

ISDM-!?H—IPEE—EPOT-O!
""ZSI:II‘.I-'E "..’?E-KPEE-SPW-DE
""ZEDN IHMPJI-EPGMI
""zsnn:l-zas.xpaz spum
""13003 MIPEE-EPOME

.“.....ISDH-Z'BE-IP-SE-EPOM
""ZSDN MD-KF:!I-SNM!

Z5003-305-XP32-5P03-02 s

MZSDMJ‘IHPR-EPQMI A

mwzﬁnnams-xpazqsmuz | S ———— T spmmna KH}HWLM"EM““" mlﬂ-ﬂME.ﬁnEm.":l;l;';l;r.-igi;'""
A
A

250 25 73 a7 133 SPMXOTTI08- XRIAMLWEM IGOME 3=7.4 | WTOTIP
e e e e 'muz s e
2'BD “25 . ”E1 i 1I:IID. ”-156- i SF‘MXB?'TEDE- J{R.I'J'EM.'LMFEM." I&DMZ.&!?A WTD?IF'

265 25 a1 102 158 SPMKH?T‘EDE— J{RI'XH.ILMI'EM IB0MZ 5=7 4 | WTOTIP

270 25 B4 104 1.4:';0 SPMMI?TSUE XRIEMLMEM IEﬂ.hl?.ﬁ-!?ﬁ WTOTIP
| 275 | 25 | s | 108 | 162 | sPmxorTaoe- XRIXMLWEM | 1 muz 5un | wrome
o (o PR B [ e e s ey
| L T e
B i R S ......Spmgmm AT R T
im;;..i e e e e e ...IWMH!E." e

| 300 a2 g3 115 175 SPMJWED-IM xnmmrEM I$¢M3 5"3 WT15IP
| 0.5 az g5 "7 177 BPMKIUEDWE- KRMLM’EM IE»EME 5*3 WT15IP

> rbbhrb S b-!-

| 3o a2z 96 118 178 SPM){'BQMM J{RJMLMI'EM IEH:IME 5!3 WT1SIP

25003-320-XP32-8P08.02
""zsnna-szs-xpaz-smz
 ZSD03-330-XP32-5P08-02
mmnna-aas-xmz-smm
| ZSD03-340-XP40-SP11.02
| ZSD03-346.XP4O-SP11.02
zﬁnn}amemSPH-clz
25003-365.XP40-8P11.02
| ZSD03-360-XP40-SP11.02
mzsnus-saa-xpm-spﬁ-oz e I e Sl Bt Spm“m&mmmm“.._._..Im““m i

320 12 a9 121 181 SPMKWNBB KR}'J'{M-’LMI'EM Iﬁ-ﬂME 5=E WT15IP

2.5 az 101 123 | 183 BPMWENM JI'EFW;MrLMIEM INMS 5*5 WT15IP
330 32 102 124 184 SPMK'DBIHBB- KF!D'&MJ'LMI‘EM IE.DME 5:3 WT15IP
435 32 104 128 188 SF'MWENGB— K

0 40 105 130 | 200 $F‘MK11£HD'$ XF!-'KHJ'LH-'EM IEDM“W WT1SIP

LM.I'EH IBDMS 5!5 WT15IP

L.
-]
[=]
=
on
£
=
=]

107 132 202 EPMNHO‘D&- }(RDCHI'LMFEM IE{IMMN WT15IP
350 40 108 133 203 SPMKHNUE— HR.‘XMI'LM!EM [E0M4=10 WT15IP

b L}?h;h
2
1]
=1

355 40 100 135 205 SF'MKHMUS— J";RDEII.I'LHIEM I'BIJIH-'ID WT15IP

36.0 40 1M 136 206 SPMX110408- XRIXMLMWEM 1G0M4=10 WT15IP

ISD']HTG-KF‘#U-SFﬁ-OZ A | 370 40 114 138 209 SF"M){HG‘DS— KR.‘)EMI‘LMJEM |anu4nm WT15IP

230 sereis indexable drill

ZSDBHTS-}(PID-SP'I 'M:Iz s 3rh ; 40 118 141 211 EF'“.":"{HU‘S- J";RJ'J‘:“.ILHJEM I&0M4=10 . WT15|F'.
25003-380-XP40- smmz | ' 142 | 2t a0 | o
| ZSD03-385-XP40-5P11-02
| ZSD03-390-XP40-5P11.02
IIHZSDUHEXPMPT*#:
Z8D03-400-XP40-8P1102
25D03-405-XP4O-SP11-02
| ZSDO3-410-XP4O-SP11-02 | A | 410 | 40 | 125 | 151 | 221 | SPMX110408- XROXMLMEM mum-w Wr1sIP
Z5D03-4156-XP40-5P11-02 -'A\ | 415 40 12:3153- 223 IIINSPMXHG‘DB- KREX“I'LMFE“." |ﬂ|:|“h|'lﬂ W”édp

380 40 "7 142 212 SF‘MKHMUﬂ— .‘-‘RRJ}CIIJ'LH-’EM IEUMMW WT15IP
8.5 40 19 144 214 $F‘MK11G4IJ$ ?"-R-'K'.II'LH-’EH Iﬁllli.lﬂ 1ﬂ WT1SIP
o0 40 120 145 215 SPMKHG-IIJB- KR.‘X!M.M.’EM mnunm WT1SIP

305 40 122 147 217 EPMKH{HDS- J".RJ'XM.I'LM!EM I.SI:IIHHD WT15IP

> :>§h§>5|r

40.0 40 123 148 218 SF'MKTIﬂ-!US- XRIMMLMWEM 1E0M4=10 WT15IP

1

40.5 40 125 150 220 EF‘MKHNU&- HR-’KIIILMFEM I'EUHHJ'W WT1SIP

Z5003-420-XP40-5P11-02 A | 420 40 128 161 k]| SPMKHIEI‘EI&- }(R.'XMI'LM.IEM IEthm WT1SIP

A Stock available S Make-to-order

C185
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HOLEMAKING TOOLS

Indexable drill

gy

25003 30
]

Ly
LH

oAl

Basic dimension(mm)

Stock.

HBMBJ!PMP! m
EDH-&BH—IMEH d-l'.'l‘ﬂ

ZEBDB-!»BE—KPMP! ME

 ZSD03-440-XP40-SP14.02
""zEDMMP-W-SP'!m
 ZSD03-450-XP40-SP14-02
ZSD03-466-XP40-SP14-02
. 'zéﬁ'u#ijcbaﬁhﬁz""
ZSD03-466-XP4O-SP14-02

ZSDM-!-?E—KP-W—EP'I ME

&
=

425

-
 —

e

435
440

45.0

ﬁ
Lan

e
SO ¥

430

40 131
164
40 134

44.5

170
172
. .1?3.

176

ZSDI‘.IS-ﬂE—XND-SP'I 402

Z5D03-480-XP40-5P14-02

.mISDﬂldﬂﬂlPdmﬁPiﬁai
EEDM-HIH:PN-EH m
ISDM'BE—IP-W-EF'I 4-02

178

B
=
o

181

184

Z3D03-600-XP40-3P14-02

h>|r:-
F
(=]

185

163

166
167
169

175

178

182

234

233

236
237
239

SPMKM&&'II!-
SPHIKMD&'II-

EF‘M‘)H 4&512-

SF“M.K'MD&'IE-

S‘F"MKMU&W.‘- KF!!XWLMI'EM

SPhlmaiDﬁiz-
SPM:-{MD&E-
SPM){MDS-!!.

J'ER-"MI'IJ'LI\ITEM

KRJIMl’LMJEM
SP“HMD&'IZ-
SF"M.KMD&'IE- XRMILMEM

SPM.KHDGIZ- ?CRJ'HMI’LM'EM

SPMKMDﬁnlz-
SFMKHEIHE-

KRFXMELMIEM

SP‘MKHDGH-
SPMMDﬁiz-

XRIAMILMEM

SPMX140512-

J{RMLMTEM
x |_ A

KHD'!WLMI'EM
KRD{WLMI'EM

I.BDIIS-iE

tﬁﬂ“h 13

IG0MS=12

IG0MS=13

IBUME'IE
I'EUHEHS

IBDME X 1 3

Iﬁﬂﬂ.’:!ﬁ

IE«UMS“&
IEI:IH.': ui 3
IBDHEHE

IS0MS=13

lEUHEHS
IEI:IMEH 3

IBIJIISI'IE

I'EUl.IS"IS

WT20IP
‘Wr20P
WT201P
WTEGIP."
W'rznlpm
WT20IP
WT20IP
Wr20P
WTEmF'.
W'I'EDIP
Wr20P
WTzule
wrzuer
WszF'm
WTZDIF‘m
WszF'm

A Stock available

C186

L Make-to-order
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]

HOLEMAKING TOOLS' o’

Indexable drill

ocon

Ly
LH

Bnaicdhnmhﬂmj 'Inunrtm m-m

DC [DCON| LU | LH | DAL 9’3’"3*/

Type

Z5D04-120-XP20-5P04-02
g ZSDM1MPN-$PN-IJZ e
Z5D04-130-XP20-SP04-02
WISDMHE-IPN-SPMIJE LA
ZSD04-140-XP20-SP04-02

20 51 BT 117 SPMX040203- XRIMILMEM 160M1 Bxd 5 | WTOSIP
Sl s i v
II:I 55- H [ 1.1;1 SPMKND‘.’EEIS KRJIMJ'LMI'EM 160M1 Bxd 5 WTU-&IP
|

. II:I 3 59 i ?5 . 1.25 SPM){NUQI}E-.){HJ}(HrLMTEM Iﬁi}l.hl.i.ﬁ-nd..ﬁ. : WTDEIF‘
Prat e ‘ SErREAEN e T
.......ZEI}M15H-IF2U-$PUS-U2 ;W b .l. IIIIIIIIIIIII 20 ES ?9 4l 129I ] .""-SPMKHSGEMI-.KHJMLWEM."m IS.DM:!:!B WTﬂEP
e e e e e
N i e o | Wiz | It
= seaill T TROAES3
; e
| | B s [

SIS

L.
-]
[=]
=
on
£
=
=]

1B.0 25 | 92 149 SPMKDEDEN-KMMHLMIEM 160ME 2255 1.I'!."I'IJIITI'IF'

F s

F Y

© 2SD04-180.XP25.8P06-02 | A -

T IR e Al e T
A

 ZSD04-190-XP25-5P0-02 190 | 25 | 79 | 97 | 153 | SPMX060204- XRIXMILWEM | 160M2.2%5.5 | WTOTIP
© ZSD04-195-XP25-SP06-02 | A | 185 | 25 | 81 | 99 | 155 | GPMXDG0204- XRIXMILMEM | 160M2.2%5.5 | WTOTIP
Z5D04-200-XP25-5P06-02 200 25 H:i- 'II:I1 157 .....-SPMﬂEMM:XRJMfLMMm |£.1:|M22x55 mWTDﬂF'-"
. IIEDMZMPZE-SPUE-IJZ i 2‘05 I 25 ES- | 'I'I:IE- il 159 qr SPMKQEDQM; KRMLW'EM“ . |ﬁﬂm2ﬁ55 m'H'I'TDﬂP ]
..Z$DM21ﬂ‘-rIP25~$Pﬂﬂ-ﬂ2 21.[.3 25 87 | 'II:IIS 161 . EPMIXQED?N- XHJXMFLM."EM 18002 X=5 5 WTD?:W‘
Z5D04-215-XP25-5P08-02 215 25 B9 107 163 SPMX0E0204- XREM/ILMEM 180M2 2=5.5 .Wrﬂ?lF'
ZSDM—?NIPZE—SPQG—HZ 220 25 3 109 165 SPWMH- XREMILMEM Iﬁﬂ.MZ.?'iﬁ.ﬁ WTOTIP
ZSDMEHIPMN?—U: 225 25 93 111 167 SPMXOTTI0B- XRXMLMEM 1BDMZ 5=7 4 WTD?[F'
| 2SD04-230-XP25-SPOT-02 | A | 230 | 25 | 95 | 114 | 170 | SPMXOTT308- XRAKMLMEM | 160M25x74 | WTOTIP
 Z5D04-235-XP25-SP07-02 235 | 25 | 97 | 16 | 172 | SPMXO7T306-XRIXWLMEM |160MZ25<7.4 | WTOTIP
© ZSDO04-240-XP25-SP07-02 | A | 240 | 25 | 99 | 118 | 174 | SPMXOTT308- XRIXMLMEM | 160M25<74 | WTOTIP
e R RS TN e
T P R S R S T TR T
RSl : . -
 ZSD04.256-XP25.8P0T-02

mzaom a2 | 103 | 122 | 182 | smxonwa:xmmwm muu:u wruﬂp”
© ZSD04-255-XPI2-SP0T-02

| ZSD04-260-XP25-SPOT-02

230 sereis indexable drill

25 5 25 105 125 181 SPM}U.’!I?'I' EUE- KFI‘.-'J"-M-"L.WEM IEGMZ 5::7 4 W'I'I:F?IP
2‘5 5 32 105 125 185 SPM}W?’T WE~ KH‘.r}-‘.M.'E.Hl'EM IWMZ «5-*? ll 'li'n"FDTlP
?B.D 25 107 | 126 182 EF‘MKB]"TEDE- XRI'KMJLM!’EM IE!DMI 5:? 4 '||I"|'TCITIF'

> prrhrhrrb U
o
&n
o
w
9

A Slock available O Make-to-orger
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HUP 3|gExapu) S12198 (S7

Type

ZSMMFJ!-EWT-HZ
Iﬁm‘-i‘ﬁﬁ-—ll’ﬂ-ﬁpﬂ?-ﬂz

' "'"zsmzmxpsmmr-uz
zsmzrupzssmmz
zsmzrs-xpsz-sm-oz

>

ISDHLMIPH'EPN-UZ
Zsm:supmsm
Z5004-290-XP32-5P09-02

ZSDB#R&E-IPH—SPN—UE
ZBMB&U-IPSE&PM-U?

