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ZCC-CT
WELCOME TO ZCC CUTTING TOOLS EUROPE

ZCC-CT, one of the World’s leading carbide tooling manufacturers, welcomes you to its
products. We are able to offer you a wide product range of high performance cutting tools
at economic prices and a good supply service to support the production and productivity
at your manufacturing facilities. You will find the main tool types in the various sections of
the catalogue, Turning is in section A, Milling in section B and Drilling in section C of the
catalogue.

We are looking forward to working with you and developing good cooperation together.
Our team at ZCC Cutting Tools Europe is ready to support you in all of your requirements.
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2.5 Memberof Minmetals Group

EUROPEAN HEADQUARTER / HAUPTSITZ IN EUROPA:

ZCC Cutting Tools GmbH, Heltorfer Str.12, 40472 Dusseldorf, Germany
Tel.: +49 (0) 211/989240-0, Fax: +49 (0) 211/ 989240-111

E-Mail: info@zccct-europe.com, www.zccct-europe.com, www.zccct.com
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Boring Tools

Drillse c2-c143

Solid carbide drills | C2-C98
Indexable U drill | €99-C129
Interchangeable head drills | ¢c130-c143




——— How to choose the right solid carbide drills

/ How to choose the right solid carbide drills \

——————o Shape

———® Shape size

————= Product category

T series for machining of soft steel, stainless steel \

140 (= S
< - b
Interal coolant Straight shank l2 3 e
Internal coolant Whistle notch shank
® First choice for drilling soft steel and stainless steel.
® Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
. - Basic di
Drill Drilling .
3 Cooling | Shank Shank | Overall
d&i'('::‘;r d(flzt;' mode | type T2 diameter | Tongin | Flute length [EETE T Hlshank lengtn)  grade
dz2(hs) (1] I2 I3 la KDG303
3 Straight 1534ST03C-0300 6 62 20 14 36 %
3.0 5 shank 1536ST05C-0300 6 66 28 2 36 *
5 \Whistle notch) 1736ST05C-0300 6 66 28 23 36 %
3 Straight 1534ST03C-0310 6 62 20 14 36 *
341 5 shank 1536ST05C-0310 6 66 28 23 36 %
5 Vhistienolchl  17365T05C-0310 6 66 28 23 36 #
3 Straight 1534ST03C-0320 6 62 20 14 36 ¥
3.2 5 shank 1536ST05C-0320 6 66 28 2 36 %
5 VWhistle nolch]  17365T05C-0320 6 66 28 23 36 *
3 Straight 1534ST03C-0325 6 62 20 14 36 *
325 5 | Internal | shank 1536ST05C-0325 6 66 2 23 3 .
coolant
5 Vhistlenolch - 17365T05C-0325 6 66 28 23 36 *
3 Straight 1534ST03C-0330 6 62 20 14 36 e
3.3 5 shank 1536ST05C-0330 6 66 28 2 36 *
5 VWhistle nolch]  17365T05C-0330 6 66 28 23 36 *
3 Straight 1534ST03C-0340 6 62 20 14 36 *
34 5 shank 1536ST05C-0340 6 66 28 23 36 *
5 histle noteh) 1736ST05C-0340 6 66 28 23 36 #
3 Straight 1534ST03C-0350 6 62 20 14 36 %
3.5 5 shank 1536ST05C-0350 6 66 28 23 36 *
5 Vhistle nolch|  17365T05C-0350 6 66 28 2 36 *
Y Recommended grade ( produce according to order)
p>> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade i Carbon | Pre-hardened steel, Hardened steel . " Heat
fasieel | steol Stainless | Gastiron | Nedular | Auminum | Copper | rogistant
< Alloy sieel | ~40HRC | ~50HRC | ~60HRC Y Y alloy
KDG303| © o | | o o
Codm Cutting pa@ Cutting /d Non-standard i
Cce ce3 C87-C93 €94-C98
Specifications @
————= Applicable workpiece Type, depth of drilling, cooling system, type
material range of shank, basic dimensions and grade.

= Product features

‘0 Code key, cutting parameters,
technical information, non-standard customization

c2



BORING TOOL

Drills>

Drilling tools overviews C4

Solid carbide drills ¢ C5-C98

Grade introduction for solid carbide drills c5
Solid carbide drills code key c6
Solid carbide drills overview C9-C78
Recommended cutting parameters for
solid carbide drills C79-C86
Technical information for solid carbide drills C87-C93

Non-standard customization tools C94-C98

Indexable U drill C99-C129

U drills code key C100

U drills overview C103-C121

U drills code key C122-C123

U drills inserts overview C124-C126
Technical information for U drills C127

Recommended cutting parameters for C128-129
U drills

C130-C143

Interchangeable head drills

Interchangeable head drills code key C131
Interchangeable head drill tool holders overview C132-C135
Interchangeable head drills overview C136-C140

v

Technical information for interchaneable C141-C142
head drills

Recommended cutting parameters fore  C143
interchaneable head drills

C3
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Drilling tools overview

Ve

Drilling tools overview

A

Workpiece material Page
)
: e ¢ ECOLI O ¢ | g
o) O =
s 5| 3 8 =
S . e lolole|(Q|Z|Z|Z| S =4
g T‘é‘:ﬁsc’f Type Shape of drills 2 ) S|g/g/8 /5|8 & = a
f 2| 3 |#/2|2|5/3(8/8| & | B
=] lo% = ® |5 |o |3 |8 |&m |2 o =
(0] «Q 1) » @ = 3 = W)
v 3| 3|3 |4 3
@ | @ S lo |a o
215 |8 ©
< = (2]
External
GDO03 SR P— | g 2925 | O | OO |0 |0O|O
o
(0] _ Internal
3 GDO03C EE— |0 23025 | O | 0| 0| 0[O0
S
3 | Twist dril| GDOS e ———- if;::;' 22025 | O |0 |0 |00 |O C9-C44 | CT79-C80
[e]
=7
5 GDO5C P m— "™ g3.025 | O |0 |00 | 0|0
2 . . cooling
Internal
GD08C P — || 23018 | O | 0| O] 0| 0|0
o
=9 . .| 1588SL Internal
=5 T — | - -
58 Twist drill 12/20/30C cooling @3-020 | O | O] O|O0|0O|O C48-C51 C81
==
= & | Twist drill| 1534SP B """ gpu |0|0|0|0|O]|O C52-C53 | 82
a g — | cooling
o Internal
23 1535T03C | EemmeE— " 03020 | 0| O | © o
2 o
@ = | Twist drill| 1536ST05C | e m— | | 03-020 | O | O | O o cs5-C67 | C83
(2]
w 2
= @
D @ Internal
8 17365T05C | EeNSEEEITTTE 1o o300 | 0| O | © o
1105SC03 e feo Ec:;::;l 22-216 o|o
Twist drill - ©68-71 c83
- — | CX(EMNA
T 1101SC05 S =S il o|o
Q Three -~z External
S | fute aril | 1165PA03 S e am— | oy | 93020 o|le|le|o cr2-c75 | C84
=3 External
E N -
3 Straight 1576PC05 ccoling @4-320 O| 0
8 | flute dril Internal crecrr | c8s
o 1579PC15C | S 3 cooling @5-314 O | 0O
= —~—
> | 1143sC90 Sp—— Bl 5 20 o|o
Centering cooling c78 86
drill External
1143SC120 | e— woing| 25920 oo
= ZSD
a PP ™™ 00| 00| 0| 0|00 C103-C114 |C130-C129
2 X 02/03/04/05 cooling
&2 | Udil
(2]
= ZTD e — e B
= P - = Y | cooling| 213250 | © | © | O | © | O C118-C121|C130-C129
igg
S 8 | Interchangeable| ZTK g Internal g :
&5 eails | 015/03104/08 = | fooing| 212925/ 0| © | O | 0| © C132-C135| C151
o =
L &

c4

OVery suitable OSuitable



e

Grade introduction of solid carbide drills

Grade introduction of solid carbide drills

o Coated grade

KDG3013

insert edge.

cutting resistance for smoother chip evacuation and higher security.

e ——
.'—‘-'s ‘.-}l

AICrN substrate composite coating KDG3013 Conventional coating

L N

KDG303

Ultra-fine carbide substrate with high strength, . -
toughness and wear resistance, in combination
with nano-structured nc-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. Common TIAIN coating nc-TIAIN coating

> Uncoated grade

YK20Fr

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

W e 7

YK3OFK

Ultra-fine carbide substrate with high strength, toughness and wear resistance
gives the cutting edge perfect strength.

New AICrN substrate composite coating, with excellent abrasion
resistance and bonding resistance, improves the stability of the

Unique coating after-treatment technology effectively reduces the

C5
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Drilling Tools V/

Solid carbide drills code key

/ Solid carbide drills code key N\

Type to tool Mode of cooling Type of shank

GD P Twist Drills for General Machining | | C » Intrnal coolmg S P slim shank
Default P Extemal coolmg Default p» meet DIN6535HA standard

coJos[c[.0600

Length code Specification

03 P 3d 0600 P Nominal diameter in compliance with DIN6535HA regulation
05 p 5d

08 P> 8d
Code Description
1 As per DIN338
2 | As per DIN1897 s —
3 | As per QJ/ZZQ(T0)01.001.002 Clats Diesiilsitorn
4 | As per DIN6537K SL Deep twist drills
5 | As per DIN6537K ST | Twist drill for soft steel, stainless steel
6 | As per DINGS37K SC | Twist drill for AL alloy and cast iron
7 | As per the rule ZZC-C in QJ/ZZQ(T0O)01.001.002 - -
8 | As per the rule ZZC-D in QJ/ZZQ(T0)01.001.002 PA | Three flute drill for AL alloy and cast iron
9 | As per the rule ZZC-E in QJ/ZZQ(T0)01.001.002 PC | Straight flute drill for aluminum, cast iron
Length code Geometry
Code Description ‘ Code Description
C Internal coolant
! Drills Default| External coolant
Type to tool Mode of cooling
@ D : . D ) . -
Type of shank Type of drill Specification
Code Description Code Description Code Description ‘
1 | Straight shank 0 Twist drill 0850 Nominal diameter of
2 | Square head straight shank as per DIN10 3 Multiple functions twist drill drill
3 | Double flattened straight shank as per DIN1809 4 Centering drill
5 | Straight shank as per DIN6535HA 5 Step drill
7 | Whistle notch shank as per DIN6535HE 7 Straight flute drill
L 9 | Tapered shank L 8 Deep drill

Identification of drilling depth

Cutting depth shown when the tool is non-pilot drill | | Point angle identification shown when tool is pilot drill
Code Description Code Description
03 (2~3)d ’ - © —f
90 pilot drill with 90° point angle
05 (4~5)d
08 (7~8)d
12 (12)d 120 pilot drill with 120° point angle
15 (15) d
20 (20) d
30 (30) d




series

f Twist|Drillskfor
Machining

Application range

Versatile, for high efficiency
machining in a variety of material
e.g. P(steel), M(stainless steel), K
(Cast iron).

@ Linear cutting edge with high
strength.

Optimized drill point structure
for better cutting performance.

=

@ Simulation in combination with testing
for superior overall performance.

@ Professional after treatment for

coating ensures low-resistance
‘ high-efficiency machining.

@ Double edge-line design for
improved machining stability.




Long and stable tool life

GD series drill

B company

GD series drill

B company

A company

tool: GD05C-0560

workpiece material: C70S6(HRC30)
Vc=100m/min; f=0.15mm/r; H=27mm
cooling system: water soluble cooling

Tool life(m)

wear, still
usable J

tool: GDO05C-1000

workpiece material: 45steel(HB180)
Vc=150m/min; f=0.25mm/r; H=40mm
cooling system: water soluble cooling

n

GD series drill

Tool life(m)

outstanding machining precision

quality of hole wall:

tool: GD03C-0820

workpiece material: C70S6(HRC30)
Ve=120m/min; f=0.23mm/r; H=30mm;
cooling system: water soluble cooling

A company

excellent chip breaking performance

chip breaking performance:

tool: GD05C-0600 % v
workpiece material: 1Cr18Ni9Ti(HB180) ; P ‘
Ve=75m/min; f=0.2mm/r; H=30mm; A5 ‘#«
cooling system: water soluble cooling ; @

*” 3

GD series drill

A company



GD series
GD series General machining ~
~ 31407} = - L »gl
: e s \' — — I3
12 l4
External coolant Straight shank I
— ~ Ce— 13
Internal coolant Straight shank l2 I la
’
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Dril_ | Brlling Cooling| Shank Shank | Overall | Flute R ded Shank
diameter| depth Type A perd Licgykacommende anK | cutting taps /
d1(m7) (|/d) mode | type Y diameter | length | length | drilling depth | length tread milling | forming taps |KDG3013
dz(he) | It I2 I3 l4 cutters
3 GD03-0200S 3 58 13 9 28 )
5 GD05-0200S 3 58 18 14 28 (¢)
2.0 NO.2-64UNF
3 GDO03-0200 4 58 13 9 28 [ ]
5 GD05-0200 4 58 18 14 28 )
3 GDO03-0210S 3 58 13 9 28 O
) GDO05-0210S & 58 18 14 28 (@]
21 NO.3-48UNC
3 GD03-0210 4 58 13 9 28 )
5 GD05-0210 4 58 18 14 28 [}
3 GD03-0215S 3 58 13 9 28 O
245 ) External | Straight GDO05-0215S 3 58 18 14 28 O
. NO.3-56UNF
3 | coolant) shank | Gpo3-0215 4 58 13 9 28 ° 2
5 GD05-0215 4 58 18 14 28 ° Ei
3 GD03-0220S 3 58 13 9 28 (@] 8
2.9 5 GD05-0220S 3 58 18 14 28 O
’ 3 GD03-0220 4 58 13 9 28 °
5] GD05-0220 4 58 18 14 28 [ ]
3 GD03-0230S 3 58 13 9 28 (@]
23 5 GD05-0230S 3 58 18 14 28 M2.5%0.45 @)
’ 3 GD03-0230 4 58 13 9 28 NO.3-56UNF [ ]
5 GD05-0230 4 58 18 14 28 )
@ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mild steel C;;%?” PlisHiidlane sitgsl el s | gfress Castiron | Nodular | Aluminum | Copper regizta;nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 O @) © O @) (@) O
Codm Cutting para{ete_rg Technical inf@ Non-standard customizationﬁg
C6 C79-C80 C87-C93 C94-C98

C9
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GD series

GD series General machining

% 51407} - -—- 4
d e —— :
12 l4
External coolant Straight shank 11
: _ - 5[140° &
! \_e ‘\g | — i I3
Internal coolant Straight shank l2 I l4
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. -~ Basic dimension(mm) Suitable for thread Grade
onl[onira Cooling| Shank Shank | Overall | Flute R ded| Shank
diameter| depth Type A peta ol e a0 | cutting taps /
d (m7) (I /d) mode | type diameter | length | length | drilingdepth | length tread milling | forming taps [KDG3013
d2(hs) I1 I2 I3 l4 cutters
3 GD03-0235S 3 58 17 12 28 O
5 GD05-0235S ) 58 22 17 28 (@]
2.35 NO.4-40UNC
3 GD03-0235 4 58 17 12 28 °
5 GD05-0235 4 58 22 17 28 [}
3 GD03-0240S 3 58 17 12 28 (@]
5] GD05-0240S & 58 22 17 28 (@]
24 NO.4-48UNF
3 GD03-0240 4 58 17 12 28 [}
5 GDO05-0240 4 58 22 17 28 [ ]
3 GDO03-0250S 3 58 17 12 28 (@]
5 GD05-0250S 8] 58 22 17 28 O
25 e M3x0.5
3 GDO03-0250 4 58 17 12 28 [}
5 GD05-0250 4 58 22 17 28 [ ]
3 GD03-0255S 3 58 17 12 28 O
5 : GDO05-0255S 3 58 22 17 28 O
2.55 EXtelmat' St{f'gzt NO.4-40UNC
3 | coolant| shan GD03-0255 4 58 17 12 28 )
5 GD05-0255 4 58 22 17 28 [}
3 GDO03-0260S 3 58 17 12 28 O
5 GD05-0260S ) 58 22 17 28 (@]
2.6 NO.4-48UNF
3 GD03-0260 4 58 17 12 28 °
5 GD05-0260 4 58 22 17 28 [}
3 GD03-0265S 3 58 17 12 28 (@]
5 GD05-0265S 3 58 22 17 28 @)
2.65 NO.5-40UNC
3 GD03-0265 4 58 17 12 28 [}
5 GD05-0265 4 58 22 17 28 [ ]
3 GD03-0270S 3 58 17 12 28 @]
5 GDO05-0270S 8] 58 22 17 28 O
2.7 NO.5-44UNF
3 GD03-0270 4 58 17 12 28 [ ]
5 GD05-0270 4 58 22 17 28 [}