ESMID-IFN-SPW-UZ

ZSD04-326-XP32-SP09-02
ZSD04-325-XP40-SP09-02
Z5004-330-XP32-5P0%-02
ESMIM-SM
ESME-IPH«EPM-UZ
ZBME-IP‘G-EPW-IIE

ZEDQ!-H&-IF%SPH-OE

ZED'H-J-?B-IP%SPH-DE

s R

ipipipipip

B E R

zs 350 xp.q,u.spﬁ.oz.m"
ZSDQ-!-JEE-KF%EPH-DE

320
320

25
25

330
330
3;.3.5
: 332

35 ﬂ..

355

B'B.ﬂ

126

155
155
167

157
158

158

161
161

SP'M}(I!?TWB- XH.I'KMFLH.I'EM
S HK{JTTS{JH- J{R.I'IMJLMJ'EM

SPHHD?TSDB— JER.I'.HH.’LMfEM
SPHXD?T&UB— KR.I'XM.'LMHEM
SPHWTTSUE— KRI'HHFLMFEM

217
27
219

207

215
225

365
o
s

178

SF'MKDSEHDB IFE.IIMH_MI'EH
SPMIWM-D-B— KR.I’KWLMI‘EH.
" SPMKDQIH-D-B- KR.I'J(M.'LM'EM
. SPMX090408- XRXMILMEM
SPMX090408- XRIKMILMEM

SPMDQEHIDB ){R.I’}(M-'LMI'EH

SP'MKDQEM{JB XR.I'}(MHLI.;[;'I.E!..I
S‘IF;'MK'DSMDB- XRMMILMEM
SP'MJ;CDQMBB- KREMILMEM
SPMX090408- KRJ’J(MFLM.I‘EH

SPMKDQNDB KFTJXWLMI'EH

SPMXDS0408- XRXMILMEM

$PHX11MM‘- ER!XWLMJEH

SF'MH 1 MM— KR.‘KWLM.‘EM

EPHXHMM- HRJ'XM.I'LH.'EH

EPMXHMN- KRFXMI'LM.'EM
SF'MKHMM— XRJ'KM.I'LH.'EM

IE»CIME 5*? 4

IG0M3. EKE
180M2 5=8
1B0M3.5=8
1ElDM3 5=E-
I&DMB 5!5
IG0M3 5=8

IEIJME.&:H
180M2 5=8
1B0M3.5=8
180M32 5=8
IIE'DMB.ﬁ;B

[G0Max10

IGDMI-H 10

IE'[JM.'E 5:? 4

I&DMZ 58? 4
IB'DME 5*? 4
IB’DM2 5!? 4

IE:DM$ 5N:E|
IE'EIMS Em:E

'l'l.l'l'tElIF‘
160M4=10

|B|:|M'1-H 1-IJ
[Bﬂm-u H]

WT1SIP
W”Elpu
WriEle
WT15|F'.“
WT*E[F'.“

ASiock available  SAMake-to-order

c188



Indexable drill

Type

Applicable inserts

nser scrow

VP

Z5D04-380-XP40-5P11-02
 Z5D04-385-XP40-SP11-02
© ZSD04-390-XP40-SP11-02
 25D04-395-XP40-SP11-02

Z5004-415-XP40-5P11-02

| 25D04-426-XP40-SP14.02
2ZSD04-426-XP50-SP14-02
ZSD04-430.XP40-5P14-02
| Z5D04-430-XP50-SP14.02
| ZSD04-435-XPAO-SP14-02
 ZSD04-436-XP60-SP14.02
 ZSD04-440-XP40-SP14.02
 Z5D04.440-XPED-SP14-02
| ZSDO04-445.XP40-SP14.02
| ZSDO04-445-XPE0-SP14-02
 ZSD04-450-XP40-5P14-02

mzsnmu-xpsu-smm N
ZSD04-466-XPAO-SP14-02

. ZSDO04-456-XPEO-SP14-02
| ZSD04-460.XP40-SP14:02
ZSD04-460-XPE0-SP14-02
Z5D04-465-XP40-5P1 m
 ZSD04-466-XPE0-SP14-02

""""zsnm:-'u-xpmsmm T

ZSD04-480-XP60-SP14.02
| ZSD04-485-XP40-SP14-02 |
© ZSDO04-486-XPE0-SP14-02 |
 ZSD04-490-XP40-SP14-02

 ZSD04.490-XPE0.SP14-02
| ZSDO4-495-XP4O-SP14-02 |

ISDM-HE-IPEB-EP'I m
IEDMMINO-EH 1-02

ISDMEW—IPED-EH 402

180

182

42.5

N | 425

43.0

e
435
435

440

44.0
44 5

450 |
455

45.5

FErm
460 |
| 465

Frana

182

173
173

175

177

177

178
181

203

221

221
223

227

194

205

207

2149

227
229

]

231
| 233

233

233

229

235

303
33

ERE]

SP‘MXHU&'II
SPMKHU’&IZ‘

m

305

SF'MKH{HEIS- Jl'.RfNMI‘LH.'EM

SF'MM'ID-!IJS- XRJ'KMH.H.'EM
SPMX110408- XR-'KIIJLH-’EM

" SPMX110408- XRIXMILWEM

SPMX110408- XRMMLMEM

5
SPMX

EP‘M“‘MIZ- XRIMILMEM
SPMKMDGIz Kme“‘Eﬂm
 SPMX140512- XROGWLMEM
 SPMX140512- XRIXMILWEM
 SPMX140512- XRIXMILWEM
 SPMX140512- X
HHSPMK'MM'IE
HHEPM'MM'IE

 SPMX140512-
© SPMX140812-
| SPMX140812-X
 SPMX140512-
 SPMX140512- X
 SPMX140512-
SPMX140512-

XRIKMILMEM
xRJxMH_MrEM
J{RJ'}(M!LW'EM

){RJMLMI'EM
KH!HMJ'LM"EM

 SPMX140812-

SF'M.'I{HIJ:HZ

SPMKMDE!E

SPMKH-M'IZ‘
 SPMX140512- X
SF‘MXH&&'IZ
I SF"MKHD\SI:!
MISP‘M.KHD&‘Z
éP.M.KMﬂﬁIZ- KRIHMI'LMI'EM
.SPMKMDES'I:! KHJ}'{MHLMI'EM

J{RJ}CWLMI'EM

KRIKMI'LMI'EM

SF‘M.KMDGIZ XREEMILMEM

SPMXHMERI- }".R.'XHI'LMJEM

SF“M.KH&EIZ- XRIEMILMEM

J'CR-"J':MfL“"EM
KRMWLHI'EM
J{RJWELWEM

J{RI}(MELMTEM

I'EUHEHS
J{RMMthhEM
}{F!JKMELMI‘EM
XHJXWLMIEM
XRH'&M-'LMI'EM

.’CRD"\MI'LWEM
IG0MS=13

IG0M4=10

IBDMhiﬂ
IE'I:IIM-I{J

|5uu‘..1¢|m

I$I.'.IH4!| 10

IEI:IMhilD

[&UMEIIE
IEUME " 1 3

I'ﬁUl.ISH'IS

IEI:IHEHS

IG0MG=13

I.EI:IIIEHS
[BOME=13

I'BIJIIEI'IE

IEDM5N13
IB0MSE=13

I'BUIIE-'I‘.!

I'Eﬂllhm

IBI:IHchiﬂ

IG0MSE=13

"|5uu5,13 i [
IEUMSHS

S ]
l60MSn13
|5U“5‘13. X
"lsuusns i
i60MEx13
eoME13 |
|5|:|“51|13
XWLM’EM

KRIKM-'LMI'EM IBDME-iE

[B0MS=12
ISDHS x lI 3
IBUME u l 3

I1G0MS=13

IG0MS=13

IGOMEG=13

& Stock available S Make-to-order
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230 sereis indexable drill
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Indexable drill

25005 50
]

=

Ly |
LH

oAl

Type

=

Basic dimension(mm)

IIM‘W

Z5D05-120-XP20-5P04-02
ZSD0E-125-XP20-5P04-02
ZSDOS-130-XP20-SP04-02
ZSD05-135-XP20-5P04-02
ZSDOE-140-XP20-SP04-02
ZSD05-145-XP20-5P04-02
ZSD06-1680-XP20-5P06-02

ISDI‘.IS-'!EE-IP}DI-EPOBM
IEDMJEMPZG-EP‘DMI

Hnu&nsuun&mm
Z5D06-1T0-XP20-5P05-02

2snns-1?s-xpzu~sms-'b'2 i

ISDH-ﬂﬂ-IPEE-EM
ISBDE-‘lBE—IFEB-EPM

mzsnus-ﬂn-xpzs-sm-uzm '
ZSD06-195-XP26-5P06-02
ZSD0B-200-XP25-5P06-02

zsuna-zuwcpzs-sm«nz

ZEDU'E I'I MPEE-SP'H'G-GI

"zgnnu.z Mpgs.s 2

i “.Iﬁnus*ﬂs-xpzs-sm?-m

EBM-H&-IPES-SNTM

" "zsnus-zas-xms-smrmmu
ZSD0E-240-XP26-5P07-02

ISDM-HMPiZ-EP‘DT-ﬂ!
ZEDUE-ZEB—KPEE—SPQT#!
ESDN-HHPJZ-ENTM

Z5D05-260-XP25-5P07-02
Z5D05-260-XP232-5P07-02

pép?}ih:b;bfb:bghghlb FAIE FiE >

25 18 |

FIETEIEIRI iy -

20 81

3 sie2igisizR s

12
i 11;1.

: ..1“.5.
. 25 " = =

25 106
25 108
25 m

124

25 neg | 134
138
25 121 141

25 123 ....143

L

148

148
25 13

iz 131
25 133
3z 133

151
151
153
153

102

107

19

128
25 113 13

141
144
147

SPMX040203- XRXMLMEM

spuxum KRJXM.ILII.I'EH

SF‘HWE— KRJ'XMI'I.MIEH
SPMX040203- XRMXMLMEM
SPMWE— XRMMLMEM
spmm ZRIEMLMEM
spmxumm- ERMMLMEM

spum .KR:'IMILM.I'EM
149

SPMW HRMM'LMIEM
spmm KRJ’XM.EMIEM
SPHKW KRMMLM.IEH

spmmmm- ?’;RJ'XM"IJI.IEM

SF'M.KEGDM- KR}HMIU!I'EM

WMXW .KRJHML“I‘EM

EPH.KW— ARMMLMEM

| SPMX080204- XRIXMLMEM
| SPMX0SO204- XRIXMILWEM | I

EPMW J".Rn'xm“mm“
Spmm KREXMLMIE“""M :
e i

SPHKEBDM— HR.'XMLMIEM

SPMXUTTSDE- ?CRJ'J':HJ'LMI'EM

smxm‘rsua- xnmmmmm :
smmaua- mmwumfu
spumﬂaua. xnmun.mau

SPM}(D?HEIE J{RJ’}(MIIMEM

16001 8xd 5
160M1.8x4 5
150M1.8=4.5
16001 8x4 5
160M1.8x4 5
150M1.8=4.5
IG0M2=4 3

160M2=4.2
lEUMEM..E
I60M2=4.3
1G0M2=4.3
150M2. 225 5
160M2 25,5

IEIJI.IE 2‘*5 5

IEDME 2:5 5

IBDMZ 5*? 4

Iﬁtl'.'lhlz 5-!? 4

IECIMZ 5:‘." 4

IG0M2=4.2

|5ﬂ'||2 2"5 5
IEIJHZ 2:5 5'

|5mz zn:. 5'

- wm?le
'mu;.uz leﬁ 5'
Smmm?{ EM

IHIMZ 5-!? 4

|5¢.m ,5,.;? ‘.
IWM?, 5*7 4

WTOSIP
WI'ﬂISIPI
WTOSIP
WTOSIP
Wi'ﬂEIP
WTOSIP
WTOGEP
WTOEP
WT0sP
WT'DEF'.
WTOBP
WTOEP
WTOTIP
WTWIP .
WWP
WTOTIP
WTQ?IP."
WTI:ITIP-"
WTI:I?IP."

WICI?IP

WTOTIP

WTOTIP

& Mmrmm

WTWIP
M:)?lr-l
WTEI?lP

SPM}(D?TEDE J{R.I'XMI'I_IIIJEM
SPM}(D?TEDE KR.I’)(MI‘IJ.HJ‘EM
SPMXD?TEGB- ){R.I'HMI'IJJI:'EM

SPMHD?TSDB— KH.I'HMHJJIJ'EM
SPMX07T308- XH.I'J'II.II'LMIEM

Iﬁﬂm.ﬁﬂ.‘

160MZ 5=7 4

160N 5xT 4
180M2 5xT 4

180MZ 5x7 4

WTOTIP
WIOTP
WTOTIP
wToTIP
WTOTIP

ASiock available

C190
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HOLEMAKING TOOLS' m

Indexable drill

Basic dimension(mm) !Innﬂ-m Wrench
. ppicabie inoerts

Z5D06-266-XP25-3P0OT-02 285 25 136 156 12 SPMXOTTI08- XREMLMEM I80M2Z 5xT7 4 | WTOTIP
Z5D0E-265-XP32-5P0T-02
ZSD0E-2T0-XP25-SPOT-02
ZSDOE-270-XP32-5P07-02
ZSD05-276-XP26-SPOT-02
ZSD05-276-XP32:5POT-02

| ZSD06-280-XP32-SP0S02

R RTEERET]

| ZSD0B-280-XP32-5P03-02
| ZSDOB-285-XP32-5P09.02
| ZSD0B-300-XP32-5P09-02
' Hnnﬁm&xmzﬁm
Z5D0E-310-XP32-5P09-02
zsnm'l ”PJZ&M
Z5D05- 320-XP32- SP0g-02
| ZSD06-320-XPAO-SP0S.02
 ZSDO0B-326-XP32-5P08.02
 ZSD0B-325-XP40-SP09.02
© ZSD06.330-XP32-5P09-02
"".IHDMEIPMNM )
2500632 ﬂ&xpazﬁsmm

285 32 136 156 218 SPMX0TTI08- XRIAMLMEM IB0M2. 5x7.4 | WTOTIP
210 25 133. 158 214 SPMX0TTI08- XRIMMLMEM 180MZ 5xT 4 WTt.lTIP
210 32 138 158 218 SP‘MHDTI‘TBDB— KR.I'HMI'LMI'EH Iﬁﬂm.ﬁs?ﬁ. WTOTIP
273 25. 141. .161 2.1.T SPMX0TT308- ?’CH."J"MI'LMI'EM IE’DMI.S!.?A .WI'GTIP. .
2.?..5: .32 . 14‘!. 161. 221 : .WMKWTEDE- XRIXMLMEM Iﬁﬂmﬁ-*?-ﬂi W'WTI'IP
280 | 32 | 143 | 163 | 223 | SPMX0S040B- XRDWLMEM | IGOM3S48 | WTiSIP
| 205 | 32 | 481 [ 171 | 231 | SPMX0S040B XRIXMLMEM | 160M3Sx8 | WTisP
: 1.0 32. .1:'>B . 1.'|"E 2‘33 N SPHIB‘BD#-DB— KR.'XCME_MIEM ESCIME 5"3 WT1sIP
: 320 : ”32. 153 : 1.33 2‘4.3 SF’HIG'BD-d-ﬂB- XRIAMLMEM IG0M3 5=8 WT15IP
0 [ e e | oo | s | i

325 a2 166 186 248 SF'HXBHHDB- }'{RJ'XMEMEM [EIJM3 5-3 '|"|'T 15IP
i 325 40 166 186 256 spmm HRJHMILMI'EII FE[I-ME 5!3 WTIEIP
330 a2 168 188 245 SPMKM-HJB- KR:'XM.I‘LMIEM IEDME SHE WHEIP

.
s
&

168 189 259 SPMWB— XRJ'IM.EMI'EM IrBlJ'ME 5-3 '|"||'I'15IP

L.
-]
[=]
=
on
£
=
=]

l-l-b-l-l- I-'il-:b-éb- r:rQhErﬁréhib.r "
g
1=
B

I35 | 32 | 1 | 193 | 258 spmmmmmm rEUMSﬁ-B wn.r:-u:
0| 40 | 173 | 198 | 288 | SPAX110408- XRIKMILM/EM
- ""smmmm-xnrmmweumm'lmma e

50 40 178 203 273 SPHKHD-II}B }CErJLM.’LH.'EM IECMHHD WT151P

EEDUH-IE-KFW-SN ":-02
ISDBHW-IFW-BFH-OE

F Y

Z5D06-366-XP40-5P11-02 Fat 355 40 181 206 276 SP“KHMM- xﬂ.l'){Mﬂ_MFEM lﬁmi:ﬂﬂ WT1sIP
e B et s e S Bt o e S S stoch Bt
e L P S B T SR KT,

Z5D05-3T0-XP40-5P11-02 F Y | aro 40 188 213 283 SPMX110408- XRMM/LMEM 160M4=10 WT1isIP

280054?5—1“&-5?1142 Fal | o758 40 191 216 288 SPMX110408- XREMLMEM Iﬁ-‘.ll.H 1ﬂ WT1sIP
ZSDOE-380-XP40-SP11:02 | & | 380 | 40 | 183 | 218 | 288 |  SPMX110408- XROMLMEM | I150M4x10 | WT1SIP
ISDHMEB—KMSFH-QE s | 385 40 196 221 291 SPMX110408- XRMXMLMEM 16084 =10 WT15IP
g e e AR
R 22 S TS ST MY, LI
e T L B 0 L LR LB L SRR SR
] S R o et St Moo ooty St
HHISDUH‘HJ'IF‘U‘EF“ 1.-02 -4‘“:' : ‘I:I ZGB 233 . 303 1" .SP‘HKHEHDB- XEFXMFLHEEM"" . HIEI:H.HIHD i 'l'ﬂ'FﬁIF‘ |
ZSDO06-415.XP40.SP11-02 415 | 40 | 211 | 238 | 306 |  SPMX110408- XRIXCMLMEM | I60M4%10 | WTISIP
Ty LD I LB LI ST SR, LS LTS
' ZSDOE-420-XP50-SP11-02

IEDUEAES—IPMP'I 4-02 S| 425 40 216 248 -] SPMX140512- }'{RHIMIU.I.I'EM I50MS=13 WT20IP

230 sereis indexable drill

42.0 50 213 245 325 SP“KHD-IM— IRD{MH_MJEH IEﬂl.H-xm WT15IP
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Type

ISBMG—IP-EE-EP'I d-ﬂ!

i zsnns-uu-xmu-smm
ZSD0-430-XPEO-SP14-02

ZSDI‘.IE-HE—KND—SP‘I ME

 ZSDOB-436-XP60-SP14-02 j
e e s
e v el B
W

ISDIJIME—IPED—EP'I 1-02

mzsnu%u-xmu-sm m
zsnna-uu-xpsu-sm m : 228
zsnna-m-xmu-sm Mz

248

ZSDEIE-HE—IFEMP'I 4-'0-2

B "mnm psu-sp-.um :

ISDH-J?ﬂ-IPIﬂ-EPi -1-#2

Z5D05-480-XPE0-5P1 mz

zﬁnnuampdn-ﬁm m '
Hnns-d:uupsu-sm 402

Z5D06-490-XP40-5P14-02
Z5D06-430-XPE0-5P14-02

. z»énns-us-xmﬁ-smmé

) zsnmas-xpsn-smm
zsnns mu—xmsmm

ISBH EW-IFED-EF'I d-'DE

......HD“*H PH-'DI . -t I
zsnnu-dsn-xpmsm m

251
253

248

248
251

253

....é?s.

275

275
278
278

280
260
283

283

285
2B5

SPMX140512- XR/XMLMEM
stxmm- xmmmﬁum
smmmm— -
:::;. “m""mw:’“"....... ;
SPMX140512- XRIXMILMEM

EPMMMHE xmmn.ureum

SPH.KHJMiE HRJHMI'L“J'E“"""“

$PM}{14¢|HZ .‘LR.'XM.ILMIEH

spuxmsiz- xmmmﬁu"" :

EF“HXH-L‘ISIZ‘ .KRJHMI'LMJ'EM

| SPMX140512- KRIXMLMEM |
5PM114¢512 xmmn.ureu

$PM.*'.140512 xm'l..MIEH

SPM."'.HGHZ .'-'.R!XMI'LMI'EM
SPMKMOHE- KRJ'XM.H_MIEH
SF'HKH-'DE'IE- KRFIMIU.I.I'EM

"“SPM.MWS!E .KRFHMILMJ'EM""M I
5PH.K.140512A .KRJKMH.MIEIH""M
EF‘HJLMOEiE SR

spumwm :-tmxm.urﬁum i

5pux1m512 J".R.'XFI.I.H.MI‘EH

IME*H

|ﬁﬂM5*13
Iﬂﬂl.lﬁﬂa

IE‘JM!-!H

'muussem e
I60Ms=13
180MS13

IEDHE!HE

"muus:m i il

|BOM5*13

"|m5,13 o
IECME!13

IEME:HS
IEDMENH
IEDHEMH

Iﬂﬂll5=13

IEOI.IE!13

IEUII5==13

IBCMS*HE
IE‘:MEHS
IEIJHEME

1608513

SPHK'IWHL HR}XM.H_M.IEH
SF—"MHMGHE HR.’XM.'LMIEM
SPHKM-BE'I?- KR}XHMMEM

SPMX140512- XRIXMLMEM
EF'M?LHUEIE— HRJ'KM"LMI'EM

SPHXiWSIE— .KRJ}".M&M‘EM

SF'H.K.HBEIE— KR:'J(M&.M.I'EM
EF'H.K.HG&!E— HRI'KM.'LM."EM

EPHXM‘JEIZ— .KFUIMH.MIEI.I

160M5=13

Iﬁﬂlllﬁxﬁ
IEUIIS:13

160MS5=13
160M5=13
IBUIIE!13

Iﬁﬂllﬁ=13

160M5=13
160M5=13

& Stock available

Cc192

£ Make-to-order




Silver fox -New indexable
drills for shallow holes

a Internal coolant hose connecter, which is used in lathe.

'a' New tool body material with greatly improved tool rigidity.

o Tool body with specially treated coating for superior
lubricating perfarmance.

Optimized flutes and double spiraled

internal coolant holes for high efficient @) Optimized structure for better chip
drilling. breaking, lower vibration during
cutting, hngher machmmg precision.

,{ 3}; o Extremely large chip pocket,
innovative liguid angle, for 2‘

smoother chip evacuation. /

> i

Tool applied: ZTD04-280-XP25-5P0T-02
Insert appliad: SPGTOTTI08-PM MYBGZ05(Peripheral edge)
SPGETOTTI08-PM Y BG212(Inner edge)
Workpiece material  50Mn{HB240)
Cooling system: Double halical internal cooling
Cutting parameters: Vo=130m'min; =2 10mm/min; ap=80mm

L
/ 7

Tool life comparison

Number of hole dril

Machining siuation
ZTD04-260-XP25-5P07-02 Sirmilar product ormmpan-;h



B Optimized cutting edge design ensures more stable
cutting and better chip breaking.

B Meeting the requirements of central edge and peripheral
edge with economy and efficiency.

B Perfect combination of grade and chipbreaker solves all

your difficulties in machining.

YBG212

@ Special coating technology makes insert surface smoath, reducing friction and
ansufing unobstructad chip flow.

@ Unique nano coaling, stronger combination of subsirate and highty wear-
resistant TIAIN coating, higher toughness and hardnass.

@ Good thermal stability and chemical stability of coating provide mone effective
protection for the cutting edge.

® Ultra-fine solid carbide substrate with high toughness ensures high strength of
cutting edga.

YBG205

@ Lira-fine TiAIN base nano coating added with wear-resistant and heat-
resistant rare elements greatly improves over-all properties.

@ Special coating technology ensures stronger combination of substrate

" and coating

@ Thin PVD coating, sharp cutting edge.

® Fine grain WC base solid carbide with high hardness and high
toughness.

@ Special surface ireatment after coating improves surface finish while
aliminating hammful stress.

Peripheral
edge insert

"-" Because of the low speed of inner edge and the poor working condition, there is high
requirement for insert toughness. Therefore, YBG212 with good over-all properties is
,,..’ ” recommended for inner edge and YBG205 with high wear resistance for peripheral edge.

[ Case study

Cooling e i
N Double helical internal cooling
i Similar product of
Workpiece Insert applied SPGTOTTI08-PMYBGZ05 company A
[ Comparison
of insert
Workpiece ; abrasion (after
42CrMo (HRC25)
material = 15 minutes of
- - machining)
utti
pac M y=150mimin  £=0.12mmir  2:=B0mm

C194



Commeon drilling inclined face drilling

If stationary drilling method is used, the small
ejected discs may lead to accidents when
workpiece is drilled through, so please see
to it that the machine has adequate safety
measuremeants.

Cross-hole drilling Counter boring
Safety information

B Breakage
Chipping on cutting edges can be caused by various conditions

«Off-center dnll.
+Tool overhang or feed rate is too large.
sIncomect inserts seating, tip seat was damaged,
«Poor insert stability.
«Insufficient coolant supply.
sIncorrect insert chipbreaker or grade.

B Insert abrasion
The two most common types of insert abrasion are flank and crater
abrasion. The flank abrasion is generally natural abrasion, especially
on the peripheral insert which is applied with higher cutting speed.
However, this abrasion will finally result that the insen cutting edge
cannot achieve the tolerance andlor surface quality required for the
machining.

In drilling operations, if flank and crater abrasion exceed certain
values, the inserts should be changed without delay for production
Security,

C195
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Type

Stock

Basic dimension{mm)

:
c
@

‘Applicable inserts

Insert screw

ZTDO02-130-XP20-5P04-02

| ZTD02-140.XP20-5P0402
2TD02-160-XP20-5P05-02

| ZTD02-160-XP20-SP05-02
ZTD0Z-170-XP25-SP05-02
ZTD0Z-180-XP25-SP06-02
ZTD02-190-XP25-SP06-02
ZTDO2-200-XP25-SP06-02
ZTD02-210-XP25-5P06-02
ZTD02-220-XP25-SP07-02
HM-ZM-IPES-EPHT-D!

ZTD02-240-XP25-SPOT-02
ZTD02-260-XP25-SPOT-02

| ZTD02-260-XP25-SPOT-02

 ZTD02-270-XP25-SPOT-02
SR e

ZTD0Z-230-KP32-5P09-02

 ZTD02-300-XP32.5P09.02

 ZTD02-310-XP32-5P09.02

ZTDD!-SMPSZEPH-DE N

: ZTDDE-&MPBZEPO&-M

____ITDUMIFM-EP“-&!_M _

_ITDUWIPNO-SP1142_______ _

ZTD02-390-XP40-5P11-02

~ ZTD02-400-XP40-SP11:02 |
| ZTDO2410-XP40-SP11-02 |

 ZTD02-440-XP40-SP14-02 |
ZTD02-450-XP40-SP14-02

~ ZTD02-460-XP40-5P14-02

 ZTD02-470-XP40.SP14-02 |
Zrmzmxpmpim

ZTD0Z-490-XP40-SP14-02
ZTD0Z-500-XP40-SP14-02

hhhhhhhh PEEEEEE R

20 33
20 35
20 v

s | as

0 .