C10

@ Stock available O Make-to-order



GD series
Drill | Drilling cootinal Shank o Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(;a:(nnit;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
3 GD03-0280S 3 58 17 12 28 o
- 5 GD05-0280S 3 58 22 17 28 305 o
3 GD03-0280 4 58 17 12 28 °
5 GD05-0280 4 58 22 17 28 °
3 GD03-0285S 3 58 17 12 28 o
285 5 GD05-0285S 3 58 22 17 28 MO 6.32UNC o
3 GD03-0285 4 58 17 12 28 °
5 GD05-0285 4 58 22 17 28 °
3 | external GD03-0290S 3 58 17 12 28 o
5 | coolant GDO05-0290S 3 58 22 17 28 NO.5-40UNC| O
29 3 GD03-0290 4 58 17 12 28 NO5-44UNF| @
5 GD05-0290 4 58 22 17 28 °
3 GD03-0295S 3 58 17 12 28 o
5 GD05-0295S 3 58 22 17 28 o
2.95 NO.6-40UNF
3 GD03-0295 4 58 17 12 28 °
5 GD05-0295 4 58 22 17 28 °
3 Straight| GD03-03008 3 62 20 14 36 o
5 shank | Gp05-0300S 3 66 28 23 36 o
3 | internal GD03C-0300S 3 62 20 14 36 o
5 | coolant GDO05C-0300S 3 66 28 23 36 o
3.0 3 |external GD03-0300 6 62 20 14 36 °
5 | coolant GD05-0300 6 66 28 23 36 °
3 GD03C-0300 6 62 20 14 36 °
5 |Mntomal GD05C-0300 6 66 28 23 36 °
8 GDO08C-0300 6 72 34 29 36 %
3 | external GD03-0310S 4 62 20 14 36 ° a
5 | coolant GD05-0310S 4 66 28 23 36 ° ©
3 | nternal GD03C-0310S 4 62 20 14 36 °
5 | coolant GD05C-0310S 4 66 28 23 36 °
3.1 3 | external GD03-0310 6 62 20 14 36 o
5 | coolant GD05-0310 6 66 28 23 36 o
3 GD03C-0310 6 62 20 14 36 e
5 L"gilr;‘:t' GD05C-0310 6 66 28 23 36 o
8 GD08C-0310 6 72 34 29 36
Note: For drilling depth (I/d) of 8 ,namely GDOSC series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 O (@) @) O (@) (@) O
Codm Cutting para{eteD Technical inf@ Non-standard customizam
Ccé C79-C80 C87-C93 C94-C98

C11
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GD series

GD series General machining
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% 51207} - —-—14
{ e — .
l2 l4
External coolant Straight shank 11
: . 5[140° &
! \_a \e_ | — i 13
Internal coolant Straight shank l2 ? l4
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling cootinal Shank s Bas"ic d:l?nsiv;n(mm)d e Suitable for thread Grade
d¢;a1|'(nn?t7e)r d(le/Fc)it; modeg type Type diarr?gter Ie‘:uegrtah Ienl;;teh gr%ﬁrrrgn:iegptﬁ Ienagrt]h (t:ruettaiggmtﬁlli):g/ forming taps |KDG3013
dz(he) | 1 I2 13 la cutters
3 |External GDO03-03158 4 62 20 14 36 °
5 | coolant GD05-0315S 4 66 28 23 36 °
3 |internal GD03C-0315S 4 62 20 14 36 °
5 | coolant GD05C-0315S 4 66 28 23 36 °
3.15 NO.6-32UNC
3 |External GD03-0315 6 62 20 14 36 o
5 | coolant GD05-0315 6 66 28 23 36 o)
3 |internal GD03C-0315 6 62 20 14 36 o
5 | coolant GD05C-0315 6 66 28 23 36 o
3 |External GD03-0320S 4 62 20 14 36 °
5 | coolant GD05-0320S 4 66 28 23 36 °
3 |internal GD03C-0320S 4 62 20 14 36 °
5 | coolant GD05C-0320S | 4 66 28 23 36 °
3.2 3 |extomal| gadMt| GD03-0320 6 62 | 20 14 36 NO.6-40UNF| O
5 | coolant GD05-0320 6 66 28 23 36 o)
3 GD03C-0320 6 62 20 14 36 o
5 | Inemal GDO05C-0320 6 66 28 23 36 o
8 GD08C-0320 6 72 34 29 36 o
3 |External GD03-0325S 4 62 20 14 36 °
5 | coolant GD05-0325S 4 66 28 23 36 )
3 | internal GD03C-0325S 4 62 20 14 36 °
5 | coolant GD05C-0325S | 4 66 28 23 36 °
328 3 |External GDO03-0325 6 62 20 14 36 e}
5 | coolant GD05-0325 6 66 28 23 36 o
3 | Internal GD03C-0325 6 62 20 14 36 o
5 | coolant GD05C-0325 6 66 28 23 36 )

C12

@ Stock available

O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
3 |Extemal GD03-0330S 4 62 20 14 36 °
5 | coolant GD05-0330S 4 66 28 23 36 °
3 | internal GD03C-0330S 4 62 20 14 36 °
5 | coolant GD05C-0330S 4 66 28 23 36 °
3.3 3 | external GD03-0330 6 62 20 14 36 M4x0.7 o
5 | coolant GD05-0330 6 66 28 23 36 o
3 GD03C-0330 6 62 20 14 36 0
5 L"gﬁlr;‘:t' GD05C-0330 6 66 28 23 36 o
8 GD08C-0330 6 72 34 29 36 o
3 |External GD03-0340S 4 62 20 14 36 °
5 | coolant GD05-0340S 4 66 28 23 36 °
3 | internal GD03C-0340S 4 62 20 14 36 °
5 | coolant GD05C-0340S 4 66 28 23 36 )
3.4 3 |External GD03-0340 6 62 20 14 36 o
5 | coolant GD05-0340 6 66 28 23 36 o
3 GD03C-0340 6 62 20 14 36 o
5 | Inemel GD05C-0340 6 66 28 23 36 0o
8 Straight| GD08C-0340 6 72 34 29 36 o
3 |external| "™ | GD03-03508 4 62 20 14 36 °
5 | coolant GD05-03508 4 66 28 23 36 °
3 | \nternal GD03C-0350S 4 62 20 14 36 °
5 | coolant GD05C-0350S | 4 66 28 23 36 M4x0.5 °
3.5 3 | external GD03-0350 6 62 20 14 36 |NO.8-32UNC o
5 | coolant GD05-0350 6 66 28 23 36 |NO.8-36UNF o
3 GD03C-0350 6 62 20 14 36 o g
5 | Inemal GDO05C-0350 6 66 28 23 36 0 é
8 GD08C-0350 6 72 34 29 36 o
3 | external GD03-0360S 4 62 20 14 36 °
5 | coolant GD05-0360S 4 66 28 23 36 )
3 | internal GD03C-0360S 4 62 20 14 36 °
5 | coolant GD05C-0360S | 4 66 28 23 36 °
3.6 3 | external GD03-0360 6 62 20 14 36 o
5 | coolant GD05-0360 6 66 28 23 36 o)
3 GD03C-0360 6 62 20 14 36 o
5 | Inemel GDO05C-0360 6 66 28 23 36 o
8 GD08C-0360 6 72 34 29 36 o
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 O (@) (@) O (@) © @]
Codm Cutting para{eteD Technical inf@ Non-standard customizam
Ccé C79-C80 C87-C93 C94-C98
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GD series

GD series General machining

o
=1
5|
Q |
-
o |
o !
(ll'v‘

B 51207} - -—- 4
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l2 l4
External coolant Straight shank 11
S U i e— a0
— — | — 13
Internal coolant Straight shank l2 I l4
;
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Drill | Driling - il Shank Shank | Overall | Fiute |R ded Shank
diameter| depth Type >narn verd ute - JReco | Shank | cutting taps /
di(m7) | (/d) mode | type ypP diameter | length | length | drilling depth | length tread milling | forming taps [KDG3013
d2(hs) I I2 I3 la cutters
3 |External GDO03-0370S 4 62 20 14 36 )
5 | coolant GD05-0370S 4 66 28 23 36 °
3 | Internal GD03C-0370S 4 62 20 14 36 )
5 | coolant GD05C-0370S 4 66 28 23 36 °
3.7 3 | External GD03-0370 6 62 20 14 36 M4x0.7 e}
5 | coolant GD05-0370 6 66 28 23 36 )
3 GD03C-0370 6 62 20 14 36 )
5 |Inema GDO05C-0370 6 66 28 23 36 o
8 GD08C-0370 6 72 34 29 36 le)
3 |External GDO03-0380S 4 66 24 17 36 )
5 | coolant GD05-0380S 4 74 36 29 36 °
3 | Internal GD03C-0380S 4 66 24 17 36 )
5 | coolant Straight| GD05C-0380S 4 74 36 29 36 °
M4x0.5
3.8 3 shank | Gp03-0380 6 66 24 17 36 0
External NO.8-32UNC
5 | coolant GD05-0380 6 74 36 29 36 o
3 GD03C-0380 6 66 24 17 36 e)
5 | Inemel GDO05C-0380 6 74 36 29 36 o
8 GD08C-0380 6 81 43 36 36 o
3 | External GDO03-0385S 4 66 24 17 36 )
5 | coolant GD05-0385S 4 74 36 29 36 °
3 | Internal GD03C-0385S 4 66 24 17 36 )
5 | coolant GD05C-0385S 4 74 36 29 36 °
3.85 NO.8-36UNF
3 |External GD03-0385 6 66 24 17 36 o
5 | coolant GD05-0385 6 74 36 29 36 o
3 | Internal GD03C-0385 6 66 24 17 36 o
5 | coolant GD05C-0385 6 74 36 29 36 o)

C14

@ Stock available

O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
3 |Extemal GD03-0390S 4 66 24 17 36 °
5 | coolant GD05-0390S 4 74 36 29 36 °
3 | internal GD03C-0390S 4 66 24 17 36 °
5 | coolant GD05C-0390S 4 74 36 29 36 °
3.9 3 | external GD03-0390 6 66 24 17 36 ;‘i:; o
5 | coolant GD05-0390 6 74 36 29 36 o
3 GD03C-0390 6 66 24 17 36 o
5 L"gﬁlr;‘:t' GD05C-0390 6 74 36 29 36 o
8 GD08C-0390 6 81 43 36 36 o
3 |External GD03-0400S 4 66 24 17 36 °
5 | coolant GD05-0400S 4 74 36 29 36 °
3 | internal GD03C-0400S 4 66 24 17 36 °
5 | coolant GD05C-0400S 4 74 36 29 36 )
4.0 3 |External GD03-0400 6 66 24 17 36 o
5 | coolant GD05-0400 6 74 36 29 36 o
3 GD03C-0400 6 66 24 17 36 o
5 | Inemel GD05C-0400 6 74 36 29 36 0o
8 Straight|  GD0BC-0400 6 81 43 36 36 o
3 |exernal| M™% | GDO03-0410S 5 66 24 17 36 0
5 | coolant GD05-0410S 5 74 36 29 36 o
3 | \nternal GD03C-0410S 5 66 24 17 36 o
5 | coolant GD05C-0410S 5 74 36 29 36 o
41 3 |Extemal GD03-0410 6 66 24 17 36 NO.10-32UNF °
5 | coolant GD05-0410 6 74 36 29 36 °
3 GD03C-0410 6 66 24 17 36 ° %
5 | Inemal GDO05C-0410 6 74 36 29 36 ° é
8 GD08C-0410 6 81 43 36 36 o
3 | external GD03-0420S 5 66 24 17 36 o
5 | coolant GD05-0420S 5 74 36 29 36 )
3 | internal GD03C-0420S 5 66 24 17 36 o
5 | coolant GD05C-0420S 5 74 36 29 36 o
4.2 3 |External GD03-0420 6 66 24 17 36 M5x0.8 °
5 | coolant GD05-0420 6 74 36 29 36 °
3 GD03C-0420 6 66 24 17 36 °
5 | Inemel GDO05C-0420 6 74 36 29 36 °
8 GD08C-0420 6 81 43 36 36 o
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esifien | Elly alley alloy
KDG3013 O (@) (@) O (@) © @]
Codm Cutting para{eteD Technical inf@ Non-standard customizam
cé C79-C80 C87-C93 C94-C98
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GD series

GD series General machining

o
=1
5|
Q |
-
o |
o !
(ll'v‘

. 51407} - —-—14
e — :
l2 l4
External coolant Straight shank 11
: _ - 5[140° &
! \_e ‘\g | — i 13
Internal coolant Straight shank l2 I l4
;
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Drill | Driling - il Shank Shank | Overall | Fiute |R ded Shank
diameter| depth Type >narn verd ute - JReco | Shank | cutting taps /
di(m7) | (/d) mode | type ypP diameter | length | length | drilling depth | length tread milling | forming taps [KDG3013
d2(he) | It l2 I3 l4 cutters
3 |External GD03-0430S 5 66 24 17 36 (e)
5 | coolant GD05-0430S 5 74 36 29 36 o
3 | Internal GD03C-0430S 5 66 24 17 36 (¢)
5 | coolant GD05C-0430S 5 74 36 29 36 o
4.3 3 | External GD03-0430 6 66 24 17 36 )
5 | coolant GD05-0430 6 74 36 29 36 )
3 GD03C-0430 6 66 24 17 36 )
5 |Inema GDO05C-0430 6 74 36 29 36 °
8 GD08C-0430 6 81 43 36 36 e)
3 |External GD03-0435S 5 66 24 17 36 e)
5 | coolant GD05-0435S 5 74 36 29 36 o
3 | internal GD03C-0435S 5 66 24 17 36 le)
5 | coolant ; GD05C-0435S 5 74 36 29 36 ()
Straight N g
4.3 shank ¥ NO.10-24UNC
3 |External GD03-0435 6 66 24 17 36 )
5 | coolant GD05-0435 6 74 36 29 36 °
3 | Internal GD03C-0435 6 66 24 17 36 )
5 | coolant GD05C-0435 6 74 36 29 36 °
3 |External GD03-0440S 5 66 24 17 36 e)
5 | coolant GD05-0440S 5 74 36 29 36 ()
3 | Internal GD03C-0440S 5 66 24 17 36 le)
5 | coolant GD05C-0440S 5 74 36 29 36 o
4.4 3 |External GD03-0440 6 66 24 17 36 )
5 | coolant GDO05-0440 6 74 36 29 36 °
3 GD03C-0440 6 66 24 17 36 )
5 'Crg;';‘:t' GD05C-0440 6 74 36 29 36 °
8 GD08C-0440 6 81 43 36 36 le)

C16

@ Stock available

O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
3 |Extemal GD03-0445S 5 66 24 17 36 o
5 | coolant GD05-0445S 5 74 36 29 36 o
3 | nternal GD03C-0445S 5 66 24 17 36 o
ads 5 | coolant GD05C-0445S 5 74 36 29 36 OL10.52UNF o
3 | external GD03-0445 6 66 24 17 36 °
5 | coolant GDO05-0445 6 74 36 29 36 °
3 | internal GD03C-0445 6 66 24 17 36 °
5 | coolant GD05C-0445 6 74 36 29 36 °
3 | external GD03-0450S 5 66 24 17 36 o
5 | coolant GD05-0450S 5 74 36 29 36 ¢}
3 | internal GD03C-0450S 5 66 24 17 36 o
5 | coolant GDO05C-0450S 5 74 36 29 36 o
45 3 | external GD03-0450 6 66 24 17 T °
5 | coolant GD05-0450 6 74 36 29 36 Mo05 °
3 GD03C-0450 6 66 24 17 36 °
5 | Intemal GDO05C-0450 6 74 36 29 36 °
8 Straight| GD08C-0450 6 81 43 36 36 o
3 |external| S | GDO03-0460S 5 66 2 17 36 o
5 | coolant GD05-0460S 5 74 36 29 36 o
3 | internal GD03C-0460S 5 66 24 17 36 o
5 | coolant GD05C-0460S 5 74 36 29 36 ¢
4.6 3 | external GD03-0460 6 66 24 17 36 °
5 | coolant GD05-0460 6 74 36 29 36 °
3 GD03C-0460 6 66 24 17 36 °
5 | Intemal GDO05C-0460 6 74 36 29 36 ° %
8 GD08C-0460 6 81 43 36 36 o a
3 |Extemal GD03-0465S 5 66 24 17 36 o ©
5 | coolant GD05-0465S 5 74 36 29 36 o
3 | internal GD03C-0465S 5 66 24 17 36 o
465 5 | coolant GD05C-0465S 5 74 36 29 36 0.8 o
3 | external GD03-0465 6 66 24 17 36 °
5 | coolant GD05-0465 6 74 36 29 36 °
3 | internal GD03C-0465 6 66 24 17 36 °
5 | coolant GD05C-0465 6 74 36 29 36 °
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esifien | Elly alley alloy
KDG3013 o @) (@) ¢) (@) (¢} o)
Codm Cutting para{eteD Technical inf@ Non-standard customizam
Ccé C79-C80 C87-C93 C94-C98
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GD series