20 1)

23 | 38
29 ] 41
29 43

25 47
S
S

25

32

i@ @
o a

e
ol
i
@
=

32 69
32 T
40 73

@i
oo

|4 | & | o |

40 93 0
40 895 7o

40 a7 70

40 ] 70
40 101 70

40 103 70
40 105 7o

2388388388888 8288

|
=

"r
119
121

123
125

127

129

'3.1....

133

38
|
146

148

.|5|:|-""

203
205

207

211
213
215

209

SPGETO4T102-PMEM

““SPGTMD'I P‘M."EMI" T
i .EPGTGEDZD'I P‘M.'EMm !
. :EPETMD'I—PMI'EM: .

SI"G:TD&D.’EU-'I PMEM

 SPGTO8D204-PMEM

SP’GTDSDMI PMEM

| SPGTO7T308-PMEM

SPGTOTTI08-PMEM
SPGTO7T308-PMWEM

SPGTOTT308-PMEM
 SPGTOTTI08-PMEM
 SPGTOTT30B-PMEM
 SPGTOS0408-PMEM

SPGT0S0408-PMEM

EPGWMPM@M
EPGTWDB-PMIEM
EPGTWDB-F‘MIEM

SPGTDWWE*PMIEM

SPGT110408-PM/EM

SPGT110408-PM/EM
SPGT110408-PM/EM

SPGTHM'DE-FMn'Ell
SPGT110408-PM/EM
SPGT140512-PMEM
SPGT140512-PMEM

SPGT14D§12 F'M.IEM

SPGT140512-PMEM
SPGT140512-PMEM
SPGT140512-PMEM

160M2=4.3

160M2 2255

I60M2 2x5 5

I6OM2 56 5

I60M3.5%8

1800210

150M4x10
150M4=10

150M4:x10

Iﬂ-ﬂM5= 13

IE»DM&: 1-3

| 1BOMS=13
| IB0M5=13

160M1.8=4.0
IGOM2xd 3

1G0M2=4.3
160M2.2=5.5

IBOM2.255 |

I60M2 5x6.5 |
160M2 5=6.5
160M2 56 5

R
..IE‘JHZ 5"55
1BOM3SHE |
e
oM 58 |

I60M3.5%8 |
160M3.5%8

IMM‘%*W

150M4=10

Iﬂ-ﬂM&!ta _
IH-DM5=13

'IE»{!IM5=13

4 Stock available
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Indexable drill

Basic dimension{mm) Insert screw . Wranch

e v s

Type

3
g
5
2

ZTD03-130-XP20-5P04-02

ke Ao

 ZTD03-160-XP20-5P05-02

| ZTD03-160-XP20-SP05-02
ZTD03-170-XP25-SP05-02
ZTD03-180-XP25-SP06-02
ZTD03-190-XP25-SP06-02
ZTDO3-200-XP25-SP06-02
ZTD03-210-XP25-5P06-02
ZTD03-220-XP25-SP07-02
Hm-ﬂm-IPZS-EPﬂT-D!

ZTD03-240-XP25-SPOT-02
ZTD03-250-XP25-5P07-02

| ZTDO03-260-XP25-SPOT-02

 ZTD03-270-XP25-SP07-02

| ZTD03-280-XP32-SP09-02

| ZTD03-290-XP32-5P09-02

| ZTDO03-300-XP32.5P09-02

| ZTD03-310-XP32.5P09.02
ZTD03-320-XP32-5P09-02

| ZTD03-330-XP32-5P09-02

| ZTDO3-340-XP40-SP11.02 |

[ 13 20 44
e st e
e e
e
o e
o e ]
e
20 | s |
Tor | 28 |
o
7 | 25
|
25
i
-

SPGETO4T102-PMEM 160M1.8=4.0 '|.|'||'I'05IF'

EE
S

e e A
Ry
| SPGTOS0Z04-PMEM | I60M2x43 | WTOGP
 SPGTO060204-PMEM | 160M2.2x55 | WTOTIP
msmmwzm PMEM | 160M22x55 | WTOTIP
143 | SPGTOB0204-PMEM | 160M2.2%5.5 " wroTe
145 | SPGTOB0204-PMEM | 1BOM2.2x55 | WTOTIP
149 | SPGTOTTIOBPMEM | 1BOM2S«ES | WTOTIP
152 SPGTOTTIORPMEM | 1BOM25<65 | WTOTIP
155 | SPGTOTT30B-PMEM | 160M2.5%6.5 | wroTiP
155 | SPGTOTTIOBPMIEM | 160M25%65 WTOTIP
161 | SPGTOTT30B-PWEM | 160M25%65 | WTOTIP
164 | SPGTOTTI0B-PMEM | 160M2.5%65 | WTOTIP
| 174 | spoTososos-PMEM | iGoM3sxe | wTisIP
T MSPGTMD&PMEM” I6OM3SHE | WTISIP
180 | SPGTOSOS0B-PMEM | I16OM35x8 | WTISIP
183 | SPGTOS04DE-PMEM | I1BOM3SxE | WTISIP
.EPGTWDB-F‘MIEM BOM35x8 | WT15IP
 SPGTOS0408-PMEM | IBOM35x8 | WTISIP
_SPGTTIO4OBPMEM | 1BOMx10 | WTISIP

L.
-]
[=]
=
on
£
=
[=]

2388388388888 8288

szs8s3I¥zer ey

i@ @
o a

@
s
"
g
2

32 32 101
] a2 104
34 40 107

& o
L= =
= i =k
o |00 ]
@0

..4
E=1
H
-J

ZTD sereis indexable drill

i
kst
 ZTD03-390-XP40-SP11.02 |
e L
~ ZTD03-410-XP40-SP11-02 |

L2l LR 2 L et | s ]
I it o O o
B Tl o T
a1 | w0 | e | ro | ze | sorriosspwem | leowasio | w

hhhhhhhh PEEEEEE R

ZTDﬂG-dBﬂ-—IPdDﬁP'I-I-rI]! | 48 40 | 152 70 262 SPGT140512-PMEM | 1B0MS=x13 I WT20IP
ZTD03-500-XP40-SP14-02 faY | 50 40 | 155 7o 265 SPET140512-PMEM | I60MS=13 : WT20IP

4 Stock available S Make-to-order
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ZTD04 4D

Type

Stock

Basic dimension{mm)

:
c
@

‘Applicable inserts

Insert screw

ZTD04-130-XP20-5P04-02

| ZTDO4-140.XP20-5P040Z
2TD04-160-XP20-5P05-02

| ZTD04-160-XP20-SP05-02
ZTD04-170-XP25-SP05-02
ZTD04-180-XP25-SP06-02
ZTD04-190-XP25-SP06-02
ZTD04-200-XP25-SP06-02
ZTD04-210-XP25-5P06-02
ZTD04-220-XP25-SP07-02
HW-ZM—IP!S-EPHT-D!

ZTD04-240-XP25-SPOT-02
ZTDO4-260-XP25-SPO7-02

| ZTD04-260-XP25-SP07-02

 ZTD04-270-XP25-SPOT-02

 ZTD04-310-XP32-5P09.02
ZTD04.320-XP32-8P09.02

: ZTMMPBZEPO&-M

____ITWIFM-EP“-&!_M _

_Imedﬂ-ﬁPﬂﬂ_m _

ZTD04-390-XP40-5P11-02

~ ZTD04-400-XP40-SP11:02 |
| ZTDO4-410-XP40-SP11-02 |

hhhhhhhh PEEEEEE R

20 B1
20 B85
20 ]

25 1 85

| 2 | ms |
w2 | T

| ez | s

20 57

23 | T3
29 ] T
29 31

25 29
o e
a5 | a7
25 | S
25 105
28 | oe

gz | 121

1.2
B3
@
@io o
cioio

32 133
a2 137
40 141

@i
oo

|40 | o | oo |

2388388388888 8288

|
=

151
155

159
163
167

171

Erak
e
2 | s

SPGETO4T102-PMEM

160M1.8=4.0

““SPGTMD'I P‘M."EMI" T
i .EPGTGEDZD'I P‘M.'EMm !
. :EPETMD'I—PMI'EM: .

SI"G:TD&D.’EU-'I PMEM

 SPGTO8D204-PMEM

SP’GTDSDMI PMEM

| SPGTO7T308-PMEM

SPGTOTTI08-PMEM
SPGTO7T308-PMWEM
EF“GTWTGQ&F‘M’EH

 SPGTOTTI08-PMEM
 SPGTOTTI08-PMEM
 SPGT00408-PMEM

SPGT0S0408-PMEM

EPGWMPM@M
EPGTWDB-PMIEM
EPGTWDB-F‘MIEM

SPGTDWWE*PMIEM

SPGT110408-PM/EM

SPGT110408-PM/EM
SPGT110408-PM/EM

SPGTHM'DE-FMFEII
SPGT110408-PM/EM

LA
AT Rt
IE.I:;HEI’ 4:3 1
1B0M2 2255 I
IB0M2 2255 |
IBOM2.2%5 5 |
1BOM2 258 & I
16OM2 Sxf & ‘
1BOM2 5=8 5 I
IBOM2 546 5 |
160M2.556.5 |
R
HIE‘JHZ amg 5 I
1BOM3SHE |
s
. IE.U.HE-.E"-E. T
1BOM3SeE |
1BOM3 S8 |
. Iﬂ.ﬂlﬂﬂ-:.ﬁ"ﬁ I
180N =10 I

|5.nmg m..
150M4=1 '3.
o m..
e u..

e
""zrmmm_xmsmm""'" L
e

""zrmxpmsmm""'" i
....Hm’*xmpim......

ZTD04-490-XP40-SP14-02
ZTD04-500-XP40-SP14-02

40 181 0
40 185 7o

40 189 70

40 183 70
40 187 70

40 20 70
40 205 7o

291
285

289

I
315

303
aon7

SPGT140512-PMEM
SPGT140512-PMEM

SPGT14D§12 F'M.IEM

SPGT140512-PMEM
SPGT140512-PMEM
SPGT140512-PMEM

el
e |
SEET| T
i
S

| 1BOMS=13
| IB0M5=13

4 Stock available

C198

£ Make-to-order




Indexable drill

Type

Stock

Basic dimension{mm)

Ly

o

‘Applicable inserts

Insert screw

ZTD05-130-XP20-5P04-02

| ZTD0S140.xP20.SPOG02 |

ZTDO5-150-XP20-5P04-02

| ZTD05-160-XP20-SP04-02

ZTD05-170-XP25-SP05-02
ZTD05-180-XP25-SP06-02
ZTD05-190-XP25-SP06-02
ZTDO5-200-XP25-SP06-02
ZTD05-210-XP25-5P06-02
ZTD05-220-XP25-SP07-02
HDM-ZM-IPZS-EPHT-D!

ZTDOS-240-XP25-SP07-02

ZTDO5-250-XP25-5P0T-02

 ZTD05-260-XP25-SPO7-02
ZTDO5-270-XP25-SPOT-02
_ZTD05-280-XP32-SP09-02

ZTDO05-230-KP32-5P09-02

| ZTDO5-300-XP32-5P09-02

ZTDO05-310-XP32-5P09.02

Z'I'DCIE-SMPSZEPH-DE

| ZTD0S-330-XP32-5P09-02
_ ZTDO5-340-XP40-SP11.02 |

_ITDIIE@W-IP!O-SP“-’M_M _

ZTD06-390-XP40-5P11-02

~ ZTD05-400-XP40-SP11:02 |
| ZTDOS5-410-XP40-SP1102 |

hhhhhhhh PEEEEEE R

20

20
20
20 |

23

29

29

" 2.5 st

25

..25

25

S
=]

32

32

a2

-101

20 |

40
40

T0

75
85

#5
100

105
110

e
120
125

130

-
e
et
3

155
160

165

170

175

2388388388888 8288

-
cioigio o

70
0y
Oy

|
=

7o
7o

137

LA
R
_te8

ok
g
U
I
3 | s

SPGTNTWZF‘MI’EM

IGOM 1. Bed

SF'GTﬂ-leZ F'I.I.I'F_M v

SF’GTWF’H.‘EM

SPGTW—PH.’EH

SPGTOS0204-PMEM
SPETGHJED'I—P‘MI‘EM

SI"G:TD&D.’EU-'I PMEM

 SPGTO8D204-PMEM

SP’GTDSDMI PMEM

| SPGTO7T308-PMEM

SPGTO7TI08-PMEM
SF‘GTﬂ?THD«B‘-F'MIEM
EPGTD?TGQ&PW'EM

 SPGTOTTI08-PMEM
 SPGTOTTI08-PMEM
 SPGT00408-PMEM

SPGT0S0408-PMEM

: EPGWMPMIEM. ’

EPGTMDE-PMIEM

EPGTWD\B-PMIEM

SPGTDWWE*PMIEM

SPGT110408-PM/EM

SPGT110408-PM/EM

SPGT110408-PM/EM

SPGTHM'DE-FMFEII
SPGT110408-PM/EM

160M2.0=4 3
S B
1BOM2.2%5.5 |

1B0M2 2255 I

IB0M2 2255 |

IBOM2.2%5 5 |

1BOM2 258 & I

16OM2 Sxf & ‘

1BOM2 5=8 5 I

IBOM2 546 5 |

160M2.556.5 |
R
HIE‘JHZ amg 5 I
1BOM3SHE |
s

. IE.U.HE-.E"-E. T
1BOM3SeE |

1BOM3 S8 |

. Iﬂ.ﬂlﬂﬂ-:.ﬁ"ﬁ I

180N =10 I

|5.nmg m..
150M4=1 '3.
o m..
e u..