GD series General machining
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l2 l4
External coolant Straight shank 11
l' m - 3[140° =
— - | —— 13
Internal coolant Straight shank l2 ? l4
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling cootinal Shank oo Bas"ic d:l?nsi?‘n(mm) e Suitable for thread Grade
d(;a1r(nn:t7e)r d(le/'zit; modeg type Type diar:gter Ie‘:'legrtah Ienl;;teh r‘cming depthl Ienagrt]h (t:ruetgggmtﬁlli):g/ forming taps |KDG3013
d2(he) | It l2 I3 l4 cutters
3 |External GD03-0470S 5 66 24 17 36 e}
5 | coolant GD05-0470S 5 74 36 29 36 o
3 | Internal GD03C-0470S 5 66 24 17 36 e}
5 | coolant GD05C-0470S 5 74 36 29 36 o)
4.7 3 | External GDO03-0470 6 66 24 17 36  [NO.12-28UNF )
5 | coolant GD05-0470 6 74 36 29 36 )
3 GD03C-0470 6 66 24 17 36 °
5 |Inema GDO05C-0470 6 74 36 29 36 °
8 GDO08C-0470 6 81 43 36 36 (e)
3 |External GD03-0480S 5 66 28 20 36 )
5 | coolant GD05-0480S 5 82 44 35 36 o
3 | internal GDO03C-0480S 5 66 28 20 36 )
5 | coolant GD05C-0480S 5 82 44 35 36 ()
438 3 |external S:La:g:t GD03-0480 6 66 28 20 36 M5x0.5 °
5 | coolant GD05-0480 6 82 44 35 36 °
3 GD03C-0480 6 66 28 20 36 )
5 | Inemel GDO05C-0480 6 82 44 35 36 °
8 GD08C-0480 6 95 57 48 36 )
3 | External GD03-0490S 5 66 28 20 36 ()
5 | coolant GD05-0490S 5 82 44 35 36 o)
3 | internal GD03C-0490S 5 66 28 20 36 (¢)
5 | coolant GD05C-0490S 5 82 44 35 36 )
4.9 3 |External GD03-0490 6 66 28 20 36 °
5 | coolant GD05-0490 6 82 44 35 36 °
3 GDO03C-0490 6 66 28 20 36 )
5 | Inemel GDO05C-0490 6 82 44 35 36 °
8 GD08C-0490 6 95 57 48 36 ()

C18

@ Stock available

O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
3 |External GD03-05008 5 66 28 20 36 o
5 | coolant GD05-05008 5 82 44 35 36 o
3 | internal GD03C-0500S 5 66 28 20 36 o
5 | coolant GD05C-0500S 5 82 44 35 36 o
5.0 3 | external GD03-0500 6 66 28 20 36 M6x1  [NO.12-24UNC, @
5 | coolant GD05-0500 6 82 44 35 36 °
3 GD03C-0500 6 66 28 20 36 °
5 |Mnoma GDO05C-0500 6 82 44 35 36 °
8 GD08C-0500 6 95 57 48 36 o
3 |Extemal GD03-0510 6 66 28 20 36 °
5 | coolant GD05-0510 6 82 44 35 36 °
5.1 3 GD03C-0510 6 66 28 20 36 | 1/4-20UNC NO.12-28UNF| @
5 | Inemal GDO05C-0510 6 82 44 35 36 °
8 GD08C-0510 6 95 57 48 36 o
3 | external GD03-0520 6 66 28 20 36 °
5 | coolant GD05-0520 6 82 44 35 36 )
5.2 3 o Sst[]‘:gzt GD03C-0520 6 66 28 20 36 °
5 | cootart GD05C-0520 6 82 44 35 36 °
8 GD08C-0520 6 95 57 48 36 o
3 |Extemal GD03-0525 6 66 28 20 36 °
5 | coolant GD05-0525 6 82 44 35 36 °
5.25 M6x0.75
3 | nternal GD03C-0525 6 66 28 20 36 °
5 | coolant GD05C-0525 6 82 44 35 36 °
3 |Extemal GD03-0530 6 66 28 20 36 °
5 | coolant GD05-0530 6 82 44 35 36 ° %
5.3 3 GD03C-0530 6 66 28 20 36 ° a
5 | Inemal GDO05C-0530 6 82 44 35 36 ° ©
8 GD08C-0530 6 95 57 48 36 0
3 |External GD03-0540 6 66 28 20 36 °
5 | coolant GD05-0540 6 82 44 35 36 °
5.4 3 GD03C-0540 6 66 28 20 36 °
5 | Inemel GDO05C-0540 6 82 44 35 36 °
8 GD08C-0540 6 95 57 48 36 o
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 O (@) (@) O (@) © @]
Codm Cutting para{eteD Technical inf@ Non-standard customizam
Ccé C79-C80 C87-C93 C94-C98
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GD series

GD series General machining

~
% 51407} - -—- 4
{ A — B
l2 l4
External coolant Straight shank 11
l' m - 3[140° =
— - | —— 13
Internal coolant Straight shank l2 ? l4
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling cootinal Shank oo Bas"ic d:l?nsi?‘n(mm) e Suitable for thread Grade
d(;a1r(nn:t7e)r d(le/'zit; modeg type Type diar:gter Ie‘:'legrtah Ienl;;teh r‘cming depthl Ienagrt]h (t:ruetgggmtﬁlli):g/ forming taps |KDG3013
d2(he) | It l2 I3 l4 cutters
3 |extemnal GD03-0550 6 66 28 20 36 °
5 | coolant GD05-0550 6 82 44 35 36 °
5.5 3 GD03C-0550 6 66 28 20 36 1/4-28UNF °
5 | Inemel GDO05C-0550 6 82 44 35 36 °
8 GD08C-0550 6 95 57 48 36 o
3 |external GD03-0555 6 66 28 20 36 °
5 | coolant GD05-0555 6 82 44 35 36 °
599 3 | internal GD03C-0555 6 66 28 20 36 °
R coolant GD05C-0555 6 82 44 35 36 °
3 |extemnal GD03-0560 6 66 28 20 36 °
5 | coolant GD05-0560 6 82 44 35 36 °
5.6 3 GDO03C-0560 6 66 28 20 36 M6x1 °
5 | Inemal GDO05C-0560 6 82 44 35 36 °
8 Straight|  GD08C-0560 6 95 57 48 36 o
3 |external| "™ | GD03-0570 6 66 28 20 36 )
5 | coolant GD05-0570 6 82 44 35 36 )
5.7 3 GD03C-0570 6 66 28 20 36 M6x0.75 °
5 |Imema GDO05C-0570 6 82 44 35 36 °
8 GD08C-0570 6 95 57 48 36 o)
3 |extemnal GD03-0575 6 66 28 20 36 °
5 | coolant GD05-0575 6 82 44 35 36 °
5.75 1/4-20UNC
3 | intemnal GD03C-0575 6 66 28 20 36 °
5 | coolant GD05C-0575 6 82 44 35 36 °
3 |External GD03-0580 6 66 28 20 36 °
5 | coolant GD05-0580 6 82 44 35 36 °
5.8 3 GD03C-0580 6 66 28 20 36 °
5 | ntemel GDO05C-0580 6 82 44 35 36 °
8 GD08C-0580 6 95 57 48 36 0

C20

@ Stock available

O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
3 |Extemal GD03-0590 6 66 28 20 36 °
5 | coolant GD05-0590 6 82 44 35 36 °
5.9 3 GD03C-0590 6 66 28 20 36 °
5 | Inemal GDO05C-0590 6 82 44 35 36 °
8 GD08C-0590 6 95 57 48 36 o
3 | external GD03-0595 6 66 28 20 36 °
595 5 | coolant GD05-0595 6 82 44 35 36 4 2BUNE )
3 | internal GD03C-0595 6 66 28 20 36 °
5 | coolant GD05C-0595 6 82 44 35 36 °
3 |External GD03-0600 6 66 28 20 36 °
5 | coolant GD05-0600 6 82 44 35 36 °
6.0 3 GD03C-0600 6 66 28 20 36 M7x1 °
5 | Inemal GDO05C-0600 6 82 44 35 36 °
8 GD08C-0600 6 95 57 48 36 o
3 | external GD03-0610S 7 79 34 24 36 o
5 | coolant Straight| GD05-0610S 7 91 53 43 36 o
3 |intemal | "% | GDo3c-0e10s | 7 79 34 24 36 0
5 | coolant GD05C-0610S 7 91 53 43 36 o
6.1 3 | external GD03-0610 8 79 34 24 36 °
5 | coolant GD05-0610 8 91 53 43 36 °
3 GD03C-0610 8 79 34 24 36 °
5 | Intemal GD05C-0610 8 91 53 43 36 °
8 GD08C-0610 8 114 76 66 36 o
3 |External GD03-0620S 7 79 34 24 36 o
5 | coolant GD05-0620S 7 91 53 43 36 o %
3 | internal GD03C-0620S 7 79 34 24 36 o a
5 | coolant GD05C-0620S 7 91 53 43 36 o) ©
6.2 3 | external GD03-0620 8 79 34 24 36 °
5 | coolant GD05-0620 8 91 53 43 36 )
3 GD03C-0620 8 79 34 24 36 °
5 | Intemal GDO05C-0620 8 91 53 43 36 °
8 GD08C-0620 8 114 76 66 36 o
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 0 ©) (©) ¢) (@) (¢} o)
Codm Cutting para{eteD Technical inf@ Non-standard customizam
Ccé C79-C80 C87-C93 C94-C98

C21



sales 09

GD series

GD series General machining
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l2 l4
External coolant Straight shank 11
: . - 5[140° =
! \_e ‘\g | — i 13
Internal coolant Straight shank l2 I l4
;
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Drill | Driling - il Shank Shank | Overall | Fiute |R ded Shank
diameter| depth Type >narn verd ute - JReco | Shank | cutting taps /
di (m7) (I /d) mode | type yp diameter | length | length | drilling depth | length tread milling | forming taps [KDG3013
d2(he) | It l2 I3 l4 cutters
3 |External GD03-0630S 7 79 34 24 36 (e)
5 | coolant GD05-0630S 7 91 53 43 36 o)
3 | Internal GD03C-0630S 7 79 34 24 36 (¢)
5 | coolant GD05C-0630S 7 91 53 43 36 o
6.3 3 |External GD03-0630 8 79 34 24 36 )
5 | coolant GD05-0630 8 91 53 43 36 )
3 GD03C-0630 8 79 34 24 36 )
5 |Inema GDO05C-0630 8 91 53 43 36 °
8 GD08C-0630 8 114 76 66 36 e)
3 |External GD03-0640S 7 79 34 24 36 e)
5 | coolant GD05-0640S 7 91 53 43 36 o
3 | internal GD03C-0640S 7 79 34 24 36 le)
5 | coolant GD05C-0640S 7 91 53 43 36 ()
6.4 3 |external S:La:g:t GD03-0640 8 79 34 24 36 °
5 | coolant GD05-0640 8 91 53 43 36 °
3 GD03C-0640 8 79 34 24 36 )
5 | Inemel GDO05C-0640 8 91 53 43 36 °
8 GD08C-0640 8 14 76 66 36 e)
3 | External GD03-0650S 7 79 34 24 36 (e)
5 | coolant GD05-0650S 7 91 53 43 36 o)
3 | internal GD03C-0650S 7 79 34 24 36 le)
5 | coolant GD05C-0650S 7 91 53 43 36 )
6.5 3 |External GD03-0650 8 79 34 24 36 )
5 | coolant GDO05-0650 8 91 53 43 36 °
3 GD03C-0650 8 79 34 24 36 )
5 | Inemel GDO05C-0650 8 91 53 43 36 °
8 GD08C-0650 8 114 76 66 36 fe)

C22

@ Stock available

O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
3 | external GD03-0660S 7 79 34 24 36 o
5 | coolant GD05-0660S 7 91 53 43 36 o
3 | internal GD03C-0660S 7 79 34 24 36 o
5 | coolant GD05C-0660S 7 91 53 43 36 o
6.6 3 |external GD03-0660 8 79 34 24 36 |5/16-18UNC|  M7x1 °
5 | coolant GD05-0660 8 91 53 43 36 °
3 GD03C-0660 8 79 34 24 36 °
5 |Mnoma GDO05C-0660 8 91 53 43 36 °
8 GDO08C-0660 8 114 76 66 36 o
3 | external GD03-0670S 7 79 34 24 36 o
5 | coolant GD05-0670S 7 91 53 43 36 o
3 | nternal GD03C-0670S 7 79 34 24 36 0
5 | coolant GD05C-0670S 7 91 53 43 36 ¢}
6.7 3 | external GD03-0670 8 79 34 24 36 °
5 | coolant GD05-0670 8 91 53 43 36 °
3 GD03C-0670 8 79 34 24 36 °
5 | Inemal GDO05C-0670 8 91 53 43 36 °
8 Staioht|  GD08C-0670 8 14 | 76 66 36 o
3 | external GD03-0675S 7 79 34 24 36 o
5 | coolant GD05-0675S 7 91 53 43 36 0
3 | internal GD03C-0675S 7 79 34 24 36 o
5 | coolant GD05C-0675S 7 91 53 43 36 o
6.75 M8x1.25
3 | external GD03-0675 8 79 34 24 36 °
5 | coolant GD05-0675 8 91 53 43 36 °
3 | internal GD03C-0675 8 79 34 24 36 ° %
5 | coolant GD05C-0675 8 91 53 43 36 ) a
3 | external GD03-0680S 7 79 34 24 36 o ©
5 | coolant GD05-0680S 7 91 53 43 36 o
3 | nternal GD03C-0680S 7 79 34 24 36 o
5 | coolant GD05C-0680S 7 91 53 43 36 0
6.8 3 |External GD03-0680 8 79 34 24 36 °
5 | coolant GD05-0680 8 91 53 43 36 )
3 GD03C-0680 8 79 34 24 36 °
5 g‘;:lr;:‘t' GD05C-0680 8 91 53 43 36 °
8 GD08C-0680 8 114 76 66 36 o
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 O (@) @) O (@) © @]
Codm Cutting para{eteD Technical inf@ Non-standard customizam
Ccé C79-C80 C87-C93 C94-C98

Cc23
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GD series

GD series General machining

~
% 51407} - -—- 4
{ DA — :
l2 l4
External coolant Straight shank 11
: _ - 5[140° &
! \_e ‘\g | —— i 13
Internal coolant Straight shank l2 ? l4
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling cootinal Shank oo Bas"ic d:l?nsi?‘n(mm) e Suitable for thread Grade
d(;a1r(nn:t7e)r d(le/'zit; modeg type Type diar:gter Ie‘:'legrtah Ienl;;teh r‘cming depthl Ienagrt]h (t:ruetgggmtﬁlli):g/ forming taps |KDG3013
d2(he) | It l2 I3 l4 cutters
3 |External GD03-0690S 7 79 34 24 36 e}
5 | coolant GD05-0690S 7 91 53 43 36 o
3 | Internal GD03C-0690S 7 79 34 24 36 e}
5 | coolant GD05C-0690S 7 91 53 43 36 o)
6.9 3 |External GDO03-0690 8 79 34 24 36 | 5/16-24UNF )
5 | coolant GD05-0690 8 91 53 43 36 )
3 GD03C-0690 8 79 34 24 36 °
5 |Inema GDO05C-0690 8 91 53 43 36 °
8 GD08C-0690 8 114 76 66 36 e}
3 |External GD03-0700S 7 79 34 24 36 e}
5 | coolant GD05-0700S 7 91 53 43 36 o
3 | internal GDO03C-0700S 7 79 34 24 36 e}
5 | coolant GD05C-0700S 7 91 53 43 36 ()
7.0 3 |Extemal| Straight| GD03-0700 8 79 34 24 36 M8x1 °
5 |coolant) shank | Gpgs5.0700 8 91 53 43 36 °
3 GD03C-0700 8 79 34 24 36 °
5 | Inemel GDO05C-0700 8 91 53 43 36 °
8 GD08C-0700 8 116 76 66 36 e}
3 | External GD03-0710 8 79 41 29 36 °
5 | coolant GD05-0710 8 91 53 43 36 °
71 3 GD03C-0710 8 79 41 29 36 °
5 | Intemal GDO05C-0710 8 91 53 43 36 °
8 GD08C-0710 8 116 76 66 36 o
3 |External GDO03-0720 8 79 41 29 36 °
5 | coolant GD05-0720 8 91 53 43 36 °
7.2 3 GD03C-0720 8 79 41 29 36 )
5 | ntemel GDO05C-0720 8 91 53 43 36 °
8 GD08C-0720 8 116 76 66 36 )

C24

@ Stock available O Make-to-order




GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
3 | external GD03-0730 8 79 41 29 36 °
5 | coolant GD05-0730 8 91 53 43 36 °
7.3 3 GD03C-0730 8 79 41 29 36 5/16-18UNC| @
5 | Inemal GDO05C-0730 8 91 53 43 36 °
8 GD08C-0730 8 116 76 66 36 o
3 | external GD03-0740 8 79 41 29 36 °
5 | coolant GD05-0740 8 91 53 43 36 )
7.4 3 GD03C-0740 8 79 41 29 36 °
5 | Intemal GD05C-0740 8 91 53 43 36 °
8 GD08C-0740 8 116 76 66 36 o
3 | external GD03-0745 8 79 41 29 36 °
5 | coolant GD05-0745 8 91 53 43 36 M8x1.25 °
743 3 | nternal GD03C-0745 8 79 41 29 36 5/16-24UNF °
5 | coolant GD05C-0745 8 91 53 43 36 °
3 | external GD03-0750 8 79 41 29 36 °
5 | coolant GD05-0750 8 91 53 43 36 °
7.5 3 Straight|  GD03C-0750 8 79 41 29 36 °
5 |Imomall shank | GD05C-0750 8 91 53 43 36 °
8 GD08C-0750 8 116 76 66 36 0
3 | external GD03-0760 8 79 41 29 36 °
5 | coolant GD05-0760 8 91 53 43 36 °
7.6 3 GD03C-0760 8 79 41 29 36 M8x1 °
5 | Inemel GDO05C-0760 8 91 53 43 36 °
8 GD08C-0760 8 116 76 66 36 o
3 | external GD03-0770 8 79 41 29 36 ° %
5 | coolant GD05-0770 8 91 53 43 36 o a
7.7 3 GD03C-0770 8 79 41 29 36 ° ©
5 | Intemal GD05C-0770 8 91 53 43 36 °
8 GD08C-0770 8 116 76 66 36 ¢
3 | external GD03-0780 8 79 41 29 36 °
5 | coolant GD05-0780 8 91 53 43 36 °
7.8 3 GD03C-0780 8 79 41 29 36 °
5 |Mntomal GDO05C-0780 8 91 53 43 36 °
8 GD08C-0780 8 116 76 66 36 o
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 0 (@) (©) ¢) (@) (@) )
Codm Cutting para{eteD Technical inf@ Non-standard customizam
Ccé C79-C80 C87-C93 C94-C98

C25
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l2 l4
External coolant Straight shank 11
l' m - 3[140° =
— - | —— 13
Internal coolant Straight shank l2 ? l4
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling cootinal Shank oo Bas"ic d:l?nsi?‘n(mm) e Suitable for thread Grade
d(;a1r(nn:t7e)r d(le/'zit; modeg type Type diar:gter Ie‘:'legrtah Ienl;;teh r‘cming depthl Ienagrt]h (t:ruetgggmtﬁlli):g/ forming taps |KDG3013
d2(he) | It l2 I3 l4 cutters
3 |External GDO03-0790 8 79 41 29 36 )
5 | coolant GD05-0790 8 91 53 43 36 °
7.9 3 GD03C-0790 8 79 41 29 36 °
5 | Inemel GDO05C-0790 8 91 53 43 36 °
8 GD08C-0790 8 116 76 66 36 e}
3 |External GDO03-0800 8 79 41 29 36 °
5 | coolant GD05-0800 8 91 53 43 36 °
8.0 3 GD03C-0800 8 79 41 29 36 3/8-16UNC °
5 | Intemal GDO05C-0800 8 91 53 43 36 °
8 GD08C-0800 8 116 76 66 36 e}
3 |External GDO03-0810S 9 89 47 35 40 e}
5 | coolant GD05-0810S 9 103 61 49 40 o
3 |internal GD03C-0810S 9 89 47 35 40 e}
5 | coolnt |y ight| GDO5C-0810S | 9 103 | 61 49 40 0
8.1 3 |external| "™ | GD03-0810 10 89 47 35 40 )
5 | coolant GD05-0810 10 103 61 49 40 )
3 GD03C-0810 10 89 47 35 40 °
5 |Imema GD05C-0810 10 103 | 61 49 40 °
8 GD08C-0810 10 142 95 83 40 e}
3 |External GDO03-0820S 9 89 47 35 40 o
5 | Coolant GD05-0820S 9 103 61 49 40 o
3 |internal GD03C-0820S 9 89 47 35 40 e}
5 | coolant GD05C-0820S 9 103 61 49 40 o)
8.2 3 | External GDO03-0820 10 89 47 35 40 °
5 | coolant GD05-0820 10 103 61 49 40 °
3 GD03C-0820 10 89 47 35 40 °
5 L”;gg:t' GD05C-0820 10 103 61 49 40 °
8 GD08C-0820 10 142 95 83 40 e}

C26

@ Stock available

O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
S - iermal GD03-0830S 9 89 47 35 40 o
5 | coolant GD05-0830S 9 103 61 49 40 o
3 | internal GD03C-0830S 9 89 47 35 40 o
5 | coolant GD05C-0830S 9 103 61 49 40 o
8.3 3 |External GD03-0830 10 89 47 35 40 °
5 | coolant GD05-0830 10 103 61 49 40 °
3 GD03C-0830 10 89 47 35 40 °
5 L"gﬁlr;‘:t' GD05C-0830 10 103 61 49 40 °
8 GD08C-0830 10 142 95 83 40 o
3 |external GD03-0840S 9 89 47 35 40 o
5 | coolant GD05-0840S 9 103 61 49 40 o)
3 | internal GD03C-0840S 9 89 47 35 40 o
5 | coolant GD05C-0840S 9 103 61 49 40 ()
8.4 3 |external GD03-0840 10 89 47 35 40 °
5 | coolant GD05-0840 10 103 61 49 40 °
3 GD03C-0840 10 89 47 35 40 °
5 | Inemel GD05C-0840 10 103 61 49 40 °
8 Straight| GD0BC-0840 10 142 95 83 40 o
3 | external| "™ | GD03-08508 9 89 47 35 40 o
5 | coolant GD05-0850S 9 103 61 49 40 o
3 | internal GD03C-0850S 9 89 47 35 40 o
5 | coolant GD05C-0850S 9 103 61 49 40 o
8.5 3 |External GD03-0850 10 89 47 35 40 M09 °
5 | coolant GD05-0850 10 103 61 49 40 I6-24UNE °
3 GD03C-0850 10 89 47 35 40 ° %
5 | Inemal GDO05C-0850 10 103 | 61 49 40 ° é
8 GD08C-0850 10 142 95 83 40 o
3 | External GD03-0860S 9 89 47 35 40 o
5 | coolant GD05-0860S 9 103 61 49 40 )
3 | internal GD03C-0860S 9 89 47 35 40 o
5 | coolant GDO05C-0860S 9 103 61 49 40 o
8.6 3 |external GD03-0860 10 89 47 35 40 °
5 | coolant GD05-0860 10 103 61 49 40 °
3 GD03C-0860 10 89 47 35 40 °
5 | Inemel GD05C-0860 10 103 | 61 49 40 °
8 GD08C-0860 10 142 95 83 40 o
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 O (@) (@) O (@) © @]
Codm Cutting para{eteD Technical inf@ Non-standard customizam
c6 C79-C80 C87-C93 C94-C98

ca7
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GD series

GD series General machining
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l2 l4
External coolant Straight shank 11
l' m - 3[140° =
— - | —— 13
Internal coolant Straight shank l2 ? l4
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling cootinal Shank oo Bas"ic d:l?nsi?‘n(mm) e Suitable for thread Grade
d(;a1r(nn:t7e)r d(le/'zit; modeg type Type diar:gter Ie‘:'legrtah Ienl;;teh r‘cming depthl Ienagrt]h (t:ruetgggmtﬁlli):g/ forming taps |KDG3013
d2(he) | It l2 I3 l4 cutters
3 |External GDO03-0870S 9 89 47 35 40 e}
5 | coolant GD05-0870S 9 103 61 49 40 o
3 | Internal GD03C-0870S 9 89 47 35 40 e}
5 | coolant GD05C-0870S 9 103 61 49 40 o)
8.7 3 | External GDO03-0870 10 89 47 35 40 °
5 | coolant GD05-0870 10 103 61 49 40 )
3 GD03C-0870 10 89 47 35 40 °
5 L”;E{;‘:t' GD05C-0870 10 103 61 49 40 °
8 GD08C-0870 10 142 95 83 40 e}
3 |External GDO03-0875S 9 89 47 35 40 e}
5 | coolant GD05-0875S 9 103 61 49 40 o
3 | Internal GDO03C-0875S 9 89 47 35 40 e}
875 5 | coolant Straight| GD05C-0875S 9 103 61 49 40 10kt 25 @)
3 |external| S | GD03-0875 10 89 47 35 40 °
5 | coolant GD05-0875 10 103 61 49 40 °
3 |internal GD03C-0875 10 89 47 35 40 °
5 | coolant GD05C-0875 10 103 61 49 40 °
3 | External GDO03-0880S 9 89 47 35 40 e}
5 | coolant GD05-0880S 9 103 61 49 40 ()
3 | Internal GD03C-0880S 9 89 47 35 40 o
5 | coolant GD05C-0880S 9 103 61 49 40 o
8.8 3 |External GD03-0880 10 89 47 35 40 3/8-16UNC °
5 | coolant GD05-0880 10 103 61 49 40 °
3 GD03C-0880 10 89 47 35 40 °
5 | Inemal GDO05C-0880 10 103 | 61 49 40 °
8 GD08C-0880 10 142 95 83 40 e}

Cc2s8

@ Stock available

O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
S - iermal GD03-0890S 9 89 47 35 40 o
5 | coolant GD05-0890S 9 103 61 49 40 o
3 | internal GD03C-0890S 9 89 47 35 40 o
5 | coolant GD05C-0890S 9 103 61 49 40 o
8.9 3 |External GD03-0890 10 89 47 35 40 °
5 | coolant GD05-0890 10 103 61 49 40 °
3 GD03C-0890 10 89 47 35 40 °
5 L"gﬁlr;‘:t' GD05C-0890 10 103 61 49 40 °
8 GD08C-0890 10 142 95 83 40 o
3 |external GD03-0900S 9 89 47 35 40 o
5 | coolant GD05-0900S 9 103 61 49 40 o)
3 | internal GD03C-0900S 9 89 47 35 40 o
5 | coolant GD05C-0900S 9 103 61 49 40 ()
2.0 3 |external GD03-0900 10 89 47 35 40 M10x1 | 3/8-24UNF °
5 | coolant GD05-0900 10 103 61 49 40 °
3 GD03C-0900 10 89 47 35 40 °
5 | Inemel Sst[]‘:gzt GD05C-0900 10 103 | 61 49 40 °
8 GD08C-0900 10 142 95 83 40 o
3 |external GD03-0910 10 89 47 35 40 °
5 | coolant GD05-0910 10 103 61 49 40 °
9.1 3 GD03C-0910 10 89 47 35 40 °
5 | Intemal GD05C-0910 10 103 | 61 49 40 °
8 GD08C-0910 10 142 95 83 40 o
3 |external GD03-0920 10 89 47 35 40 °
5 | coolant GD05-0920 10 103 61 49 40 ° %
3
9.2 3 GD03C-0920 10 89 47 35 40 ° a
5 L";g[;‘:t' GD05C-0920 10 103 61 49 40 ° ©
8 GD08C-0920 10 142 95 83 40 o
S - iermal GD03-0930 10 89 47 35 40 °
5 | coolant GD05-0930 10 103 61 49 40 °
9.3 3 GD03C-0930 10 89 47 35 40 °
5 | Inemal GDO05C-0930 10 103 | 61 49 40 °
8 GD08C-0930 10 142 95 83 40 o
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 O (@) (@) O (@) © @]
Codm Cutting para{eteD Technical inf@ Non-standard customizam
c6 C79-C80 C87-C93 C94-C98

C29
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GD series

GD series General machining

. 51407} - -—- 4
W\ 13
l2 l4
External coolant Straight shank 11
: _ - 5[140° &
! \_e ‘\g | — i 13
Internal coolant Straight shank l2 I l4
;
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Drill | Driling - il Shank Shank | Overall | Fiute |R ded Shank
diameter| depth Type >narn verd ute - JReco | Shank | cutting taps /
di(m7) | (/d) mode | type ypP diameter | length | length | drilling depth | length tread milling | forming taps [KDG3013
d2(he) | It l2 I3 l4 cutters
3 |External GD03-0935 10 89 47 35 40 )
5 | coolant GD05-0935 10 103 61 49 40 °
9.35 M10%1.5
3 | Internal GD03C-0935 10 89 47 35 40 )
5 | coolant GD05C-0935 10 103 61 49 40 °
3 |External GD03-0940 10 89 47 35 40 )
5 | coolant GD05-0940 10 103 61 49 40 )
9.4 3 GD03C-0940 10 89 47 35 40 | 7/16-14UNC )
5 L”;E{;‘:t' GD05C-0940 10 103 61 49 40 °
8 GD08C-0940 10 142 95 83 40 le)
3 | External GD03-0945 10 89 47 35 40 )
5 | coolant GD05-0945 10 103 61 49 40 °
9.45 M10x1.25
3 | Internal GD03C-0945 10 89 47 35 40 )
5 | coolant GD05C-0945 10 103 61 49 40 )
3 |Extemal| Straight| GD03-0950 10 89 47 35 40 °
5 |coolant) shank | Gpos5.0950 10 103 61 49 40 °
9.5 3 GD03C-0950 10 89 47 35 40 )
5 'c";glr;‘:t' GD05C-0950 10 103 61 49 40 °
8 GD08C-0950 10 142 95 83 40 o)
3 |External GD03-0960 10 89 47 35 40 )
5 | coolant GDO05-0960 10 103 61 49 40 °
9.6 3 GD03C-0960 10 89 47 35 40 M10x1 [}
5 | Intemel GDO05C-0960 10 103 | 61 49 40 °
8 GD08C-0960 10 142 95 83 40 )
3 |External GD03-0970 10 89 47 35 40 °
5 | coolant GD05-0970 10 103 61 49 40 °
9.7 3 GD03C-0970 10 89 47 35 40 )
5 L”;E{;‘:t' GD05C-0970 10 103 61 49 40 °
8 GD08C-0970 10 142 95 83 40 o

C30

@ Stock available

O Make-to-order




GD series
Drill | Drilling cootinal Shank o Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(;a:(nnit;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
3 |external GD03-0980 10 89 47 35 40 °
5 | coolant GDO05-0980 10 103 61 49 40 °
9.8 3 GD03C-0980 10 89 47 35 40 °
5 | Inemal GD05C-0980 10 103 61 49 40 °
8 GD08C-0980 10 142 95 83 40 o
5 [[— GD03-0990 10 89 47 35 40 °
5 | coolant GD05-0990 10 103 61 49 40 )
2.9 3 GD03C-0990 10 89 47 35 40 | 7/16-20UNF °
5 | Intemal GD05C-0990 10 103 61 49 40 °
8 GD08C-0990 10 142 95 83 40 o
3 |external GD03-1000 10 89 47 35 40 °
5 | coolant GD05-1000 10 103 61 49 40 °
10.0 3 GD03C-1000 10 89 47 35 40 °
5 'cngi[;‘:t' GD05C-1000 10 103 61 49 40 °
8 GD08C-1000 10 142 95 83 40 o
3 |external GD03-1010S 1 102 55 40 45 o
5 | coolant Sst[]‘:gzt GD05-1010S 1 118 71 56 45 o
3 | internal GD03C-1010S | 11 102 55 40 45 o
5 | coolant GD05C-1010S | 11 118 71 56 45 o
10.1 3 |external GD03-1010 12 102 55 40 45 °
5 | coolant GD05-1010 12 118 71 56 45 °
3 GD03C-1010 12 102 55 40 45 °
5 | Inemal GD05C-1010 12 18 | 7 56 45 °
8 GD08C-1010 12 162 14 99 45 o
3 |external GD03-1020S 1 102 55 40 45 o %
5 | coolant GD05-1020S 1 118 71 56 45 ) a
3 | internal GD03C-1020S | 11 102 55 40 45 o ©
5 | coolant GD05C-1020S | 11 118 71 56 45 o
10.2 3 |external GD03-1020 12 102 55 40 45 °
5 | coolant GD05-1020 12 118 71 56 45 °
3 GD03C-1020 12 102 55 40 45 °
5 | Inemal GD05C-1020 12 18 | 7 56 45 °
8 GD08C-1020 12 162 14 99 45 o
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esifien | Elly alley alloy
KDG3013 O (@) (@) O (@) © @]
Codm Cutting para{eteD Technical inf@ Non-standard customizam
c6 C79-C80 C87-C93 C94-C98

C31
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l2 l4
External coolant Straight shank 11
— - | —— 13
Internal coolant Straight shank l2 ? l4
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling cootinal Shank oo Bas"ic d:l?nsi?‘n(mm) e Suitable for thread Grade
d(;a1r(nn:t7e)r d(le/'zit; modeg type Type diar:gter Ie‘:'legrtah Ienl;;teh r‘cming depthl Ienagrt]h (t:ruetgggmtﬁlli):g/ forming taps |KDG3013
d2(he) | It l2 I3 l4 cutters
3 |External GD03-1025S 11 102 55 40 45 e}
5 | coolant GD05-1025S 1 118 71 56 45 o
3 |internal GD03C-1025S 11 102 55 40 45 e}
5 | coolant GD05C-1025S | 11 118 71 56 45 o)
10.25 M12x1.75
3 | External GDO03-1025 12 102 55 40 45 °
5 | coolant GD05-1025 12 118 71 56 45 )
3 |internal GD03C-1025 12 102 55 40 45 °
5 | coolant GD05C-1025 12 118 71 56 45 °
3 | External GDO03-1030S 11 102 55 40 45 e}
5 | coolant GD05-1030S 1 118 71 56 45 o
3 |internal GD03C-1030S 11 102 55 40 45 e}
5 | coolant GD05C-1030S | 11 118 71 56 45 o
10.3 3 |Extemal| Straight| GD03-1030 12 102 55 40 45 7/16-14UNC °
5 | coolant) shank |  Gpgs5.1030 12 118 71 56 45 °
3 GD03C-1030 12 102 55 40 45 °
5 | Intemal GD05C-1030 12 M8 | 7 56 45 °
8 GD08C-1030 12 162 114 99 45 e}
3 | External GDO03-1040S 1 102 55 40 45 e}
5 | coolant GD05-1040S 1 118 71 56 45 ()
3 | internal GD03C-1040S 11 102 55 40 45 o
5 | coolant GD05C-1040S | 11 118 71 56 45 o
10.4 3 |External GDO03-1040 12 102 55 40 45 °
5 | coolant GD05-1040 12 118 71 56 45 °
3 GD03C-1040 12 102 55 40 45 °
5 'Crg;';‘:t' GD05C-1040 12 118 71 56 45 °
8 GD08C-1040 12 162 114 99 45 o