_ ZTD0s.4d0xPa0SPI40z | - |

ZTDO5-450-XP40-5P14-02

| ZTD0.460-XPAOSP1402 |
2TD05-470-XP40-SP14-02
Hmﬁmxm-sp'lm

ZTD05-490-XP40-SP14-02
ZTD05-500-XP40-SP14-02

40
40

40

40
40

40
40

225
230

235

240

245
250
255

0
7o

70

70
70

70
7o

335
340

345

260
365

350
as5

SPGT140512-PMEM
SPGT140512-PMEM

SPGT14D§12 F'M.IEM
SPGT 140512 F-"M.I'EM

SPGET140512-PMEM
SPET140512-PMEM

e -
e
e -
15{:!.&5:13""“' :
e
| 1BOMS=13

| IB0M5=13

4 Stock available

£ Make-to-order
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ZTD sereis indexable drill
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Indexable drill

HOLEMAKING TOOLS

Indexable drill

‘|

11

102

IG0M2.5 6.5

IB0M2 585

WTOTIP

WTOTIP

ZD02-180-XP25-WC03-02
ZIW!JN-IPZE-WWS-IJZ
ZDM meJB-WWMk

ZDGEQ‘IMP?E-WW#—UR

ZD02-220-XP25-WC04-02

IDDEMP!S—W
IDDE MIPEB-WDZ

ZDDEQGO-IP2E—WCUMZ

113

[G0M2.56.5

WTOTIP

gigig

1

115

17

119

[ﬁDHE.SJ-: 5-.5-

IEDHE 5:-: ﬂ- 5

IEOMZ.5 % B.5T

WTOTIP

WTU'TIF'

W'FDGIF'

mmms-wmm fit

2D02-270-XP32.WC05.02
2D02-280-XP32 WC05-02

: ZD‘DEMP&!—WWE-UE. -
mmxpaa‘wm”z....... I

ZD02-310-XP32-WC08-02
.ZDDE-SMPSZ-WWG-GZI i}

IDU!-CHU-KFJI-WZ
ZD02-340-XP40-WC06-02

2002:350-XP40-WC06-02
; mmmwm-uz

H]

ar

Fq']

30

|

| 22

33

| 38

39

Binie

121

WEMKD-I'UEEI&

123

125

MMXMBEDE

MHIMBEDH

127

)
1 Ma

gleisisisisin

137

IEDME EKE 5T

I'EEHH EKS ﬁT

I'EDME 5‘.-{5 5T

IEDMZ 5)&5 5T

1G0M3 9

W'I'WIP

WFEHIIP

'|.|'||TI:IG|F'

a7
a
ar

47

47

47

47

47

47

gleigizeicis Bl «

=4
=]

3

70

T0

m

73

75

T

L)

B1

138

141

170

172

176

168

174

WCMX0E0308

WCMXD30308

WCMXOETI08

| WCMXDETI0E

WCMX06T308

WCMEDGT 308

WGIIKDGTEU@

'HHEHXDBTEM

WOMXOGTI08

WCMX050308

'I.HI'C:I.IKDETSU#

IWMSH 9'
IS'DME!-QQI

INMEXS
1BOM3 = &

[BOM3 = &

IBOME = &

IS'DMEKQ'

IWME)C 9

IE'-ﬂhlsx 9

[BOM3 =3

IB'UM3>~ 9'

1BOME = 5

| WCMXO0ST308 IBOME = 5

WToIP

WTOSIP
"WTMIF'
i mmlp i

WTOSIP
wrosie

WTOSIP

W'FI:I‘BIF'

i WTMIF’ i
.WFMIP. i
. '|.I'||TIHIF'

W‘FD‘JIF

A Stock available

C200

£ Make-to-order




Indexable drill

Indexable drill

ZD02-400-XP40-WC08-02

Z002-410-XP40-WC06-02
m-‘mxmwm&uz....... l=—="||IE
KNB‘WZ

-
L= ]

e
&

178

180

WOMXOET 308

MMKNTEM

H\EM.‘&D@M1 2

1603 8

!EI]MEN 9

WCMX080412

WOMX0E0412

I'EDHEL&‘-'CWI

GOM3.5 % 10.4

IEOM3.5X10.4

IEUM:! 5)(10-1

WTOHP

'U"u"l'ﬂﬂlIP
..wﬁ SIP |
'I.I"|'T1 I-'.'~II="
'I|I'|"I'15IP

WT15IP

mni.ﬂu-xmwmm

m&mmwmm
zoue-smmm-uz
mnzmxmwma.nz

mmmwmuz

ZDDE-G&U-IP-!D-WGBHZ

mmxmwmﬂ-nz
ZD0Z-580-XP40-WC08-02

't

sl sl s (B s (B s

glgizialsigleigla

T0

70

ar

58

siEisinisie

gig gigizig

0
T0

70

70

"7

19

113

115

218

221

7

MMW1 2
MMXWW

mumm

MMHMH
MHNDWI‘-‘IE

WOMXOED412

IEEIHS 5)-6101

Iﬁﬂll:! 5):‘:[!1

I'EUHE 5‘.(101

IBI:IMI] EXHH

IEDM:!Ex'rnl

IBCIM:! 5:-(104
IEEIHE E}Hﬂ-i

IEEIME:\XW-I

1G0M3.5 > 10.4

IE0M3.5 > 10.4

160M3.5%10.4

IG0M3.5 % 10.4

4 Stock available

£ Make-to-order

C201

HOLEMAKING TOOLS' o_

ZD sereis iindexable drill
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Indexable drill

HOLEMAKING TOOLS

Indexable drill

‘|

128

119

ZDDGJN-!PIE-WWJ-HZ
ZDI'.'IG mxm&wmsfnz

ZD03-220-XP25-WC04-02

MHS—W
IDDE MIPEB-WDZ
mm-xms-wmu

13

IEDME 55-» E- 5

IZEEIME.EXE 5

WTOTIP

WTOTIP

[G0M2.56.5

WTOTIP

>',»

gigig

1

[ﬁDHE.SJ-: 5-.5-

IEDHE 5:-: E- 5

IEI:I'ME SXE5T

WTOTIP

WTOTIP

WTOEIP

Binie

pinip

WCMX040203

152

ZDMQGO-IP2E—WCBHE

163

ZD03 ZN-IPJE-WWME
ZDDS-ZE(I—XPSE—WWMI

B mmmz‘ .
IDN-MQ-IN}WWMEWH i Fay

ZD03-210-XP32-WC08-02
....ZDM-SMPSE-WWE-UZI il

zum-mxpaz-wm-nz
m-ﬁlﬂ—l“ﬂ-ﬂmﬂ-ﬂz

ZDOG-SEO-KND-W
; ZDDG-STH—IMWM—DZI
; mmmwm-uz

(]

| =2

H]

'

33

ar

38

39

52 2 8 &

a7

s
37
47
47
47

47

47

47

8 88 s 8/8/8 8|8 s

=4
=]

&

70

T0

107

10

12

16

119

122

166

172

178

184

203

22

215

184
175

181 |

WCMX040208

I'EDME 53{6 5T

I'EEHH EJ(& ﬁT

I'EDME 5‘.-{5 5T

IEDMZ 5)&5 5T

IBOME 9

W'I'WIP

WFEHIIP

'|||'||'I'I:IGIF'

WCMX0E0308

WCMXD30308

WCOMX050308
WCMXOETI08

WCMXDETI08

WCMXO6T308
WCMEDGT 308

WGIIKDGTEU@

'I.HI'C:I.IKDETSW

'IM:IIXDBTEM

WCMXDETI08

WOMXOGTI08

mmx 9
ISIDMEXQ

INMSKE
1BOM3 = &

[BOM3 = &

IBOME = &

IS'DMEKQ'

IWME)C 9

IE'-ﬂhlsx 9

1BOME = &

[BOM3 =3

IB'UM3>~ 9'

1BOME = 5

WToIP

WTMIP

WTMIF'

WTWIF‘
WTOSIP

WT03IP

WTO%IP

WTOSIP

W'FI:I‘BIF'

MMIP

W'FMIP

'|.I'||TIHIF'

W‘FD‘JIF

ASlock available S Make-to-order

C202




Indexable drill

HOLEMAKI

NG TOO

Indexable drill

218

WOMX0ET 308

WCMX06TI08

1G0M3 = &

1BOM3 =5

160M3.5% 10.4

1

137

140

160M3.5 10.4

160M3.5 % 10.4

160M3.5% 104

BiBiR

pinip

143

146

148

152

155

ZD03-510-XP40-WC08-02
ZD03-520-XP40-WC08-02

ZD03-5T0-XP40-WC08-02
ZD03-580-XP40-WC08-02

(]

s &

gig gizigigizip

173

158

161

164

167

176

178

170

258

281

BT

76

278

73

160M3.5% 10.4

160M3.5% 10.4

160M3.5% 10.4

160M3.5 10.4

160M3.5> 10.4

WCMX080412

WCMX080412

WCMXDED412
WOMX080412

WCMEDE0412

160M3.5% 10.4

160M3.5% 10.4

|16om3 5104 |
16035104 |
160M3.5 10.4

1B0M3.5 10.4

1B0M3.5% 10.4

160M3.5 10.4

4 Stock available

£ Make-to-order

C203

LSC

ZD sereis iindexable drill
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Indexable drill

HOLEMAKING TOOLS

Indexable drill

‘|

145

134

ZD04-180-XP25-WC03-02
zmn-ﬂu-xpzs-wm-nz
mmxm&wms-nz

ZD04-220-XP25-WC04-02

MHS—W
IDDE MIPEB-WDZ

MIP2E-WCUM2

149

IG0M2.5 6.5

IB0M2 585

WTOTIP

WTOTIP

[G0M2.56.5

WTOTIP

gigig

1

153

157

161

[ﬁDHE.SJ-: 5-.5-

IEDHE 5:-: ﬂ- 5

IEOMZ.5 % B.5T

WTOTIP

WTU'TIF'

W'FDGIF'

MIPIS-W fit

ZD04-270-XP32.WC05.02
mzau-xpszwmm

5 e
zmz“ mzeu x::Paz-wm" : :Mﬁ "z

2D04-310-XPA2-WC08-02
mzcm-szn-xpsz.wms.uz' !

zom-aau-xraz-wcm-uz
ZD04-340-XP40-WC06-02

m-aso-xmwm—uz
MIP#U-WWB-DZ
Mﬂ-lmm—ﬂz

mmmm

:nm-:m-xmwma—uz A

H]

ar

Fq']

30

|

| 22

33

| 38

39

Binie

185

WEMKD-I'UEEI&

173

MMXMBEDE

MHIMBEDH

177

)
1 Ma

gleisisisisin

189

a7
a
ar

47

47

47

47

47

47

gleigizeicis Bl «

=4
=]

3

70

T0

15

119

123

127

m

135

138

143

147

151

155

159

1463

197

201

242

250

254

IEDME EKE 5T

I'EEHH EKS ﬁT

I'EDME 5‘.-{5 5T

IEDMZ 5)&5 5T

1G0M3 9

W'I'WIP

WFEHIIP

'|.|'||TI:IG|F'

WCMX0E0308

WCMXD30308

WCMXOETI08

| WCMXDETI0E

WCMX06T308

WCMEDGT 308

'I.HI'C:I.IKDETSU#

'HHEHXDBTEM

WOMXOGTI08

WCMX050308

WGIIKDGTEU@

IWMSH 9'
IS'DMEXQI
INME}CB

1BOM3 = &

[BOM3 = &

IBOME = &

IWME)C 9

IE'-ﬂhlsx 9

[BOM3 =3

IB'UM3>~ 9'

1BOME = 5
IS'DMEKQ'

| WCMXO0ST308 IBOME = 5

WToIP

WTOSIP
"WTMIF'
i mmlp i

WTOSIP
wrosie

WTOSIP

W'FI:I‘BIF'

i WTMIF’ i
.WFMIP. i
. '|.I'||TIHIF'

W‘FD‘JIF

A Stock available

C204

£ Make-to-order




HOLEMAKING TOOLS'C™

Indexable drill

Indexable drill

ZDWMWCMZ Fa 40 40 47 70 163 258 MHXW‘I’WE
zmmxm&wcmz | a 41 40 47 T0 167 262 MMXUGTB{)B

ZD04-420-XP40-WC08-02 Fa 42 40 bl 70 17 273 WCMX0B0412

ZD04-430-XP40-WCO0B-02 = 43 40 52 T0 175 277 mm{mmu 150M3 .5 10.4

ZD0d4-440-XP40-WC0B-02 Iy 44 40 52 70 178 281 MMKGEEH'EZ IBﬂME.ﬁx 1l:]'.4

ZD04-450-XP40-WC08-02 fa 45 40 52 T 183 283 WMMNIZ IIH:IMS 3104

ZD04-450-XP40-WC0B-02 Fa 45 40 52 7o 187 289 mumau-nz IEI.’:IHS 5>~ 1IJ 4

znudro-xmwcmz F4¥ 47 40 52 70 191 283 MMXIJEM'IZ IBDME 53-: 1I:M

ZDMIMWCMZ | & 48 40 s2 | 70 185 287 HEMIDEI]-I'EI IBIJHS 53&101

ZMIPMM [ 49 40 52 T0 199 a0 WCMXDEDE12 IEBME 5?-: 1ﬂ'4

IDM—EW—IF@-W‘CN—U2 l Fal 50 40 52 70 203 305 WOMEXDEDSIZ | 150M3.5 104

ZN‘-E‘IMP-IU»WCM! | & 51 40 &0 7o 207 09 WOMADB0412 IWMS 5 ‘1I:II 4| WTi5IP

ZDN—EH}—IPMCHE-ﬂz | 40 &0 70 1 313 'M:Mimﬂﬂ-lﬂ IB{JME.&X 10.4 WT15IP

znudl-aab-xmo-wcna-nz fa¥ 40 &0 o 215 317 'MJMKDED-IIZ I&DMS 5)&104 WTIEIP

ZMMIPJB—Wsz fa

52
53
. 55 40 &0 “]"EI 223 325 MHKﬂEMﬂ 150M3 5 10.4 WT15IP

IDM-GN-INB-WCN-G2 i

ZD sereis iindexable drill

40 60 | TO 227 329 MHMEU-I'EE 150M3.5 104

ZMTMMME 57 40 &0 70 23 333 ‘-'kEM.WED-Iﬂ IB0M32.5 <104

ZD04-580-XP40-WC08-02 Fal 58 40 &0 70 235 337 MMMEM!E 180M3 5104

AStack avadable A Make-io-arder

C205
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Indexable drill

HOLEMAKING TOOLS

Indexable drill

‘|

5

162

ZD05-180-XP25-WC03-02
?.Dﬂ'ﬁdiﬂ-IPZE-Wﬂﬂﬂ-ﬂZ
ZDD&MIPJB-WW:HH

ZD05-220-XP25-WC04-02

MH&W
IDDE MIPEB-WDZ

ZDDEQGO-IP2E—WCUMZ

167

IG0M2.5 6.5

IB0M2 585

WTOTIP

WTOTIP

[G0M2.56.5

WTOTIP

gigig

1

172

177

182

[ﬁDHE.SJ-: 5-.5-

IEDHE 5:-: ﬂ- 5

IEOMZ.5 % B.5T

WTOTIP

WTU'TIF'