C32

@ Stock available

O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
S - iermal GD03-10508 1 102 55 40 45 o
5 | coolant GD05-1050S 1 118 71 56 45 o
3 | internal GD03C-1050S | 11 102 55 40 45 o
5 | coolant GD05C-1050S | 11 118 71 56 45 o
10.5 3 |External GD03-1050 12 102 55 40 45 M12x1.5 | 7/16-20UNF | @
5 | coolant GD05-1050 12 118 71 56 45 °
3 GD03C-1050 12 102 55 40 45 °
5 L"gﬁlr;‘:t' GD05C-1050 12 118 71 56 45 °
8 GD08C-1050 12 162 14 99 45 o
3 |external GD03-1060S 1 102 55 40 45 o
5 | coolant GD05-1060S 11 118 71 56 45 o)
3 | internal GD03C-1060S | 11 102 55 40 45 o
5 | coolant GD05C-1060S 1 118 71 56 45 ()
10.6 3 |external GD03-1060 12 102 55 40 45 °
5 | coolant GD05-1060 12 118 71 56 45 °
3 GD03C-1060 12 102 55 40 45 °
5 | Inemel GD05C-1060 12 118 71 56 45 °
8 Staioht| GD08C-1060 12 162 | 114 99 45 o
5 [[— GD03-1070S 1 102 55 40 45 o
5 | coolant GD05-1070S 11 118 71 56 45 o
3 | internal GD03C-1070S | 11 102 55 40 45 ¢
5 | coolant GD05C-1070S | 11 118 71 56 45 o
10.7 3 |Extemal GD03-1070 12 102 55 40 45 °
5 | coolant GD05-1070 12 118 71 56 45 °
3 GD03C-1070 12 102 55 40 45 ° %
3
5 | Inemal GD05C-1070 12 18 | 7 56 45 ° 3
8 GD08C-1070 12 162 114 99 45 o)
3 | External GD03-1075S 11 102 55 40 45 o
5 | coolant GD05-1075S 1 118 71 56 45 )
3 | internal GD03C-1075S | 11 102 55 40 45 o
1075 |0 coolant GD05C-1075S | 11 118 71 56 45 o o
3 |external GD03-1075 12 102 55 40 45 °
5 | coolant GD05-1075 12 118 71 56 45 °
3 | internal GD03C-1075 12 102 55 40 45 °
5 | coolant GD05C-1075 12 118 71 56 45 °
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 O (@) (@) O (@) © @]
Codm Cutting para{eteD Technical inf@ Non-standard customizam
cé C79-C80 C87-C93 C94-C98

C33
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GD series

GD series General machining
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{ DA — :
l2 l4
External coolant Straight shank 11
l' m - 3[140° =
— - | —— 13
Internal coolant Straight shank l2 ? l4
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling cootinal Shank oo Bas"ic d:l?nsi?‘n(mm) e Suitable for thread Grade
d(;a1r(nn:t7e)r d(le/'zit; modeg type Type diar:gter Ie‘:'legrtah Ienl;;teh r‘cming depthl Ienagrt]h (t:ruetgggmtﬁlli):g/ forming taps |KDG3013
d2(he) | It l2 I3 l4 cutters
3 |External GDO03-1080S 11 102 55 40 45 e}
5 | coolant GD05-1080S 1 118 71 56 45 o
3 |internal GD03C-1080S 11 102 55 40 45 e}
5 | coolant GD05C-1080S | 11 118 71 56 45 o)
10.8 3 | External GDO03-1080 12 102 55 40 45 1/2-13UNC °
5 | coolant GD05-1080 12 18 71 56 45 °
3 GD03C-1080 12 102 55 40 45 °
5 L”;E{;‘:t' GD05C-1080 12 118 71 56 45 °
8 GD08C-1080 12 162 114 99 45 e}
3 |External GD03-1090S 11 102 55 40 45 e}
5 | coolant GD05-1090S 1 118 71 56 45 o
3 | Internal GD03C-1090S 11 102 55 40 45 e}
5 | coolant GD05C-1090S 1 118 71 56 45 )
10.9 3 |external S:La:g:t GD03-1090 12 102 55 40 45 °
5 | coolant GD05-1090 12 118 71 56 45 °
3 GD03C-1090 12 102 55 40 45 °
5 'c";glr;‘:t' GD05C-1090 12 118 71 56 45 °
8 GD08C-1090 12 162 114 99 45 o
3 |External GD03-1100S 11 102 55 40 45 e}
5 | coolant GD05-1100S 1 118 71 56 45 o)
3 | Internal GDO03C-1100S 11 102 55 40 45 e}
5 | coolant GD05C-1100S 1 118 71 56 45 )
11.0 3 |External GD03-1100 12 102 55 40 45 °
5 | coolant GD05-1100 12 118 71 56 45 °
3 GDO03C-1100 12 102 55 40 45 °
5 | Imemel GDO05C-1100 12 18 | 7 56 45 °
8 GD08C-1100 12 162 114 99 45 e}

C34

@ Stock available

O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
S - iermal GD03-1110 12 102 55 40 45 °
5 | coolant GD05-1110 12 118 71 56 45 °
1.1 3 GD03C-1110 12 102 55 40 45 °
5 | Inemal GD05C-1110 12 118 71 56 45 °
8 GD08C-1110 12 162 114 99 45 o
3 |External GD03-1120 12 102 55 40 45 °
5 | coolant GD05-1120 12 118 71 56 45 °
1.2 3 GD03C-1120 12 102 55 40 45 °
5 | Intemal GD05C-1120 12 18 | 71 56 45 °
8 GD08C-1120 12 162 114 99 45 o
3 |external GD03-1125 12 102 55 40 45 °
5 | coolant GD05-1125 12 118 71 56 45 °
11.25 M12x1.75
3 | internal GD03C-1125 12 102 55 40 45 °
5 | coolant GD05C-1125 12 118 71 56 45 °
3 |External GD03-1130 12 102 55 40 45 °
5 | coolant Straight| GD05-1130 12 118 7 56 45 °
1.3 3 shank | Gpo3c-1130 12 102 55 40 45 °
5 |Intoma GD05C-1130 12 18 | 71 56 45 °
8 GD08C-1130 12 162 14 99 45 o
3 |external GD03-1135 12 102 55 40 45 °
1135 5 | coolant GD05-1135 12 118 71 56 45 S °
3 | internal GD03C-1135 12 102 55 40 45 °
5 | coolant GD05C-1135 12 118 71 56 45 °
3 |external GD03-1140 12 102 55 40 45 °
5 | coolant GD05-1140 12 118 71 56 45 ° %
1.4 3 GD03C-1140 12 102 55 40 45 ° a
5 L";g[;‘:t' GD05C-1140 12 118 71 56 45 ° ©
8 GD08C-1140 12 162 14 99 45 o
S - iermal GD03-1145 12 102 55 40 45 °
1145 5 | coolant GD05-1145 12 118 71 56 45 — °
3 | internal GD03C-1145 12 102 55 40 45 °
5 | coolant GD05C-1145 12 118 71 56 45 °
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 O (@) (@) O (@) © @]
Codm Cutting para{eteD Technical inf@ Non-standard customizam
cé C79-C80 C87-C93 C94-C98
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GD series

GD series General machining

~
% 51407} - -—- 4
< e — o
l2 l4
External coolant Straight shank 11
: !Q_ . 5[140° <
— - ——— 13
Internal coolant Straight shank l2 ? l4
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling cootinal Shank oo Bas"ic d:\Tnsi?‘n(mm) e Suitable for thread Grade
d(‘ji'(";;*;’ d(‘l"‘/zt;‘ o fype Type T B | e e B Qutting tabs ! | < wming taps |KDG3013
d2(he) | It l2 I3 l4 cutters
3 | Extemal GD03-1150 12 102 55 40 45 °
5 | coolant GD05-1150 12 118 71 56 45 °
1.5 3 GD03C-1150 12 102 55 40 45 | 1/2-20UNF °
5 'c";slr;‘:t' GD05C-1150 12 118 71 56 45 °
8 GD08C-1150 12 162 114 99 45 o
3 |external GD03-1160 12 102 55 40 45 °
5 | coolant GD05-1160 12 118 71 56 45 °
11.6 3 GD03C-1160 12 102 55 40 45 °
5 'Crgglr;‘;' GD05C-1160 12 118 71 56 45 °
8 GD08C-1160 12 162 14 99 45 0
3 |external GD03-1170 12 102 55 40 45 °
5 | coolant GD05-1170 12 118 71 56 45 °
1.7 3 GD03C-1170 12 102 55 40 45 °
5 L”;E{;‘:t' GD05C-1170 12 118 71 56 45 °
8 Straight| GD08C-1170 12 162 114 99 45 o
3 |externall ™™ | GD03-1180 12 102 | 55 40 45 °
5 | coolant GD05-1180 12 118 71 56 45 °
1.8 3 GD03C-1180 12 102 55 40 45 1/2-13UNC °
5 | Inemal GDO05C-1180 12 18 | 7 56 45 °
8 GD08C-1180 12 162 114 99 45 o)
3 |External GD03-1190 12 102 55 40 45 °
5 | coolant GD05-1190 12 118 71 56 45 )
11.9 3 GD03C-1190 12 102 55 40 45 °
5 L”;E{;‘:t' GD05C-1190 12 18 71 56 45 °
8 GD08C-1190 12 162 114 99 45 o
3 |external GD03-1200 12 102 55 40 45 °
5 | coolant GD05-1200 12 118 71 56 45 °
12.0 3 GD03C-1200 12 102 55 40 45 M14x2 °
5 | Imemel GDO05C-1200 12 18 | 7 56 45 °
8 GD08C-1200 12 162 114 99 45 o

C36

@ Stock available O Make-to-order




GD series
Drill | Drilling cootinal Shank o Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps KDG3013
dz(he) | It l2 I3 l4 cutters
3 |Extemal GD03-1210 14 107 60 43 45 °
5 | coolant GD05-1210 14 124 77 60 45 °
12.1 1/2-20UNF
3 | nternal GD03C-1210 14 107 60 43 45 °
5 | coolant GD05C-1210 14 124 77 60 45 °
3 | external GD03-1220 14 107 60 43 45 °
5 | coolant GD05-1220 14 124 77 60 45 °
12.2 9/16-12UNC
3 | internal GD03C-1220 14 107 60 43 45 °
5 | coolant GD05C-1220 14 124 77 60 45 °
3 | external GD03-1225 14 107 60 43 45 °
5 | coolant GD05-1225 14 124 77 60 45 °
1225 1y Internal GD03C-1225 14 107 | 60 43 45 °
5 | coolant GD05C-1225 14 124 77 60 45 °
5 [[e— GD03-1230 14 107 60 43 45 °
5 | coolant GD05-1230 14 124 77 60 45 °
123 3 | Internal GD03C-1230 14 107 | 60 43 45 °
5 | coolant GD05C-1230 14 124 77 60 45 °
3 |Extemal GD03-1250 14 107 60 43 45 °
5 | coolant | StaIOht|  Gpgs.1250 14 124 | 77 60 45 °
12.5 3 GD03C-1250 14 107 60 43 45 M14x1.5 °
5 | Inemal GD05C-1250 14 124 77 60 45 °
8 GD08C-1250 14 178 133 116 45 o
3 |External GD03-1270 14 107 60 43 45 °
5 | coolant GD05-1270 14 124 77 60 45 °
12.7 3 GD03C-1270 14 107 60 43 45 °
5 | Interal GD05C-1270 14 124 | 77 60 45 ° 8
coolant o
8 GD08C-1270 14 178 133 116 45 o a
3 |Extemal GD03-1275 14 107 60 43 45 ° ©
5 | coolant GD05-1275 14 124 77 60 45 °
1275 3 | internal GD03C-1275 14 107 60 43 45 °
5 | coolant GD05C-1275 14 124 77 60 45 °
3 | external GD03-1280 14 107 60 43 45 °
5 | coolant GD05-1280 14 124 77 60 45 °
12.8 3 GD03C-1280 14 107 60 43 45 °
5 | Intemal GD05C-1280 14 124 | 77 60 45 °
8 GD08C-1280 14 178 133 116 45 0
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esifien | Elly alley alloy
KDG3013 O (@) (@) O (@) © @]
Codm Cutting para{eteD Technical inf@ Non-standard customizam
Ccé C79-C80 C87-C93 C94-C98
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GD series

GD series General machining

. 5[1407 ) - -—- 4
I W 13
—
l2 l4
External coolant Straight shank 11
: . - 5[140° 2
! \_e ‘\g | — i 13
Internal coolant Straight shank l2 I l4
;
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Drill | Driling - il Shank Shank | Overall | Fiute |R ded Shank
diameter| depth Type >narn verd ute - JReco | Shank | cutting taps /
di(m7) | (/d) mode | type Y diameter | length | length | drilingdepth | length |- -4 milling | forming taps |KDG3013
dz(he) | It l2 I3 l4 cutters
3 |External GD03-1290 14 107 60 43 45 )
5 | coolant GD05-1290 14 124 77 60 45 °
12.9 9/16-18UNF
3 | Internal GD03C-1290 14 107 60 43 45 )
5 | coolant GD05C-1290 14 124 77 60 45 °
3 | External GD03-1300 14 107 60 43 45 )
5 | coolant GD05-1300 14 124 77 60 45 °
13.0 3 GD03C-1300 14 107 60 43 45 )
5 L”;E{;‘:t' GD05C-1300 14 124 77 60 45 °
8 GD08C-1300 14 178 133 116 45 le)
3 | External GD03-1310 14 107 60 43 45 )
5 | coolant GD05-1310 14 124 77 60 45 °
13.1 M14x2
3 | Internal GD03C-1310 14 107 60 43 45 )
5 | coolant |y ight| GDO5C-1310 14 124 77 60 45 °
3 |external| S | GD03-1335 14 107 | 60 43 45 )
13.35 5 | coolant GD05-1335 14 124 77 60 45 M14x1.5 °
) 3 | Internal GD03C-1335 14 107 60 43 45 9/16-12UNC °
5 | coolant GD05C-1335 14 124 77 60 45 °
3 | External GD03-1350 14 107 60 43 45 )
5 | coolant GD05-1350 14 124 77 60 45 )
13.5 3 GD03C-1350 14 107 60 43 45 5/8-11UNC )
5 |Imema GDO05C-1350 14 124 | 77 60 45 °
8 GD08C-1350 14 178 133 116 45 )
3 |External GD03-1365 14 107 60 43 45 )
5 | coolant GD05-1365 14 124 77 60 45 °
13.65 9/16-18UNF
3 | Internal GD03C-1365 14 107 60 43 45 )
5 | coolant GD05C-1365 14 124 77 60 45 °

C38

@ Stock available O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh :r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
3 | external GD03-1380 14 107 60 43 45 °
5 | coolant GD05-1380 14 124 77 60 45 °
138 3 | internal GD03C-1380 14 107 | 60 43 45 °
5 | coolant GD05C-1380 14 124 77 60 45 )
3 |external GD03-1400 14 107 60 43 45 °
5 | coolant GDO05-1400 14 124 77 60 45 °
14.0 3 GD03C-1400 14 107 60 43 45 M16x2 °
5 L"gﬁlr;‘:t' GD05C-1400 14 124 77 60 45 °
8 GD08C-1400 14 178 133 116 45 o
3 | external GD03-1425 16 115 65 45 48 °
5 | coolant GD05-1425 16 133 83 63 48 °
12y Internal GD03C-1425 16 15 | 65 45 48 )
5 | coolant GD05C-1425 16 133 83 63 48 °
3 | external GD03-1430 16 115 65 45 48 °
5 | coolant GD05-1430 16 133 83 63 48 °
143 3 | nternal GD03C-1430 16 115 65 45 48 °
5 | coolant GD05C-1430 16 133 83 63 48 °
3 | External| Straight| ©D03-1450 16 115 65 45 48 °
5 | coolant| shank |  Gpgs5.1450 16 133 83 63 48 °
14.5 3 GD03C-1450 16 115 65 45 48 M16x1.5 °
Internal 5/8-18UNF
5 | cooant GD05C-1450 16 133 83 63 48 °
8 GD08C-1450 16 204 152 132 48 o
3 | external GD03-1475 16 115 65 45 48 °
14z 5 | coolant GD05-1475 16 133 83 63 48 ° )
3 | Internal GD03C-1475 16 115 65 45 48 [ 2
5 | coolant GD05C-1475 16 133 83 63 48 ° a
3 | external GD03-1480 16 115 65 45 48 ° ©
5 | coolant GD05-1480 16 133 83 63 48 °
14.8 3 GD03C-1480 16 115 65 45 48 5/8-11UNC °
5 'cngi[;‘:t' GD05C-1480 16 133 83 63 48 °
8 GD08C-1480 16 204 152 132 48 o
3 | external GD03-1500 16 115 65 45 48 °
5 | coolant GD05-1500 16 133 83 63 48 °
15.0 3 GD03C-1500 16 115 65 45 48 °
5 | Inemal GD05C-1500 16 133 | 83 63 48 °
8 GD08C-1500 16 204 152 132 48 o
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 O (@) @) O (@) © @]
Codm Cutting para{etep Technical inf@ Non-standard customizam
c6 C79-C80 C87-C93 C94-C98
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GD series