W'FDGIF'

MH&W fit

ZD05-270-XP32.WC05.02
ZD05-280-XP32 WC05-02

: ZDM&MP&!—WWE-UE. -
mmxpaa‘wm”z....... I

ZD05-310-XP32-WC08-02
.ZDDE-SMPSZ-WWG-GZI i}

IDDE-CHU-KFJI-WZ
ZD05-340-XP40-WC06-02

ZDOG-&EO-XPJD-W
ZDDEM—IP#U-WWB-DZ
Mﬂ-lmm-ﬂz

mmmm

ZDDE-G‘H-KP#D-WWE—DZ A

H]

ar

Fq']

30

|

| 22

33

| 38

39

Binie

187

WEMKD-I'UEEI&

182

197

MMXMBEDE

MHIMBEDH

)
1 Ma

gleisisisisin

21

a7
a
ar

47

47

47

47

47

47

gleigizeicis Bl «

=4
=]

3

70

T0

143

148

153

158

163

168

173

178

183

188

183

198

25

&35

278

283

k]

273

IEDME EKE 5T

I'EEHH EKS ﬁT

I'EDME 5‘.-{5 5T

IEDMZ 5)&5 5T

1G0M3 9

W'I'WIP

WFEHIIP

'|.|'||TI:IG|F'

WCMX0E0308

WCMXD30308

WCMXOETI08

| WCMXDETI0E

WCMX06T308

WCMEDGT 308

'I.HI'C:I.IKDETSU#

'HHEHXDBTEM

WOMXOGTI08

WCMX050308

WGIIKDGTEU@

IWMSH 9'
IS'DMEXQI
INME}CB

1BOM3 = &

[BOM3 = &

IBOME = &

IWME)C 9

IE'-ﬂhlsx 9

[BOM3 =3

IB'UM3>~ 9'

1BOME = 5
IS'DMEKQ'

| WCMXO0ST308 IBOME = 5

WToIP

WTOSIP
"WTMIF'
i mmlp i

WTOSIP
wrosie

WTOSIP

W'FI:I‘BIF'

i WTMIF’ i
.WFMIP. i
. '|.I'||TIHIF'

W‘FD‘JIF

A Stock available

C206

£ Make-to-order
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LSC

Indexable drill

Indexable drill

303

WOMX0ET 308

WCMX06TI08

1G0M3 = &

1BOM3 =5

35

WTOIIP

WTO8IP

160M3.5% 10.4

248

160M3.5 % 10.4

160M3.5% 104

160M3.5% 10.4

WOMX080412

WCMX0a0412

WCMXDED412

WCMX080412

160M3.5% 10.4

160M3.5% 10.4

160M3.5% 10.4

160M3.5 10.4

160M3.5> 10.4

ZD0S5-520-XP40-WC08-02

ZD05-530-XP40-WC08-02
ZD05-540-XP40-WC08-02 Fay

ZD05-550-XP40-WC08-02

ZD05-560-XP40-WC08-02 iy

ZD05-5T0-XP40-WC08-02
ZD05-580-XP40-WC08-02

25 58 858 8 253 38 3

zgig gizieigiziRin

273
278

288

283

283

370

385

385

5

75

WOMX080412
WCMX080412

WCMXDED412

WCMX080412

WCMEDE0412

1B0M3.5 10.4

160M3.5% 10.4

160M3.5 10.4

160M3.5% 10.4

160M3.5 10.4

160M3.5% 10.4

160M3.5% 10.4

160M3.5 10.4

4 Stock available

£ Make-to-order

C207
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« Naming rules for insert of indexable drill

s Naming rules for insert of indexable drill ;)

oo
| | ebtrance{mm | Tolgrancemm}
A | +0.005 +0.025
F | +0.005 +0.013

, |
C | z0.013 +0.025
H | 0013 +0.013
E | 0025 | 20005
G | 0025 +0.025

Code | Insert shape
5
w
Iinsert shape / code
Clearance angle of main
cutting edge
Clearance | Clearance
Cotl “enge  |©%|  angle
A B
—— --31- —ud 5"
c D

C208

200 28"

11 angle

wlcImix

Q"

- _}3,_

| Trckoess S | . [Wose Height m rﬁhgg ﬁdu[r'm 5

Tolecance{met) Tollrance{mm) | Tolesance{mm} Tolerance(me)
0025 | J | 40005 | 0.05-20.13 0025
+0.025 .K +0.013 ;:HJ'.MJS +0.025
0025 | L | 40025 | 4005-2013| 0025
£0.025 H l‘ﬂ.ﬂﬂ-ﬂ].iﬂ.ﬂ.ﬂﬁ—ﬂl.'m £0.13
+0.025 . N i'ﬂ.ﬂﬂ-—dﬂ.'lﬂ:ﬂ.ﬂﬁ-ﬂ.‘l:i +0.025
£013 | U | 20134038 10084025 0.3
Tolerance
@

Chipbreaker and clamping system
Metric
Code WepiFed BT [Secton pane o s Cocel VT WERMARCHT octon pan of et
> 65"
With | Wathout N |Without| Without :
With | Single-side % R |Without| Single-side '{:]
= 85" |
With | Without E F |Wihout| Doudle-side| [
> 45" |
With |Double-sida EEJ A | With | Without D:D
w55 |
with | Without % M| win | singesice| (][]
<45 |
With | Single-side ﬁ G | wih |Doublesice| ] |3
= 55" | |
With | Without ﬁ] X| - - Special
< b5 | |
With | Double-side Eﬁl




Naming rules for insert of indexable drill

Fa B
L] L]
| e |
| m:sﬂ“t_almlﬂtm Il‘hbd:l?mr:l'l"ﬂﬂ.'hﬂ\! W et of Cuming adge
Imsert thickness Insart thickness
c‘m mm) | G | i)
00 0.79 05 5.96
Code = Length 5 _ T0 _ 0.93 _ T5 _ 5.95
o (1} 1.59 06 6.35
i T 1.98 T6 675
ol - 02 238 o7 7.04
05 5.4 T2 258 03 852
06 6.5 6.35 03 3.18 ™ 972
08 8.7 8.0 T3 aar 1 11.41
09 9.525 04 478 12 12.70
12 127 T4 4.96
Length of cutting edge I Insert thickness
(mm) o
o
8
3
® =
P 5
Mose radius Cutting direction Chipbreaker code
Code [ Description Code | Description
04 0.4mm R Right hand
08 0.8mm L Left hand
12 1.2mm N MNeutral

§
)
=]
2
©
E
=
5
8
2
g
E
]
=

C209
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Indexable drill insert

20 0.3

2.2 ;

25

28 0.8

4.1 0.8

4.4 08

SPMX140512-EM 148 52 55 1.2
# Recommended grade (always stock available) @ Available grade (always stock available) 0 Make-to-order

E

SPMX040204-LM 4.2 238 20 0.3

SPMX050204-LM 5.0 238 2.2 0.4

SPMX060204-LM 615 238 25 0.4

SPMX0TT308-LM 794 387 28 08

SPMX030408-LM 9.8 4.3 4.1 0.3

SPMX110408-LM 1.8 478 4.4 0.8

RS

SPMX140512-LM | 148 52 5.5 1.2 *
# Recommended grade (abways slock available) @8 Available grade {abways stock available) 0 Make-to-order

Cc210
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Indexable drill insert

22
25

28

SPMX030408-XM

4.3

4.1

SPMX140512-XM

143

478

4.4

52

55

1.2

# Reacommended grade (abways stock available)

@ Available grade (abways stock availabla)

) Make-to-order

SPMX050204-XR

50

238

2.2

0.4

SPMX090408-XR

615
SPMX07T308-XR 7.84

9.8

236

397

4.30

2.5
28

4.1

0.4
08

SPMX110408-XR
SPMX140512-XR

14.8

148

4.76

5.20

4.4

5.5

0.8

1.2

* Recammended grade (abways stock available)

@ Available grade (abways stock availabla)

C211
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ZTD applicable inserts

- Indexable drill insert

~
RE 157 hi
. Ic
a0’
Basic dimension(mmj PVD grade
i L i S D1 RE R e
(Peripheral edge) |  (Inner edge)
SPGTO50204-PM 5 ] 2.38 22 0.4 * e
SPGT&B&MM 5] | [:] I 2.38 28 0.4 * | *
spswrma-m _ ?94 | 7ea | aer | 28 0.8 x| *
© SPGT110408-PM s | 15 | am 44 08 x | ~

SPGT140512-PM s | s | s 575 4z * | *

% Recommended grade (always siock available) @ Available grade (abways stock availabla) Make-to-order

.-
Basic dimension(mm) PVD grade
iz L ic s D1 et | e
SFGTDEOEIH EH L ] 2.38 232 0.4 * | i
....SPGT'WTMB_EH.. - ? 9&... . . ? 54 1) - 39? e L Ea — uﬂ e * | — * .

5FET14€IE12-EH 14.3 | . 14.3 [i8 52 5.75 1.2 * | .*

% Recommended grade (ahvays stock available) @ Available grade (always stock availabla) Make-to-order

Cc212

-EM chipbreaker characteristics

Recommended chipbreaker for M materials drilling.With
G-class accuracy, sharp cutting edges, and high strength,
better performance of resisting impacts. Inserts meet the
required of machining adhesive material, It is also properly

suited for machining Austenite Stainless steel etc adhesive

materials.
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Indexable drill insert

WCMX030208R-53 . 3B 5.56 238 28 0.8 *

WCMIGEUM&R-SE
WCMIDETMGR-ES

0.8

0.8

1.2
08

0.6

. .mmm-rm PG.. B . - .DIB
* Recommended grade (abavays stock available) @ Available grade (always stock available) ) Make-to-order

oe

kO kR A A

*

=P G chipbreaker characteristics

Unique design of corrugated edge ensures high edge
strength and good chip breaking performance, for
machining of carbon steel and alloy steel.

Indexable drill insert

=53 chipbreaker characteristics

Sharp cutting edge beneficial to gaining low roughness
surface, mainly applicable for low load cutting of
aluminum alloy, mild steel and cast iron.

C213
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Technical information for indexable drill

H Initial drill penetration

Initial drill penetration is an important factor for successful drilling. One way of ensuring good hole quality is to make sure
the penetration surface of the workpiece is verlical to the drll centre axis. In addition, an indexable drll can carry out initial
penetration of convex, concave, inclined and imegular surfaces by adjusting feed rates.

Workpiece surface Countermeasures

For a convex surface, the conditions are relatively good and the centre of the drill
ideally makes contact with the workpiece first, thus normal feed can be adopted.

When penetrating an inclined surface, the cutting edges will be unavenly loaded,
which may result in the premalture drill abrasion. If the angle of the indined surface is
larger than 2°, the feed should be reduced to 1/3 of the value recommended for the
drill.

When drilling into concave surface, drill center axis normally tends to go off-center,
the feed should be reduced to 1/2 of the value recommended for the drill.

When drilling into non-symmetric curved surfaces, the drill tends to deviate from the
centre because it is penetrating an indlined surface. The feed should be reduced to
lower than the value recommended for the initial penetration of concave surfaces.

When drilling into imegular surface, the insert faces the risk of chipping, which may
also occur when drilling through the workpiece, Therefore, the feed rate should be
reduced.

/" Calculations for shallow drilling  \

@ Cutting speed(Vc) @® Feed speed
Dexmxn Ve (mémin): Cutting speed _ . Wi (mmfmin): Feed spead
Vo = — De(mm): Drill diameter A (e (T TN i (mmire): Feed rate per revolution
1000 n (revimin): Rotating speed n (revimin): Spindle speed
& Example # Example
Spindle speed is1600 rev/imin, drill diameter is Spindle speed is1500 rev/min. feed rate per
20mm. thus cutting speed is: revolution is 0. 1mmfrev. thus feed speed is:
. Dexgen 20=3, 1d=1 600 _ v,
o= = = r=fr = =0.1=<1500 = 150 {mm'min)
Vo 1000 1000 oY fanfimiine) S
@ Machining time @® Metal removal rate

Te (min): Machining time

fr (mmdrev): Feed rale per revolution
i Mumber of holes  Id {mmi: Drilling depth (. 4 W fﬂﬂﬂ
m {rewimin): Spindle speed

Q (cm’/min): Metal removal rate
De(mm): Drill diameter
Wi (mmimin): Feed speed

% Example # Example
Drilling a hole with a diameter of 20mm and a depth of Drill diameter is 20mm, feed speed is 160mm/rev,
40mm, cutting speed is 100m/min and feed rate per thus metal removal rate is:

revolution is 0.1mm/rev. Calculate the drilling time.

Ve = 1000 100 = Jooe ) . ‘
n= - = [N frevimin foxxﬂc 16053, 1420
De x 20 % 3.14 . i i .
) @ A% 1000 %1000 50.24 (em'/min)
fo=dd%i_ _ 2051 _ o s (i)

nEfr 1600 = 0.1



HOLEMAKING TOOLS' m

Recommended cuttlng parameters for indexable drill

/ Recommended cutting parameters for ZSD \

: Diameter Dc Feed rate f Cutting speed Vc
| | i
SO Materials Hardness HB T Bl (mimin)
12.0-21.5 0,04-0.00
Carbon steel £80-200 S e 200(170-240)
42.0-50.0 0.07-0.11
12.0215 0.04-0.09
Low alloy steel 150-260 E0ana gt 170140220}
42.0-50.0 0.08-0.16
12.0-21.5 0,04-0,00
Hign alloy steel 150-320 s o SR 150(120-180)
42,0-50,0 0.08-0.18
12.0215 0.04-0.08
Cast steel 180-250 ﬁjg’jf:g Eiﬂé‘ﬁ_?ﬁ 140{120-170)
42.0.50.0 0.07-0.11
i 12.0-215 0.04-0.09
Stainless sisel 720335 0.05-012
Ferrite 150-270 340418 005016 1604110-230) "
Martensite 42.0-50.0 0.08-0.18 8
£2n
M :
12,0-21.5 0.04-0.08 =
: 220335 0.05-0.11
Austenite 150-275 240418 0060 13 140{110-220) =
42,0.50.0 0.08-0.14 E
L
=
['H]
=
e g.u-m.s n.ﬂ.m E
23 Cas 0-33.5 0.0 14
e 150-230 g e 160(120-220) k]
42.0-50.0 0.10-0.20 %
-
12.0.215 0.04-0.10 %
) 22,0335 0.05-0.14 :
Gray cast iron 150-220 240418 0.08-0.16 200(170-240) -]
42.0-50.0 0.40-0.20 g
2
=
ot ot 12,0215 0.04-0.08 E
Modular 22.0.33.5 0.05-012
i 160-250 s g gt 160(130-200) :%
42.0-50.0 0.08-0.16
12.0.31.5 0.04.0.10
: 22.0-33.5 0,05-0.14
Aluminum alloy &0-110 340415 0.08-0 16 200{250-350)
42.0-50.0 0.10-0.20

C215
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Recommended cutting parameters for indexable drill

/ Recommended cutting parameters for ZTD/ZD \

i Diameter Dc Feed rate Cutting speed Ve
Materials Hardness HB ) (rmmir) (i)

12.0:21.0 0.05-0.09
220330 0.05-0.09

Carbon stesl B0-200 34.0-41.0 0.06-0.10 200(170-240)
42.0-50.0 0.07-0.11
51.0-58.0 0.08-0.12
13.0-21.0 0.05-0.09
22.0-33.0 0.085-0.12

Low alloy steel 150-260 34, 041,00 0.06-0.14 170(140.220)
42.0-50.0 0.08-0.16
51.0-58.0 0.10-0.20
12.0-21.0 0.05-0.09
22.0-33.0 0.05-0.12

High alloy steel 150.320 34.0-41.0 0.06-0.16 150(120-180)
42.0-50.0 0.08-0.18
51.0-58.0 0.10-0.22
13.0-21.0 0.05-0.08
22.0-33.0 0.05-0.08

Cast steal 180-250 34.0-41.0 0.06-0.10 140(120-170)
42 0-50.0 0.07-0,11
51.0-58.0 0.07-0.12
13.0-21.0 0.05-0.09
Stainless steel 22.0-33.0 0.05-0.12

Ferrite 150-270 340410 0.06-0.16 160(110-230)
Martensite 42.0-50.0 0.08-0.18
51.0-56.0 0.10-0.22
13.0-21.0 0.05-0.09
22.0-33.0 0.05-0.11

Austenite 150.275 34,0410 0.06-0.13 140¢110-220)
42.0-50.0 0.08-0.14
51.0-58.0 0.10-0.16
13.0-21.0 0.05-0.10
22.0-33.0 0.05-0.14

m"“ﬂ:}: casl 150-230 34.0-41.0 0.08-0.16 180(120-220)
42.0-50.0 0.10-0.20
51.0-58.0 0.12-0.24
13.0-21.0 0.05-0.10
22.0-35.0 0.05-0.14

Gray casl iron 150-220 34.0-41.0 0.08-0.16 200(170-240)
42.0-50.0 0.10-0.20
§1.0-58.0 0.12-0.24
13.0-21.0 0.05-0.0%
220330 0.05-0.12

Nm'."r?n - 160-250 34.0-41.0 0.06-0.14 160(130-200)
- 42.0-50.0 0.08-0.16
51.0-56.0 0.10-0.20
132.0:21.0 0.05-0.10
22.0-33.0 0.05-0.14

Aluminum alloy B0-110 34.0-41.0 0.08-0.18 300(250-350)
42.0-50.0 0.10-0.20
51.0458.0 0.12-0.24

C216




Z T’ series

Interchangeable head dfrill

Double helical internal

coolant holes, provide
accurate cooling supply
High-performance Interchangeable m:‘;ﬂ:‘: Sip comtrl (A
head drill with unique structure
design, can reduce machining Double clamping
cost and improve production Both axial, radial
efficiency, Achieve high positioning surface and
precision and high m::;an: E::E::mmmm
efficiency cutting. stable and reliable

tool head assembly;

Unique cutting edge design,
with good versatility
can ensure smooth

[Fer ALALE .
Low resistance design, ""\.._\
achieve high efficiancy 3
cutting

The combination of curve Enhanced cutting edge

and straight cutting edge proiong tool life
gonerates good universality

: Three types of drill-head, able to meet
b requirements for various materials, prolong
Case stud}r tool life, achieve machining stability.
e
Excellent machining accuracy

Tool halder specification Tool holder specification; ZTK03-ED160-G200 \

ZTEO3-ED125-GI6C Tool head specification 7-‘-" ‘\‘_ 2

Tool head s atio EDC1630-080-GD = o

EDC126 8] Workpiece material: 50Mn (HB240) J q:f 4’ \\

Workpeece anal: 42CMo (HRC30) Cutting data: Ve=120m/ - "

Cutting data: We=100m/man, T - .“‘}
f=0.20mmJr, ap=30mm F T

Cogling type: intemal cookant supply Simiar podusolcompemy A Cooding type: internal coolant supply ZTK Simiar products of company A

Excellent chip-breaking performance

Conclusion: Under the same working conditions, the surface accuracy, vertacality and chip breakng performance
of our ZTK senes mierchangeable dnll holés are betber than similar products of Company A

c217
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« Interchangeable head drills code key

/" Code key of Interchangeable head drill tool holder -

(o lEEne

03 an _ —
( 120-250
05 50 . N
o0& 80 | 12.0mm-25.0mm

Tool diameter

Tool type ' Shank type
Code | Description Eide S
L I Interchangeable head dill | = Cyinadne S
—— " = \ XP | Wedonshank

@ eas

16
Range i

25

3z
 Shank diameter

 Internal identification |

/ Code key of Interchangeable head drill head

(e | General machining i
2 | 1200-2500 ) KD | Castiron machining
Er]m!| 12.0mm-25.9mm LD Aluminum machining
.~ Tool diameter ~ Application range
Product series Coupling size code
060-125

Cc218
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Interchangeable head drill

Used for shanks with 12.0mm = 25.9mm
diameter drill head

Interchangeahla head drills

ZTKO015 1.5D

Pictura 1

DCON
BD

Picture 2

g

ZTKO15
Cylindrical
sl

_Eptocasc |
e e ‘Enum T o
_-Eomogcac |

.vE[I1Hll-'GZDG

i N

mane U
 -ED150-G20C

iBﬂ
i'ﬂﬁ

21.0
22.5

-EDATO-G20C
-ED180-G25C
-ED190-G25C
-EDH]“-'GZEC -

270

. amE

0.0

315 | s
—- 33 a. e

360

24.0
255

&
]
=

105

120

115

1| ZTK21-288
| Zearzse

ZTKi? 15.9

ZTK12 159
ZTKII—H'?E

ZTK16-20.9
ZTK16-20.9
ZTK16-20.9
ZTK16-20.9
.ZTKiﬁ 20. 9
ZTH21- 25 EI

Weldon
shank

~ -ED150-XP20C |
-ED160-XP20C

. SEDT-RIgGE
_ -ED130-XP16C |

-ED140-XP16C

~ -ED170-XP20C

~ -ED180-XP25C
-ED190-XP25C |

~ -ED200-XP25C

_ED220XPSC |
-ED230-XP32C |

LED210-XP25C |

L o S S o o o S T

~ -ED240-XP32C

.ED250-XP32C |

18.0
Suaw.
25 |

4.0

s |

270

— 23-5 wrafm s e

31 5
330

3r.s5

3
-
=
£
i

1 120

e
om0 | P

g i
13 i

125

2| ZTK1z-159

| ZrKiz1s9
ZTK16:20.9

ETK12-15.9
ZTK12-15.9
2'"(16 EIJEI

ZTK15-2EII EI
Z'I'KiﬁuEIJ 9

£TK21-23.9
ZTI'L?‘ 23.9

ZTI'L“ZI 25.9

4 Regular Stock

£ Made-ta-order

C219
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Interchangeable head drills



Used for shanks with 12.0mm - 25.9mm
diameter drill head J ET= _ I ____________ N
|

2| Picture 2

Basic dimengion(mm) . Shank
1010 | 080 |Pictwe1 | ZTK12.156

ZTKO3 -ED120-G16C
chank Eman.l31ﬁc 2
Emaﬁ.@1ﬁc

H
;

125428 | 370 | 18 20
13134 | 300 16 20
13.5-13.9 410 | 16 20

1050 | 085 |Piclrei| ZTK12-158

085 | Piclure 1 | ZTK12-159

£TK1 2

Ty
il
~ -ED170-G20C
-ED180-G26C _
o wise A e T
e
ED20-G25C
-ED220.G25C
-ED230-G32C
| .ED250-G32C

PEEE R

1300 | 080 |Piclured| ZTK16-20.6
e o s B
1480 | 100 |Picture1 | ZTK18-208
1570 | 105 |Picture1| ZTK21.258
1610 | 110 |Picwre1| ZTK21.25.9
1860 | 115 |Piclure 1| ZTK21.259
1700 | 120 |Picturet | ZTK21-259
1750 | 125 | Piclret | ZTK21.259

=
2
3
=
o
o
T

| 223 | mo |

32
25-258 75.0 32 42
12—12.1- 36.0 16

B
zlzz2 s s8 s ss2esssss:E

Weldon -ED120-XP16C 101.0 DE0 Picture 2 | ZTK12-15.9

shank “-ED‘IZE-IF'!EC 125121: Cato | 18 | 20 Picture 2 'szié'iéé'
-ED130-XP16C 12134 | 380 | 18 20 Picture 2 | ZTK12-159

A
A
A
A
A
A
A
A
A
A
A

 CED135-XP16C | A | 135138 | 410 | 18 | 20 | Picture 2 | ZTK12-15.9
A
A
A
A
A
A
A
F Y
A
F Y
A
A
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e e e e b b o
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HOLEMAKING TOOLS' m

Interchangeahla head drills

NEGEGCEELELEECR G ZTK04 4D

Usad for shanks with 12.0mm - 25.9mm

diameter drill head
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Interchangeable head drills
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Interchangeable head drills

ZTk05 50
A

Used for shanks with 12.0mm = 25.9mm
diameter drill head

IDCOM

2| Picture 1
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A Regular Stock

C222

S Made-1o-order



Interchangeable head drill

~

Used for shanks with 12.0mm - 25.9mm
diameter drill head

Interchangeahla head drills
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~ EDC Interchangeable head drill

Diameter 12.0mm = 25.9mm

.GD PL
e

3

Interchangeable head drills

PL

14
oC

Type

Compatible tool holder

EDC1MM-GD-I’KDJ'LD

~ EDC1220-060-GD/KDILD

_ EDC1230060GOKDLD | A
EDC1240-060-GD/KDILD

.....Enc1 DmmLDl

EDCA260-060-GIVKDVLD

EDC1270-060-GDIKDILD

~ EDC1280-060-GD/KDILD |

~ EDC1290-060-GD/KDILD

EDC1 MS-GD-I’KD.I‘LD

EDC1320-065-GDVKDILD
e S
EDC1340-085-GDIKDILD |
EDC1350-065-GD/KDILD
EDC1360-065-GD/KDILD =
EDC1370065GDIKDILD |~
EDC1380-065.GDIKDILD |
EDC1390-065-GDIKDILD |
EDC1400-070-GD/KDILD &
EDC1410-070-GD/KDILD |
EDC1420-070-GVKDILD r
EDC1430-070-GDIKDILD | .
EDC1440-070-GDIKDILD =
' EDC1450-0T0-GDVKDILD | &
'EDC1460-070-GDIKDILD = .
EDC1470-070-GDIKDILD | .
EDC1480-070-GDIKDILD =

EDCA500-075-GIVKDILD
_____EDC151MTE-GDMDJ'LD___ !
EDC1520-075-GDIKDILD

 EDC1540-075-GDIKDILD

_EpCusooroGomOLD | A | 149

EDC1S30.078.GDKDLD | /| 183

247

2.49
251
253
2 55

258

258
280

2652

ZTKME-ED120-0000
ZTKO3-ED120-000
ZTEM-ED120-0000
ZTHO5-ED120-00
ZTKOE-ED120-0D0

ZTKMS-ED20-0000
ZTHO3-ED125-00
ZTKM-ED125-00
ZTKOS-ED125-0000
ZTRRE-ED123-0000

ZTKD5-ED130-00
ZTK02-ED130-00
ZTKM-ED130-0000
ZTHOS-ED130-0000
ZTHOE-ED130-000

ZTKMS-EDM30-00
ZTHO3-ED135-00
ZTHM-ED135-0000
LZTKO3-ED135-00
ZTK08-ED135-00

ZTHKMS-ED140-00
ZTHOZ-ED140-00
ZTHM-ED140-0100
ZTHOS-ED140-0000
ZTKOB-ED140-00

ZTHMS-ED140-00
ZTKO3-ED145-00
ZTHM-ED145-0000
ZTKS-ED143-00
ZTHOE-ED145-00

ZTEMS-EDN30-00

ZTHO3-ED50-00
ZTKO4-ED150-00
ZTHOS-ED150-0000
LZTKE-ED1530-0000

065

7o

075

ZTK12-15.9

& Regular Stock I Made-te-order

C224




HOLEMAKING TOOLS'} m

Interchangeahla head drills

EDC1550-075-GDIKDILD
o
ek O

s |

_ EDC16%0-076-GDIKDILD |
~ EDC1600-080-GD/KDILD
e L
o mmmm

~ EDC1630-080-GD/KDILD
e T Y T T
'"Enmm sE

...Enmm.. g :
s "Enmam'.' i A AL I o
0T mmmm
'"Enc1mmxmn T
Enc1?mmmwxmm L LS ... S S