GD series General machining

B 51207} - -—- 4
I W 13
—_—
12 l4
External coolant Straight shank 11
: . E 5[140° 2
! \_e ‘\g | — i 13
Internal coolant Straight shank l2 I l4
;
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Drill | Driling - il Shank Shank | Overall | Fiute |R ded Shank
diameter| depth Type >narn verd ute - JReco | Shank | cutting taps /
di(m7) | (/d) mode | type Y diameter | length | length | drilingdepth | length |- -4 milling | forming taps |KDG3013
dz(he) | It l2 I3 l4 cutters
3 |External GD03-1510 16 115 65 45 48 )
5 | coolant GDO05-1510 16 133 83 63 48 °
15.1 M16x2
3 | Internal GD03C-1510 16 115 65 45 48 )
5 | coolant GD05C-1510 16 133 83 63 48 °
3 | External GD03-1525 16 115 65 45 48 )
5 | coolant GD05-1525 16 133 83 63 48 )
15.25 5/8-18UNF
3 | Internal GD03C-1525 16 115 65 45 48 )
5 | coolant GD05C-1525 16 133 83 63 48 °
3 |External GD03-1535 16 115 65 45 48 )
5 | coolant GD05-1535 16 133 83 63 48 )
15.35 M16x1.5
3 | Internal GD03C-1535 16 115 65 45 48 )
5 | coolant GD05C-1535 16 133 83 63 48 )
3 | External| Straight| GD03-1550 16 115 65 45 48 )
5 | coolant | shank | Gpgs5.1550 16 133 83 63 48 °
15.5 3 GD03C-1550 16 15 65 45 48 M18x2.5 )
5 | Inemal GDO05C-1550 16 133 | 83 63 48 °
8 GD08C-1550 16 204 152 132 48 o)
3 | External GD03-1580 16 15 65 45 48 )
158 5 | coolant GD05-1580 16 133 83 63 48 )
' 3 | internal GD03C-1580 16 15 | 65 45 48 °
5 | coolant GD05C-1580 16 133 83 63 48 °
3 |External GD03-1600 16 115 65 45 48 )
5 | coolant GD05-1600 16 133 83 63 48 °
16.0 3 GD03C-1600 16 15 65 45 48 M18x2 )
5 'Crg;';‘:t' GD05C-1600 16 133 83 63 48 °
8 GD08C-1600 16 204 152 132 48 le)

C40

@ Stock available O Make-to-order



GD series
Drill | Drilling cootnal Shank oo Bas"ic di’:u:nsit’:n(mm)d e Suitable for thread Grade
d(ija:(n;t;;r d(T‘/Zt)h modeg type Type dian?:ter Ievnegrtah Ienl;;teh ;r(ﬁﬁnmgn:?enptﬁ Ien?;rt]h (t:ruettaiggnzﬁl?r?g/ forming taps [KDG3013
dz(he) | It l2 I3 l4 cutters
3 |external GD03-1650 18 123 73 51 48 °
5 | coolant GD05-1650 18 143 93 71 48 °
16.5 3 GD03C-1650 18 123 73 51 48 | 3/4-10UNC °
5 | Inemel GDO05C-1650 18 143 | 93 71 48 °
8 GD08C-1650 18 223 171 149 48 o
5 [[— GD03-1675 18 123 73 51 48 °
5 | coolant GD05-1675 18 143 93 71 48 )
1678 1y Internal GD03C-1675 18 123 | 73 51 48 °
5 | coolant GD05C-1675 18 143 93 71 48 °
S - iermal GD03-1680 18 123 73 51 48 °
165 5 | coolant GD05-1680 18 143 93 71 48 s °
3 | internal GD03C-1680 18 123 73 51 48 °
5 | coolant GD05C-1680 18 143 93 71 48 )
3 |eternal GD03-1700 18 123 73 51 48 °
5 | coolant GD05-1700 18 143 93 71 48 °
17.0 3 GD03C-1700 18 123 73 51 48 °
5 'c";i[;‘:t' GD05C-1700 18 143 93 71 48 °
8 Straight| GD0BC-1700 18 223 171 149 48 o
3 |externall @™ | GDO03-1750 18 123 | 73 51 48 °
5 | coolant GD05-1750 18 143 93 71 48 °
17.5 3 GD03C-1750 18 123 73 51 48 M20x2.5 °
Internal 3/4-16UNF
5 | contart GD05C-1750 18 143 93 71 48 °
8 GD08C-1750 18 223 171 149 48 o
3 |external GD03-1780 18 123 73 51 48 °
5 | coolant GD05-1780 18 143 93 71 48 ° %
178 3 | internal GD03C-1780 18 123 73 51 48 ° a
5 | coolant GD05C-1780 18 143 93 71 48 ° ©
5 [[— GD03-1790 18 123 73 51 48 °
179 5 | coolant GD05-1790 18 143 93 71 48 S/A10UNG )
3 | Internal GD03C-1790 18 123 73 51 48 °
5 | coolant GD05C-1790 18 143 93 71 48 °
3 |external GD03-1800 18 123 73 51 48 °
5 | coolant GD05-1800 18 143 93 71 48 °
18.0 3 GD03C-1800 18 123 73 51 48 M20x2 °
5 | Inemal GDO05C-1800 18 143 | 03 71 48 °
8 GD08C-1800 18 223 171 149 48 o)
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mmild steel Cse;;%?n Pre-hardened steel, Hardened steel | giainiess Gastiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 O (@) (@) O (@) © @]
Codm Cutting para{eteD Technical inf@ Non-standard customizam
cé C79-C80 C87-C93 C94-C98
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GD series

GD series General machining

B 51207} - -—- 4
: W 13
—_—
l2 l4
External coolant Straight shank 11
: - 5[140° o
! \._e ‘\g | — i 13
Internal coolant Straight shank l2 I l4
;
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Drill | Driling - il Shank Shank | Overall | Fiute |R ded Shank
diameter| depth Type >narn verd ute - JReco | Shank | cutting taps /
di(m7) | (/d) mode | type Y diameter | length | length | drilingdepth | length |- -4 milling | forming taps |KDG3013
dz(he) | It l2 I3 l4 cutters
3 |External GD03-1830 20 131 79 55 50 )
5 | coolant GDO05-1830 20 153 101 77 50 °
18.3 3/4-16UNF
3 |internal GD03C-1830 20 131 79 55 50 )
5 | coolant GD05C-1830 20 153 101 77 50 °
3 |External GD03-1850 20 131 79 55 50 )
185 5 | coolant GDO05-1850 20 153 101 77 50 °
' 3 | internal GD03C-1850 20 131 79 55 50 °
5 | coolant GD05C-1850 20 153 101 77 50 °
3 | External GD03-1880 20 131 79 55 50 )
5 | coolant GD05-1880 20 153 101 77 50 °
18.8 M20x2.5
3 |internal GD03C-1880 20 131 79 55 50 )
5 | coolant GD05C-1880 20 153 101 77 50 )
3 |External GD03-1900 20 131 79 55 50 )
190 5 | coolant | night| ©D05-1900 20 153 | 101 77 50 )
' 3 | internal | "™ | GD03C-1900 20 131 | 79 55 50 )
5 | coolant GD05C-1900 20 153 101 77 50 )
3 |External GD03-1950 20 131 79 55 50 )
19.5 5 coolant GD05-1950 20 153 101 77 50 M22x2.5 )
’ 3 | Internal GD03C-1950 20 131 79 55 50 7/8-9UNC )
5 coolant GD05C-1950 20 153 101 77 50 )
3 |External GD03-1980 20 131 79 55 50 )
198 5 | coolant GD05-1980 20 153 101 77 50 )
’ 3 |internal GD03C-1980 20 131 79 55 50 )
5 | coolant GD05C-1980 20 153 101 77 50 °
3 | External GD03-2000 20 131 79 55 50 )
5 | coolant GD05-2000 20 153 101 77 50 )
20.0 M22x2
3 | Internal GD03C-2000 20 131 79 55 50 )
5 | coolant GD05C-2000 20 153 101 77 50 )
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GD series
) - Basic dimension(mm) Suitable for thread Grade
Dril | Drilling Cooling| Shank Shank | Overall | Flute [R ded Shank
diameter| depth Type >narn verd ute - Recommende an< | cutting taps /
di(m7) | (d) mode | type Y diameter | length | length | driling depth | length | -0 ¢ milling | forming taps KDG3013|
dz(he) | It l2 I3 l4 cutters
3 |External GD03-2040 20 141 86 60 50 o}
5 | coolant GD05-2040 20 167 112 85 50 0
20.4 7/8-14UNF
3 |internal GD03C-2040 20 141 86 60 50 o)
5 coolant GD05C-2040 20 167 12 85 50 e)
3 | External GD03-2050 20 141 86 60 50 o}
20.5 5 | coolant GD05-2050 20 167 112 85 50 o
’ 3 |internal GD03C-2050 20 141 86 60 50 o}
5 | coolant GD05C-2050 20 167 112 85 50 o
3 |External GD03-2100 20 141 86 60 50 o}
5 coolant GD05-2100 20 167 12 85 50 (e)
21.0 M24x3 7/8-9UNC
3 |internal GD03C-2100 20 141 86 60 50 o}
5 | coolant GD05C-2100 20 167 12 85 50 o
3 |External GD03-2140 20 141 86 60 50 o}
5 coolant GD05-2140 20 167 12 85 50 ()
21.4 7/8-14UNF
3 | Internal GD03C-2140 20 141 86 60 50 o}
5 coolant GD05C-2140 20 167 12 85 50 ()
3 |External GD03-2150 20 141 86 60 50 o}
1 5 | coolnt |y ight| GD05-2150 20 167 | 112 85 50 0
5
3 | internat | "™k | GD03C-2150 20 141 86 60 50 o
5 coolant GD05C-2150 20 167 12 85 50 ()
3 | External GD03-2200 20 141 86 60 50 o}
5 | coolant GD05-2200 20 167 112 85 50 o
22.0 M24x2
3 |internal GD03C-2200 20 141 86 60 50 @)
5 | coolant GD05C-2200 20 167 112 85 50 o
[%2]
3 |External GD03-2225 25 153 95 65 56 o 2
5 coolant GD05-2225 25 184 126 98 56 () a
22.25 1-8UNC o
3 |internal GD03C-2225 25 153 95 65 56 o}
5 | coolant GD05C-2225 25 184 126 98 56 o
3 |External GD03-2250 25 153 95 65 56 o}
2 5 coolant GD05-2250 25 184 126 98 56 ()
5
3 | Internal GD03C-2250 25 153 95 65 56 o}
5 coolant GD05C-2250 25 184 126 98 56 ()
3 |External GD03-2300 25 153 95 65 56 o}
5 | coolant GD05-2300 25 184 126 98 56 o
23.0 M25x2
3 |internal GD03C-2300 25 153 95 65 56 o}
5 | coolant GD05C-2300 25 184 126 98 56 o
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mild steel C;;%‘I)n Pzl siteel RSt S | groas Castiron | Nodular | Aluminum | Copper regiztaa:nt
HB <180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! esiilen | elloy allay alloy
KDG3013 @) @) (@) O (@) (@) O
Codm Cutting para{ete_rsj Technical inf@ Non-standard customiza@
C6 C79-C80 €87-C93 C94-C98
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GD series

GD series General machining

_ 51407} = - -—-—3
e e —— ;
—_—
l2 l4
External coolant Straight shank I1
: - 140 S 2
! \_e '\_g | ——— i 13
Internal coolant Straight shank 2 I l4
T
® Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling Basic dimension(mm) Suitable for thread Grade
) Cooling| Shank Shank | Overall | Flute |[Recommended Shank )
diameter| depth Type h o cutting taps /
d1(m7) (|/d) mode | type Y diameter | length | length | driling depth | length tread milling | forming taps |KDG3013
dz(he) | It l2 13 l4 cutters
3 |external GD03-2325 25 153 95 65 56 o
5 | coolant GD05-2325 25 184 126 98 56 o)
23.25 1-12UNF
3 | intemal GD03C-2325 25 153 95 65 56 o
5 | coolant GDO05C-2325 25 184 126 98 56 e)
3 |External GD03-2350 25 153 95 65 56 le)
235 5 | coolant GD05-2350 25 184 | 126 98 56 o
o 3 | intemnal GD03C-2350 25 153 95 65 56 o
=4 5 | coolant GD05C-2350 25 184 126 98 56 f¢)
35
«Q
§ 3 |External GDO03-2400 25 153 95 65 56 e)
@ | 5 | coolant Straight| GD05-2400 25 184 126 9 56 ¢
24.0 hank M27x3 1-8UNC
o 3 |internal | 5" GD03C-2400 25 153 95 65 56 o
e 5 | coolant GD05C-2400 25 184 | 126 98 56 o)
(0]
@ 3 |External GD03-2450 25 153 95 65 56 )
5 | coolant GD05-2450 25 184 126 98 56 ()
24.5 1-12UNF
3 Internal GD03C-2450 25 153 95 65 56 e)
5 | coolant GD05C-2450 25 184 | 126 98 56 o
3 |extemnal GD03-2500 25 153 95 65 56 o
25.0 5 | coolant GD05-2500 25 184 126 98 56 M27x2 ()
5.
3 Internal GD03C-2500 25 153 95 65 56 11/8-7UNC 0
5 | coolant GD05C-2500 25 184 126 98 56 f¢)
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | Mild steel CS"’;;ZCI’” Rieshardenedistestiiiardenedisteell ¥ sizinioss Castiron | Nedular | Aluminum | Copper regizgnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! castiron | alloy alloy alloy
KDG3013 O © (@) O (@) (@) @]
Codm Cutting pa@ Technical inf@ Non-standard customiza@
C6 C79-C80 C87-C93 C94-C98
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Achieving the
optimization of tool
structure through
analysis of simulated
cutting.

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

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

Unique cutting edge

design, good chip

breaking capability

even for sticky, softer , Special nano structure

materials, high versatility. . coating with better self
lubricating capability and
superb wear resistance.

1588SL scries

deep hole twist drills J\' _ |
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[ MOutstandinglyZchip

Cutting speed (m/min)

[ MExtremelyi/highTefficiency

breaking capability and long tool life

Work piece: crank shaft

Work piece material: 40Cr

Machining area: inclined oil hole

Tool type: 1588SL20C-0690/KDG303

Cutting parameters: Vc =80~120m/min
fr=0.2~0.4mm/r

Cooling system: Water soluble liquid

Drilling depth: 105mm

Work piece: cylinder

Work material: HT300

Machined area: crank shaft joint surface drilling
Drilling depth: 30mm

Tool type: 1588SL12C-0850/KDG303
Recommend parameters: Vc=80m/min fr=0.2mm/r
Cooling system: water-soluble liquid

| Comparison of tool life(number of machined holes)

80 s " . ! 2500
; 1588SL Product of
t 2000 0 company A
- 1500 0
»
100 ' ' ‘ 1000
t‘ “..
q — . S .
120 ' Comparison of tool life(tool wear)
S

“e

o
N

0.3

Feed rate per revolution/(mm/r)

1588SL(regular wear) Product of
company A(falling)

Good chip breaking capability and stable machining
with different cutting speed and feed rate.