EDC1710-085-GD/KDILD

EDC1720-085-GD/KDILD

EDC1730-085-GD/KDILD
.EM'ITME.GWKWLD S - I bt - AEEE—

EDC1750-085-GDIKDILD = & | 175 |
~ EDC1760-085-GD/KDILD

ITHMS-ED150-00
ZTKO3-ED150-0000
ZTKM4-ED150-00 075 ZTK12-15.9
ZTKOS-ED150-0000
ZTHOB-ED150-0000

ZTKM5-EDNB0-00
ZTKIZ-ED160-00

ZTHM-ED160-0100 080
ZTHO5-ED1B0-000O
ZTKO8-ED160-00

ZTK16-20.9
ZTKM5-EDAT0-0100
ZTKO3-ED170-00
ZTKM-ED1T0.000 0as
ZTKOS-ED1T0-00
ZTKOS-ED170-000

L.
-]
[=]
=
on
£
=
=]

ZTHKMS-ED180-000
ZTKDZ-ED180-0100

ZTKM-ED180-00 090
ZTHOS-ED180-0000
ZTKRE-ED180-000

g EDC1WDJ‘KWLD
4 Regular Slock . Made-to-order

Interchangeable head drills

k2~ Applicable material table Very suitable  Suitable
Workpiece matenal
He<180 | , Steek steel | CESUION | ooction | allo all
Alloy steel | =40HRC ~50HRC ~BOHRG ¥ oy alloy

C225
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~ EDC Interchangeable head drill

Diameter 12.0mm = 25.9mm

-GD

Interchangeable head drills

PL

e

3

K L 3=

1407
[u]o

PL

14
oC

Type

KDG3013

Compatible tool holder

EDC1WDMD.I‘LD

 EDC1800-095-GDIKDILD
. EDC1MD-DGE-'GDMDJLD
EM‘IMMMWLD
EDC1930-095-GVKDILD

'EDC1950-095-GDIKDILD
EM‘IME-GMWLD
EDC1990-095-GOKDILD
EDC2000-100-GD/KDILD
EDC2010-100-GDIKDILD

. EDCM"IM-GDMD.I‘LD

' "Enc:m1mmmn

EDCZGT‘DJMDIKDJ‘LD

I IIEDCZM1M—GDIKDILI}

 EDC2120-105-GD/KDILD

* EDC2140-105-GD/KDILD

EDC1850-090-GDIKDILD
* EDC1870-080-GDVKDILD

'""Enmmmnmmm'"
EDC1890-080-GD/KDILD

EDC1'BME~EDMDJ‘LD

© EDC1360-095-GD/KDILD
EDC‘I'E'TME-’GWKD.I’LD

EDCIGHDJM-GWKD]LD

'""Enc:zmnuwmmmm "
EDC2110-105-GD/KDILD

© EDC2130-105-GDIKDILD
|

Epc 1 mHanm
EDCIOGD-WU—GD-’KDILD

...EDC 1 WKWLD & i

ZTKMS-EDIR0-0000
ZTKO3-ED180-00

ZTKM-ED1B0-OO 080
ZTKDS-EDIB0-C10
ZTKDE-ED1BO-000

ZTKMS-ED180-0000
ZTHOZ-ED180-00
ZTHM-ED190-00 085
ZTKDS-ED190-00
ZTHOE-ED190-000

ZTKOM5-ED200-00
ZTKO3-ED200-0000
ZTHM-ED200-00100 100
ZTHOS5-ED200-00
ZTHE-ED200-000

ZTKMS-ED210-0000
ZTEO3-ED210-000
ZTKM-ED210-00 105
ZTKOS-ED210-00
ZTKOB-ED210-100

ZTK16-20.9

ZTK21-25.0

A Regular Slock

C226

S Made-to-order




HOLEMAKING TOOLS'} m

Interchangeahla head drills

EDC2150-105-GVKDILD A 215 391
EDC!TW-WE—GDMD-‘LD | Fa 26 383 ZTKOZ-EDZ10-00
EDC2170-105-GIVKDILD 217 3.85 ZTKO4-ED210-000 105
EDC2180-106-GD/KDILD |~ 218 397 hbicion i
| ZTHOE-ED210-00
EDC2150-105-GIVKDILD Fa 218 3.58
EDGEZDD—HII-GDIKD.I’LD | A 220 4.00
EDCEHD-"IWaGDJHD.I’LD 221 402
EDCEHD-HMDMDILD ] Fa 222 4.04
Enczzsu-m-amum.n 223 406 ZTKO15-ED220-00
Enczzdu-ﬂu-ﬁmmn | A zz 4 4.08 ZTKO2-ED220-00
A Rttt Wit e i o .
EDCE!EU-HG-GDMDJ’LD A 22 5 4,00
L e s e ZTHOS-ED220-000
EDC2260-110-GDIKDILD | 2256 an ZTHOB-ED220-000
EDG!I?I]—HG—G[HKDILD Fa 227 413 ZTKH-25.9
EDCZ280-110-GIVKIVLD | £ 228 4.15
EDCEHIJ—"I'II'.'I-GDIHD.I’LD Fat 229 417

EDCE&!D-HE-GDJHD.I‘LD fa 231 420
EDCES.ED-HE-GDMDJ’LD Fa 23.2 422

EDC?HU—HE—GDJKDILD 23.3 4.24 ZTHS-ED230-00

Enmmﬂs-ﬂmmn Sl P ZTHO3-ED230-00

e . ZTHM-ED230-07 115
EDC2350-115-GD/KDILD A | 38 427 s SRR

'""Enczaasu-m-enmm.n A 236 429 ZTKOB-ED230-000

L.
-]
[=]
=
on
£
=
=]

EDGEHD-HG-GDMD-‘LD £ 238 433
EDI:;:!-‘SI‘,I-HE-GMD.’LD 239 435
A Regular Slock S Made-to-order

Interchangeable head drills

k2~ Applicable material table Very suitable  Suitable
Workpiece matenal
He<180 | , Steek steel | CESUION | ooction | allo all
Alloy steel | =40HRC ~50HRC ~BOHRG ¥ oy alloy

Cc227
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~ EDC Interchangeable head drill

Diameter 12.0mm = 25.9mm

-GD

Interchangeable head drills

PL
e =

3

1407
[u]o

ELZ

PL

14
oC

Basic dimension{mm)

Type

Compatible tool holder

EDC2400-120-GD/KDILD
& 'Encuzmzu-sn.rﬂm.n
EDCM1MMDJLD
EDC2450-120-GDIKDILD |
EDC2480-120-GIVKDILD
EDCﬂTﬂdMMD.I'LD
' "Enczqm*lmmumm

EDCZMEJEB-GWKDJ'LD

: 'Enczswﬂmummm

EDC2EGD-12E—GD.I'KB.I'LD

'""Enczsamzu-s mmm
EDC2590-126-GDIKDILD |

....Emzﬁuﬂ nmmLD il

EDC2430-120-GDIKDILD |

- "Enc 125_Gmygm|_|}-"wm
EDCEE:ED-EE-GD.I‘KD.I‘LD |

Epc 12MWKWLD.....

EDCEEICFJEE-GDIKD.I‘LD

24.0

ZTKMS-ED240-000
ZTKO3-ED240-0000
ZTHM-EDZ40-00
ZTKO5-ED240-00
ZTHOE-ED240-0000

120

ZTHMS-ED250-0000
ZTKO3-ED250-0000
ZTKM-ED250-0000
ZTRRS-ED250-00
ZTHOE-ED250-000

125

ZTK21-25.9

AReguiar Sloack

k= Applicable material table

S Made-to-order

Very suitable Suitable

Workpiece matenal

Mild steel | Tarbon

Pre-hardened steel, Hardened steal

Stainless

steel,

HB=180 | ajjoy steel

~40HRC

steel

~SOHRC ~S0HRC

Nodular
cast iwon

Aluminum

Cast iron alloy

Copper
alloy

C228



Interchangeable drill technology information

@ Geometry selection and hole tolerance

|Gln|11llrr -GD -KD -LD
pesee (M a dwm
1.5D. 3D. 5D 8D 150, 3D, SD a0 1.5D, 3D, 5D ah
LD
12-18mm | 18-26mm | 12-18mm | 18-28mm | 12-18mm | 18-26mm | 12-18mm | 18-26mm | 12-18mm | 18-28mm | 12-18mm | 18-28mm
Tolerance
of hole 0M+0.043 | 0+0.052 | Ov+0.07T0 | OV+0.084 | Ov+0.043 | Q+0.062 | Q40070 | OM+0.084 | 0r+0.043 | OV+0.052 | Or+0.070 | Ov+0.084

@ Cooling requirements

S External coolant supply e
Internal coolant supply i R No dry cutting
| (Drilling depth < 20) |
O X

Maximum deviation in assembly:

Pre-drill a

depth is 0.5D to 1.5D
with a standard 1.5:D

drill;

hole whose

Afler inserting the tip into the shanks, tighten it with a wrench.
When remaving, tum the wrench in the opposita direction.

The BxDv drill is fed slowly
to the place 2-5Smm away
from the bottom of the
pre-drilled hole, then

the internal coocling is
provided, and suspending Strat drilling with normal

for 2-3 seconds; parameters,

J— _-..: There will be a gap on radial
© dangsction after ightening with
4 wrench L=0.085--0 1mm(the
1“" gap will be eliminated in
cutting automatically).

-

C229

L.
-]
[=]
=
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£
=
=]

Interchangeable drill technology information



@ suitable workpiece shape

Processing
content

Workpiece

1.

Plane
2

-

Interchangeable drill technology information

Paints for attention during processing

For Stainless steel machining, suggest set up feed rate below 0.15mmirey from entrance to 0.50
depth position;

In arder to removal chip, suggest internal cooling, Recommend internal coolant for better
chip contrgl, eombine internal and external coclant when machining stainless steel materials.

1

H
H

In order to prevent dislocation, when processing the overlapping plate, The workpieces
needed to be fived.

.

There could be interrupted cuts, suggest to set feed rate under half of the recommended
cutting parameters before peripheral edges fully entering the hole;
Fine adjustment are recommened when long chips apearing at entrence.

L=
=
=]
o
a
o
w

:
e

The curve part not recommend.

It can be used for hole machining O‘
on the central axis of the shaft. —' -

Center part machining  Curve part machining

Processing

an Overlapped hole

uonewwown ABojouyna) up ageabueyssa)

i
N

@ Workpiece shape not recommend

Half-section Reaming

C230




HOLEMAKING TOOLS'C ™

Cutting parameters for mterchangahla drill

/" Recommended cutting parameters of Interchangeable drills

Diameterimm)
Workpiece Cutting gpeed 12-13.9 14-159 16-17.9 18-19.9 20-229 23259
materials (m/min}
Feed rate Feed rate Feed rate Feed rate Feed rate Feed rate
T it mmir T mmr MImr
Soft steel a0 0.12 0.14 016 0.18 0.20 0.22
HB < 180 115 0.18 0.21 0.23 0.26 0.29 0.32
150 0.25 0.28 0.31 0.34 037 0.40
steel 70 o1 0.13 0.15 017 019 0.21
Alloy steel 105 0.17 0.20 0.22 0.24 0.26 0.28
~ 30HRC 140 0.23 0.26 028 0.3z 0.34 0.36
50 0.10 012 0.14 0.16 0,18 0.20
steel 65 0.15 047 0.20 0.z2 024 0.26
~ 40HRC a0 0.20 0.23 0.26 0.29 032 0.34
; 30 0.10 0.1 0.12 0.13 0.14 0.15
HBANAE & 50 B2 D14 D18 b.18 0.20 0.21
steel 70 0.15 0.28 0.20 0.23 0.26 0.28
80 0.1 0.13 0.15 017 0.19 0.21
Castiron 115 017 0.20 0.22 0.24 0.26 0.28
150 0.23 0.26 0.28 0.3z 0.34 0.36
Nodul 80 o1 0.13 0.15 0.7 0.1% a2
s r:; %0 0.17 0.20 0.22 0.24 0.26 0.28
' 120 0.23 0.26 029 0.32 0,34 0.3 =
2
: 30 0.16 0.18 0.20 0.24 027 0.30 =
| a1
P ﬁ.l’u;:mm 140 0.20 0.23 0.25 0.28 031 0.35 £
= oy 180 0.24 0.28 0.29 0.32 0.35 0.40 =
Heat 15 0.06 0.08 0.10 010 012 012
resistant 20 0.08 0.10 0,12 0.14 018 0.17
alloy 25 o1 0.13 0.15 0.18 0.20 0.22

MNole: pleasa set feed rale below 1o the recommendation parameter refarming to the drill head diameters increasing(1.50—30—50—80).
Criteria: for 1,50, 30, 50=80% or below, BD=60% or below,
Cooling: adopt intemal coeling or extemal cooling drilling no mane than 20, dry cutting is prohibited!

=
=
2
=]
]
£
E
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o
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