) {0 Good cutting performance

Tool type: 1588SL12C-0850/KDG303

Feed rate: 0.2mm/r  Drilling depth: 72mm
Work material: 42CrMo(HB250)

Cooling system: Emulsified liquid

Cutting speed: 80m/min

Machine equipment: Vertical machining center

N Cutting force of 1588SL N Cutting force of Product of company A
4000 4000
3500 3500
3000 3000
2500 — Fy (M.U.) 2500 I — Fy (M.U.)
2000 2000
1500 — Fx(M.U)) 1500 | — Fx(M.U))
1000 | i 1000
500 [J W"\‘ — Fz(M.U) 500 ( | — Fz(M.U)
0 0 —w—“ﬂ%
-500 -500 1
- -1000
10005 2 4 6 8 10 12 14 0 2 4 6 8 10 12 14
Time (s) Time (s)

{3 stable machining precision
Comparison of Machined Hole's Accu

0° +Y

90° 270°

—110.0um(X1000)
180° -Y

1588SL

Workpiece: Die

Machined materials: 738H

Machined area: Hole of sidewall

Drilling depth: 70mm

Tool type: 1588SL12C-0600/KDG303

Recommended parameters: Vc=85m/min, fr=0.2mm/r

Cooling system: Water-soluble liquid _ +110.0um(X1000)
180° -Y

Product of company A




SL series
.
—gl 12D
T —
Internal coolant Straight shank
-1 8! 20D/30D
@ Suitable for deep-hole drilling of steel, cast iron etc.
Dril d(ijameter oriling Basic dimension(mm) il d(ijameter‘ Driling Basic dimension(mm)
P I o e e B B - e v
20D/30D(f) dahs) | 1 | 12 | 1 | e | |20DR0D(W) dhs) | 1| 2| 15|l
12 |1588SL12C-0300 6 90 | 50 40 36 12 |1588SL12C-0420 6 102 | 64 56 36
3.0 20 |1588SL20C-0300 6 110 | 70 62 36 4.2 20 |1588SL20C-0420 6 148 | 108 96 36
30 |1588SL30C-0300 6 140 | 100 92 36 30 |1588SL30C-0420 6 192 | 152 140 36
12 |1588SL12C-0310 6 90 | 50 40 36 12 |1588SL12C-0430 6 102 | 64 56 36
3.1 20 |1588SL20C-0310 6 123 | 83 72 36 4.3 20 |1588SL20C-0430 6 148 | 108 96 36
30 |1588SL30C-0310 6 160 | 120 108 36 30 [1588SL30C-0430 6 192 | 152 140 36
12 |1588SL12C-0320 6 90 | 50 40 36 12 |1588SL12C-0440 6 102 | 64 56 36
3.2 20 |1588SL20C-0320| 6 123 | 83 72 36 4.4 20 |1588SL20C-0440 6 | 148|108 | 96 36
30 |1588SL30C-0320 6 160 | 120 108 36 30 |1588SL30C-0440 6 192 | 152 140 36
Q.'i 12 |1588SL12C-0330 6 90 | 50 40 36 12 |1588SL12C-0450 6 102 | 64 56 36
? 3.3 20 |1588SL20C-0330 6 123 | 83 72 36 4.5 20 |1588SL20C-0450 6 148 | 108 96 36
‘; 30 |1588SL30C-0330 6 160 | 120 108 36 30 |1588SL30C-0450 6 192 | 152 140 36
%,5 12 [1588SL12C-0340| 6 90 | 50 40 36 12 |1588SL12C-0460| 6 | 102 | 64 56 36
» 34 20 |1588SL20C-0340 6 123 | 83 72 36 4.6 20 |1588SL20C-0460 6 158 | 118 106 36
('; 30 |1588SL30C-0340 6 160 | 120 108 36 30 [1588SL30C-0460 6 208 | 168 156 36
% 12 |1588SL12C-0350 6 90 | 50 40 36 12 |1588SL12C-0470 6 102 | 64 56 36
3.5 20 |1588SL20C-0350 6 123 | 83 72 36 4.7 20 |1588SL20C-0470 6 158 | 118 106 36
30 |1588SL30C-0350 6 160 | 120 108 36 30 |1588SL30C-0470 6 208 | 168 156 36
12 |1588SL12C-0360 6 90 | 50 40 36 12 |1588SL12C-0480 6 102 | 64 56 36
3.6 20 |1588SL20C-0360| 6 136 | 96 84 36 4.8 20 |1588SL20C-0480| 6 | 158 | 118 | 106 | 36
30 |1588SL30C-0360 6 176 | 136 124 36 30 |1588SL30C-0480 6 208 | 168 156 36
12 |1588SL12C-0370 6 90 | 50 46 36 12 |1588SL12C-0490 6 102 | 64 56 36
3.7 20 |1588SL20C-0370 6 136 | 96 84 36 4.9 20 [1588SL20C-0490 6 158 | 118 106 36
30 |1588SL30C-0370 6 176 | 136 124 36 30 [1588SL30C-0490 6 208 | 168 156 36
12 |1588SL12C-0380| 6 90 | 50 46 36 12 |1588SL12C-0500| 6 116 | 78 72 36
3.8 20 |1588SL20C-0380 6 136 | 96 84 36 5.0 20 |1588SL20C-0500 6 158 | 118 106 36
30 |1588SL30C-0380 6 176 | 136 124 36 30 |1588SL30C-0500 6 208 | 168 156 36
12 |1588SL12C-0390 6 90 | 50 46 36 12 |1588SL12C-0510 6 116 | 78 72 36
3.9 20 |1588SL20C-0390| 6 136 | 96 84 36 5.1 20 |1588SL20C-0510| 6 | 168|128 | 116 | 36
30 |1588SL30C-0390 6 176 | 136 124 36 30 |1588SL30C-0510 6 228 | 188 170 36
12 |1588SL12C-0400 6 102 | 64 56 36 12 |1588SL12C-0520 6 116 | 78 72 36
4.0 20 |1588SL20C-0400 6 136 | 96 84 36 5.2 20 |1588SL20C-0520 6 168 | 128 116 36
30 |1588SL30C-0400 6 176 | 136 124 36 30 [1588SL30C-0520 6 228 | 188 170 36
12 |1588SL12C-0410 6 102 | 64 56 36 12 |1588SL12C-0530 6 116 | 78 72 36
41 20 |1588SL20C-0410 6 148 | 108 96 36 5.3 20 |1588SL20C-0530 6 168 | 128 116 36
30 |1588SL30C-0410 6 192 | 152 140 36 30 |1588SL30C-0530 6 228 | 188 170 36
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SL series
il d(ijameteJ Driling Basic dimension(mm) il d(ijametell Driling Basic dimension(mm)
o |00 T |G O ) |y S| Tee S R
200/3001fw) dohe) | b1 | k2 | la | la | ODISODI) dhe) | b | | b |l
12 |1588SL12C-0540 6 116 | 78 72 36 12 |1588SL12C-0660 8 131 | 93 84 36
54 20 [1588SL20C-0540 6 168 | 128 116 36 6.6 20 [1588SL20C-0660 8 202 | 162 144 36
30 [1588SL30C-0540 6 228 | 188 170 36 30 [1588SL30C-0660 8 272 | 232 214 36
12 |1588SL12C-0550 6 116 | 78 72 36 12 |1588SL12C-0670 8 131 | 93 84 36
5.5 20 [1588SL20C-0550 6 168 | 128 116 36 6.7 20 [1588SL20C-0670 8 202 | 162 144 36
30 |1588SL30C-0550 6 228 | 188 170 36 30 [1588SL30C-0670 8 272 | 232 214 36
12 |1588SL12C-0560 6 116 | 78 72 36 12 |1588SL12C-0680 8 131 | 93 84 36
5.6 20 [1588SL20C-0560 6 180 | 140 126 36 6.8 20 [1588SL20C-0680 8 202 | 162 144 36
30 [1588SL30C-0560 6 240 | 200 182 36 30 [1588SL30C-0680 8 272 | 232 214 36
12 |1588SL12C-0570 6 116 | 78 72 36 12 |1588SL12C-0690 8 131 | 93 84 36
5.7 20 [1588SL20C-0570 6 180 | 140 126 36 6.9 20 [1588SL20C-0690 8 202 | 162 144 36
30 [1588SL30C-0570 6 240 | 200 182 36 30 [1588SL30C-0690 8 272 | 232 214 36
12 |1588SL12C-0580 6 116 | 78 72 36 12 |1588SL12C-0700 8 131 | 93 84 36
5.8 20 [1588SL20C-0580 6 180 | 140 126 36 7.0 20 [1588SL20C-0700 8 202 | 162 144 36
30 |1588SL30C-0580 6 240 | 200 182 36 30 [1588SL30C-0700 8 272 | 232 214 36
12 |1588SL12C-0590 6 116 | 78 72 36 12 |1588SL12C-0710 8 146 | 108 96 36
5.9 20 [1588SL20C-0590 6 180 | 140 126 36 71 20 [1588SL20C-0710 8 213 | 173 {55 36
30 [1588SL30C-0590 6 240 | 200 182 36 30 |1588SL30C-0710 8 290 | 250 232 36
12 |1588SL12C-0600 6 116 | 78 72 36 12 |1588SL12C-0720 8 146 | 108 96 36
6.0 20 [1588SL20C-0600 6 180 | 140 126 36 7.2 20 [1588SL20C-0720 8 213 | 173 155 36
30 [1588SL30C-0600 6 240 | 200 182 36 30 [1588SL30C-0720 8 290 | 250 232 36
12 |1588SL12C-0610 8 131 | 93 84 36 12 |1588SL12C-0730 8 146 | 108 96 36
6.1 20 [1588SL20C-0610 8 192 | 150 132 36 7.3 20 [1588SL20C-0730 8 213 | 173 155 36
30 |1588SL30C-0610 8 260 | 220 202 36 30 |1588SL30C-0730 8 290 | 250 232 36
12 |1588SL12C-0620 8 131 | 93 84 36 12 |1588SL12C-0740 8 146 | 108 96 36
6.2 20 [1588SL20C-0620 8 192 | 150 132 36 7.4 20 [1588SL20C-0740 8 213 | 173 155 36
30 [1588SL30C-0620 8 260 | 220 202 36 30 [1588SL30C-0740 8 290 | 250 232 36 'g
12 |1588SL12C-0630 8 131 | 93 84 36 12 |1588SL12C-0750 8 146 | 108 96 36 2
6.3 20 [1588SL20C-0630 8 192 | 150 132 36 7.5 20 [1588SL20C-0750 8 213 | 173 155 36 @
30 [1588SL30C-0630 8 260 | 220 202 36 30 [1588SL30C-0750 8 290 | 250 232 36
12 |1588SL12C-0640 8 131 | 93 84 36 12 |1588SL12C-0760 8 146 | 108 96 36
6.4 20 [1588SL20C-0640 8 192 | 150 132 36 7.6 20 [1588SL20C-0760 8 223 | 183 165 36
30 |1588SL30C-0640 8 260 | 220 202 36 30 |1588SL30C-0760 8 305 | 265 246 36
12 |1588SL12C-0650 8 131 | 93 84 36 12 |1588SL12C-0770 8 146 | 108 96 36
6.5 20 [1588SL20C-0650 8 192 | 150 132 36 7.7 20 [1588SL20C-0770 8 223 | 183 165 36
30 [1588SL30C-0650 8 260 | 220 202 36 30 |1588SL30C-0770 8 305 | 265 246 36
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Ce:rbclm Pre-hardened steel, Hardened steel | gi-injess Cact Nodular | Aluminum | Copper He;:lt .
HB<180 | Ajoy steel | ~40HRC | ~50HRC | ~60HRC | Steel ASHION | castiron | alloy alloy | "0
KDG303 O (@) (@) O @) (@) O O

Codm Cutting para{ete_rb Technical inf@ Non-standard customiza@

C6 c81 C80-C86 C94-C98
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SL series

series Deep-hole machining

C50

~
T — :
Internal coolant Straight shank
-1 8! 20D/30D
@ Suitable for deep-hole drilling of steel, cast iron etc.
Dril d(ijameter oriling Basic dimension(mm) Dril d(ijameter Driing Basic dimension(mm)
P B e R L L B - 4 v
20D/30D(f) dahs) | 1 | k2 | ls | 1a | 20DR0D() dhs) | 1 | 2 | b | s
12 |1588SL12C-0780 8 146 | 108 96 36 12 |1588SL12C-0900| 10 162 | 120 108 40
7.8 20 |1588SL20C-0780 8 223 | 183 165 36 9.0 20 |1588SL20C-0900, 10 249 | 205 186 40
30 |1588SL30C-0780 8 305 | 265 246 36 30 |1588SL30C-0900, 10 340 | 295 275 40
12 |1588SL12C-0790| 8 146 | 108 | 96 36 12 |1588SL12C-0910| 10 | 174 | 132 | 120 | 40
7.9 20 |1588SL20C-0790| 8 | 223 183 | 165 | 36 9.1 20 [1588SL20C-0910| 10 | 262 | 218 | 196 | 40
30 |1588SL30C-0790 8 305 | 265 246 36 30 |1588SL30C-0910 10 360 | 315 292 40
12 |1588SL12C-0800 8 146 | 108 96 36 12 |1588SL12C-0920| 10 174 | 132 120 40
8.0 20 |1588SL20C-0800| 8 | 223|183 | 165 | 36 9.2 20 |1588SL20C-0920| 10 |262 |218 | 196 | 40
30 |1588SL30C-0800 8 305 | 265 246 36 30 |1588SL30C-0920, 10 360 | 315 292 40
12 |1588SL12C-0810| 10 162 | 120 108 40 12 |1588SL12C-0930| 10 174 | 132 120 40
8.1 20 |1588SL20C-0810| 10 239 | 195 176 40 9.3 20 |1588SL20C-0930| 10 262 | 218 196 40
30 [1588SL30C-0810| 10 | 330 |285| 265 | 40 30 |1588SL30C-0930| 10 | 360 |315| 292 | 40
12 [1588SL12C-0820/ 10 | 162 | 120 | 108 | 40 12 |1588SL12C-0940 10 | 174 | 132 | 120 | 40
8.2 20 |1588SL20C-0820| 10 |239 |195| 176 | 40 9.4 20 |1588SL20C-0940| 10 | 262 |218 | 196 | 40
30 |1588SL30C-0820, 10 330 | 285 265 40 30 |1588SL30C-0940 10 360 | 315 292 40
12 |1588SL12C-0830| 10 162 | 120 108 40 12 |1588SL12C-0950| 10 174 | 132 120 40
8.3 20 |1588SL20C-0830| 10 239 | 195 176 40 9.5 20 |1588SL20C-0950, 10 262 | 218 196 40
30 |1588SL30C-0830, 10 330 | 285 265 40 30 |1588SL30C-0950, 10 360 | 315 292 40
12 |1588SL12C-0840| 10 162 | 120 108 40 12 |1588SL12C-0960| 10 174 | 132 120 40
8.4 20 [1588SL20C-0840| 10 | 239 |195| 176 | 40 9.6 20 |1588SL20C-0960| 10 | 272|228 | 206 | 40
30 |1588SL30C-0840 10 330 | 285 265 40 30 |1588SL30C-0960| 10 372 | 328 305 40
12 [1588SL12C-0850, 10 | 162 | 120 | 108 | 40 12 |1588SL12C-0970| 10 | 174 | 132 | 120 | 40
8.5 20 |1588SL20C-0850| 10 |239 | 195| 176 | 40 9.7 20 |1588SL20C-0970| 10 |272 [ 228 | 206 | 40
30 |1588SL30C-0850, 10 330 | 285 265 40 30 |1588SL30C-0970 10 372 | 328 305 40
12 |1588SL12C-0860| 10 162 | 120 108 40 12 |1588SL12C-0980) 10 174 | 132 120 40
8.6 20 |1588SL20C-0860| 10 249 | 205 186 40 9.8 20 |1588SL20C-0980| 10 272 | 228 206 40
30 |1588SL30C-0860| 10 340 | 295 25 40 30 |1588SL30C-0980| 10 372 | 328 305 40
12 |1588SL12C-0870| 10 162 | 120 108 40 12 |1588SL12C-0990) 10 174 | 132 120 40
8.7 20 |1588SL20C-0870| 10 | 249 |205| 186 | 40 9.9 20 [1588SL20C-0990| 10 | 272|228 | 206 | 40
30 |1588SL30C-0870, 10 340 | 295 275 40 30 |1588SL30C-0990, 10 372 | 328 305 40
12 |1588SL12C-0880| 10 162 | 120 108 40 12 |1588SL12C-1000| 10 174 | 132 120 40
8.8 20 |1588SL20C-0880| 10 | 249 |205| 186 | 40 10.0 20 |1588SL20C-1000| 10 |272 | 228 | 206 | 40
30 |1588SL30C-0880| 10 340 | 295 275 40 30 |1588SL30C-1000, 10 372 | 328 305 40
12 |1588SL12C-0890| 10 162 | 120 108 40 e 12 |1588SL12C-1010| 12 204 | 156 144 45
8.9 20 |1588SL20C-0890| 10 249 | 205 186 40 20 |1588SL20C-1010| 12 292 | 242 220 45
30 |1588SL30C-0890| 10 340 | 295 275 40




SL series
il d(ijameter‘ Driling Basic dimension(mm) Dril d(i]ameter oriling Basic dimension(mm)
iy S| e | SmRim i | b e | Skl o
200/300/fm) dohs) | b | 2 | s | I | 20800 dhs) | b | k| b |l
102 12 [1588SL12C-1020| 12 |204 | 156 | 144 | 45 "7 12 |[1588SL12C-1170| 12 | 204 | 156 | 144 | 45
20 [1588SL20C-1020| 12 292 | 242 220 45 20 |1588SL20C-1170| 12 325 | 275 250 45
103 12 |1588SL12C-1030| 12 204 | 156 144 45 s 12 |1588SL12C-1180| 12 204 | 156 144 45
20 [1588SL20C-1030| 12 292 | 242 220 45 20 [1588SL20C-1180| 12 325 | 275 250 45
104 12 |1588SL12C-1040| 12 204 | 156 144 45 19 12 |1588SL12C-1190| 12 204 | 156 144 45
20 [1588SL20C-1040| 12 292 | 242 220 45 20 [1588SL20C-1190| 12 325 | 275 250 45
105 12 |1588SL12C-1050| 12 204 | 156 144 45 120 12 |1588SL12C-1200| 12 204 | 156 144 45
20 [1588SL20C-1050 12 |292 | 242 | 220 | 45 20 [1588SL20C-1200| 12 |325|275| 250 | 45
106 12 [1588SL12C-1060| 12 |204 | 156 | 144 | 45 125 12 [1588SL12C-1250| 14 |230 | 182 | 168 | 45
20 [1588SL20C-1060| 12 |300 | 250 | 228 | 45 20 [1588SL20C-1250| 14 |323|275| 250 | 45
0 12 [1588SL12C-1070| 12 |204 | 156 | 144 | 45 12.7 12 [1588SL12C-1270| 14 |230 | 182 | 168 | 45
20 [1588SL20C-1070| 12 |300 | 250 | 228 | 45 12.8 12 [1588SL12C-1280| 14 |230 | 182 | 168 | 45
108 12 |1588SL12C-1080| 12 204 | 156 144 45 13.0 12 |1588SL12C-1300| 14 230 | 182 168 45
20 [1588SL20C-1080| 12 300 | 250 228 45 20 [1588SL20C-1300| 14 338 | 290 265 45
10.9 12 |1588SL12C-1090| 12 204 | 156 144 45 135 12 |1588SL12C-1350| 14 230 | 182 168 45
20 |1588SL20C-1090| 12 300 | 250 228 45 20 |1588SL20C-1350| 14 338 | 290 265 45
"o 12 [1588SL12C-1100| 12 |204 | 156 | 144 | 45 140 12 [1588SL12C-1400| 14 |230 | 182 | 168 | 45
20 [1588SL20C-1100| 12 |300 | 250 | 228 | 45 20 [1588SL20C-1400| 14 | 367|318 | 290 | 45
11 12 |1588SL12C-1110| 12 204 | 156 144 45 145 12 |1588SL12C-1450| 16 260 | 208 194 48
20 [1588SL20C-1110| 12 |315|265| 240 | 45 15.0 12 [1588SL12C-1500| 16 | 260 | 208 | 194 | 48
o 12 [1588SL12C-1120| 12 |204 | 156 | 144 | 45 15.5 12 [1588SL12C-1550| 16 | 260 | 208 | 194 | 48
20 [1588SL20C-1120| 12 |315|265| 240 | 45 16.0 12 |1588SL12C-1600| 16 | 260 | 208 | 194 | 48
0 12 |1588SL12C-1130| 12 204 | 156 144 45 16.5 12 |1588SL12C-1650| 18 286 | 234 218 48
20 |1588SL20C-1130| 12 315 | 265 240 45 17.0 12 |1588SL12C-1700| 18 286 | 234 218 48
a 12 |1588SL12C-1140| 12 |204 | 156 | 144 | 45 17.5 12 [1588SL12C-1750| 18 | 286 | 234 | 218 | 48
20 [1588SL20C-1140| 12 |315|265| 240 | 45 18.0 12 [1588SL12C-1800| 18 | 286 | 234 | 218 | 48
s 12 |1588SL12C-1150| 12 |204 | 156 | 144 | 45 18.5 12 [1588SL12C-1850| 20 | 310 | 258 | 240 | 48 g
20 [1588SL20C-1150| 12 315 | 265 240 45 19.0 12 |1588SL12C-1900| 20 310 | 258 240 48 j
e 12 [1588SL12C-1160| 12 |204 | 156 | 144 | 45 19.5 12 [1588SL12C-1950| 20 | 310 | 258 | 240 | 48 @
20 [1588SL20C-1160| 12 |[325 |275| 250 | 45 20.0 12 [1588SL12C-2000 20 | 310 | 258 | 240 | 48
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel C;e;;k;?n Pre-hardened steel, Hardened steel | gi-injess Cact Nodular | Aluminum | Copper He;:lt .
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! aSHION | castiron | alloy alioy | "oy
KDG303 O (@) (@) O @) (@) O O

Codm Cutting para{ete_rb Technical inf@ Non-standard customiza@

C6 c81 C80-C86 C94-C98
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1534SP series Guide-hole machining

SP series

~
12 la
Internal coolant Straight shank 11
Basic dimension(mm) Basic dimension(mm)
Drill | Drilling Drill | Drilling
dameter| depth | Type | TR ot (T | engi | (dameter| depth | Type | SEC R S e | netn

di(hz) | (I/d) di(hz) | (I/d)

dz(hs) | |1 I2 I3 l4 dz(hs) | |1 12 I3 la
3.03 3 | 1534SP03C-0303 6 62 20 14 36 6.63 3 | 1534SP03C-0663 8 79 34 24 36
3.13 3 | 1534SP03C-0313 6 62 20 14 36 6.73 3 | 1534SP03C-0673 8 79 34 24 36
3123 3 |1534SP03C-0323 6 62 20 14 36 6.83 3 | 1534SP03C-0683 8 79 34 24 36
3.33 3 |1534SP03C-0333 6 62 20 14 36 6.93 3 | 1534SP03C-0693 8 79 34 24 36
3.43 3 | 1534SP03C-0343 6 62 20 14 36 7.03 3 | 1534SP03C-0703 8 79 34 24 36
3.53 3 |1534SP03C-0353 6 62 20 14 36 7.13 3 | 1534SP03C-0713 8 79 41 29 36
3.63 3 |1534SP03C-0363 6 62 20 14 36 7.23 3 | 1534SP03C-0723 8 79 41 29 36
3.73 3 | 1534SP03C-0373 6 62 20 14 36 7.33 3 | 1534SP03C-0733 8 79 4 29 36
3.83 3 [1534SP03C-0383 6 66 24 17 36 7.43 3 [1534SP03C-0743 8 79 41 29 36
3.93 3 | 1534SP03C-0393 6 66 24 17 36 7.53 3 | 1534SP03C-0753 8 79 41 29 36
4.03 3 | 1534SP03C-0403 6 66 24 17 36 7.63 3 | 1534SP03C-0763 8 79 41 29 36
4.13 3 | 1534SP03C-0413 6 66 24 17 36 7.73 3 | 1534SP03C-0773 8 79 41 29 36
4.23 3 | 1534SP03C-0423 6 66 24 17 36 7.83 3 | 1534SP03C-0783 8 79 41 29 36
4.33 3 | 1534SP03C-0433 6 66 24 17 36 7.93 3 | 1534SP03C-0793 8 79 41 29 36
4.43 3 | 1534SP03C-0443 6 66 24 17 36 8.03 3 | 1534SP03C-0803 8 79 4 29 36
4.53 3 | 1534SP03C-0453 6 66 24 17 36 8.13 3 |1534SP03C-0813 | 10 89 47 35 40
4.63 3 | 1534SP03C-0463 6 66 24 17 36 8.23 3 | 1534SP03C-0823 | 10 89 47 35 40
4.73 3 1534SP03C-0473 6 66 24 17 36 8.33 3 1534SP03C-0833 10 89 47 35 40
4.83 3 | 1534SP03C-0483 6 66 28 20 36 8.43 3 | 1534SP03C-0843 | 10 89 47 35 40
4.93 3 | 1534SP03C-0493 6 66 28 20 36 8.53 3 |1534SP03C-0853 | 10 89 47 35 40
5.03 3 1534SP03C-0503 6 66 28 20 36 8.63 3 1534SP03C-0863 10 89 47 35 40
5.13 3 |1534SP03C-0513 6 66 28 20 36 8.73 3 |1534SP03C-0873 | 10 89 47 35 40
5.23 3 | 1534SP03C-0523 6 66 28 20 36 8.83 3 |1534SP03C-0883 | 10 89 47 35 40
5.33 3 | 1534SP03C-0533 6 66 28 20 36 8.93 3 | 1534SP03C-0893| 10 89 47 35 40
5.43 3 [1534SP03C-0543 6 66 28 20 36 9.03 3 [1534SP03C-0903 | 10 89 47 35, 40
5.53 3 | 1534SP03C-0553 6 66 28 20 36 9.13 3 |1534SP03C-0913 | 10 89 47 35 40
5.63 3 | 1534SP03C-0563 6 66 28 20 36 9.23 3 | 1534SP03C-0923 | 10 89 47 35 40
5.73 3 1534SP03C-0573 6 66 28 20 36 9.33 3 1534SP03C-0933 10 89 47 35 40
5.83 3 |1534SP03C-0583 6 66 28 20 36 9.43 3 | 1534SP03C-0943 | 10 89 47 35 40
5.93 3 | 1534SP03C-0593 6 66 28 20 36 9.53 3 | 1534SP03C-0953| 10 89 47 35 40
6.03 3 | 1534SP03C-0603 6 66 28 20 36 9.63 3 | 1534SP03C-0963| 10 89 47 35 40
6.13 3 |1534SP03C-0613 8 79 34 24 36 9.73 3 |1534SP03C-0973 | 10 89 47 35 40
6.23 3 | 1534SP03C-0623 8 79 34 24 36 9.83 3 | 1534SP03C-0983 | 10 89 47 35 40
6.33 3 1534SP03C-0633 8 79 34 24 36 9.93 3 1534SP03C-0993 10 89 47 35 40
6.43 3 | 1534SP03C-0643 8 79 34 24 36 10.03 3 |1534SP03C-1003 | 10 89 47 35 40
6.53 3 1534SP03C-0653 8 79 34 24 36 10.13 3 1534SP03C-1013 12 102 55 40 45
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SP series
Basic dimension(mm) Basic dimension(mm)

Drill |Drilling Drill | Drilling
dameter| depth | Type | gac O DGR Cimien | lnin | (dameter| depth | Type | SR G R | et | ongin
di(hz) | (I/d) di(hz) | (I/d)

d2(hs) | |1 I2 I3 la dz(hs) | | I2 I3 la

10.23 <} 1534SP03C-1023 12 102 595 40 45 11.53 &) 1534SP03C-1153 12 102 55 40 45
10.33 3 |1534SP03C-1033 | 12 102 | 55 40 45 11.63 3 1534SP03C-1163 | 12 102 55 40 45
10.43 & 1534SP03C-1043 12 102 59} 40 45 11.73 5] 1534SP03C-1173 12 102 55 40 45
10.53 3 1534SP03C-1053 12 102 55 40 45 11.83 3 1534SP03C-1183 12 102 55 40 45
10.63 3 |1534SP03C-1063 | 12 102 | 55 40 45 11.93 3] 1534SP03C-1193 | 12 102 | 55 40 45
10.73 3 1534SP03C-1073 12 102 55 40 45 12.03 3 1534SP03C-1203 12 102 55 40 45
10.83 & 1534SP03C-1083 12 102 59) 40 45 12.53 & 1534SP03C-1253 14 107 60 43 45
10.93 3 |1534SP03C-1093 | 12 102 | 55 40 45 12.73 3 |1534SP03C-1273| 14 107 | 60 43 45
11.03 &) 1534SP03C-1103 12 102 59} 40 45 12.83 5] 1534SP03C-1283 14 107 60 43 45
11.13 3 1534SP03C-1113 12 102 55 40 45 13.03 3 1534SP03C-1303 14 107 60 43 45
11.23 6] 1534SP03C-1123 | 12 102 | 55 40 45 13.53 3 |1534SP03C-1353 | 14 107 | 60 43 45
11.33 3 1534SP03C-1133 | 12 102 | 55 40 45 14.03 3 |1534SP03C-1403| 14 107 | 60 43 45
11.43 3 1534SP03C-1143 | 12 102 | 55 40 45

( Recommended Machining Method of SL series Deep-hole Drills

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

e — eSS

@ Apex angle of drills used for hole-guided machining has to be
greater than the apex angle of deep-hole drills.

@ Diameter of drills used for hole-guided machining has to be
respectively greater than the diameter of deep-hole drills. Generally
the diameter range of deep-hole drills is between 0 and positive 0.1.

@ Generally the depth of pre-drilling hole is 1-3D (D is the diameter of
pre-drilling holes). Also, it basically needs to ensure the accuracy of
pre-drilling holes at the same time.

@ lower speed should be applied in the process of inserting
deep-hole drills into the pre-drilling holes.

@ Insert deep hole drill to the location 1-3mm away from the
bottom of pre-drilling holes (Please make sure that the parts of
drilling point are entirely inserted).

173
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4.Deep-hole Machining (Retract from hole)

3.Deep-hole Machining (Beginning machining, to the end) ]
E=—————=@ -

@ Reduce speed located 1-2mm away from hole bottom at the
end of machining.

# Non-stopped machining with fixed speed and feed rates. (Completed ®Quickly secedes the deep-hole drills back to the location
at one time, nota “Step-by-Step” machining). where it begins to machine.
@ Retract under the same conditions of inserting pre-drilling
holes.
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade p Carbon Pre-hardened steel, Hardened steel . . Heat
Mid <stee| steel, St:{gl;ss Cast iron ;os?l#s; Aluarm)num C;)lglnoper resistant
HB<180 | Ajjoy steel | ~40HRC | ~50HRC | ~60HRC Y Y alloy
KDG303 O @) (@) O @) (@) O @]
Codm Cutting para{ete_rsj Technical inf@ Non-standard customiza@
C6 Cc82 C87-C93 C94-C98

C53



machining of soft steel and stainless steel

Silyseriesfdrillshwithfsuperiordperformance
willfsolyeftheYdifficulties®’in,machining
lofghighselongationymaterials suchfas/soft

Optimized drill point design with strengthene
chisel edge and ensures easy and fast cuttin
and excellent chip breaking.

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

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

{O Application of st series twist drills

Tool type: 1534ST03C-0800
Workpiece material:  1Cr18Ni9Ti
Cooling system: oil water emulsion(internal cooling)
Cutting speed: Vc=85m/min
Feed rate: fr=0.16mm/r
Drilling depth:  24mm(blind hole)

25001

Primary
cutting edge

2115
2000

1s00p 1245

10001

Chip breaking

500

Number of hole drilled ( pcs )

O 1
Similar product of 1534ST03C-0800
company A

Cb54



W Drilling Tools

ST series

ST series for machining of soft steel, stainless steel ~

40 ST
1’ ’ .
Internal coolant Straight shank l2 I la
=
Internal coolant Whistle notch shank k
11
@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
ol Driifg Cooling | Shank Shank OveraﬁaSIc dlmensu;z;:ﬁe)nded Reoon:an;t:nded
d:r(n;:c)—:r dg/zt)h mode type Type diameter| iength Flute length driling depth Shank length| ~ §
d2(hs) I1 I2 I3 l4 KDG303
3 Straight 1534ST03C-0300 6 62 20 14 36 %
3.0 5 shank 1536ST05C-0300 6 66 28 23 36 P
5 Whistle notch 1736ST05C-0300 6 66 28 23 36 *
3 Straight 1534ST03C-0310 6 62 20 14 36 o
3.1 5 shank 1536ST05C-0310 6 66 28 23 36 Yo
5 Whistle notch 1736ST05C-0310 6 66 28 23 36 *
3 Straight 1534ST03C-0320 6 62 20 14 36 Yo
3.2 5 shank 1536ST05C-0320 6 66 28 23 36 %
5 Whistle notch 1736ST05C-0320 6 66 28 23 36 *
3 Straight 1534ST03C-0325 6 62 20 14 36 Yo
3.25 5 'c”(:slrgst' shank 1536ST05C-0325 6 66 28 23 36 e
5 Whistle notch 1736ST05C-0325 6 66 28 23 36 *
3 Straight 1534ST03C-0330 6 62 20 14 36 Y g
3.3 5 shank 15365T05C-0330 6 66 28 23 36 * g
5 WWhistle notch 1736ST05C-0330 6 66 28 23 36 *
3 Straight 1534ST03C-0340 6 62 20 14 36 Yo
3.4 5 shank 1536ST05C-0340 6 66 28 23 36 e
5 Whistle notch 17365T05C-0340 6 66 28 23 36 e
3 Straight 1534ST03C-0350 6 62 20 14 36 Y
3.5 5 shank 1536ST05C-0350 6 66 28 23 36 P
5 WWhistle notch 1736ST05C-0350 6 66 28 23 36 *
¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | \id steel Cse;;k;?n Pre-hardened steel, Hardened steel | g5injess Castiron | Nodular | Aluminum | Copper regizzatnt
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC | Steel easiilien | elloy alley alloy
KDG303 @) o) (@) o)
Codm Cutting para{ete_rD Technical inf@ Non-standard customizationﬁg
Ccé c83 C87-C93 C94-C98

Cb5
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ST series
series for machining of soft steel, stainless steel ~
a0 e —%I
: I3
) I2 la
Internal coolant Straight shank I
¢ &S
Internal coolant Whistle notch shank
I1
@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
Basic dimension(mm
Drill | Driling | i Spank s T Sveral o ( )d | Rewm'zended
. an| vera ecommende rade
d:jar(net()er d((lalzt)h mode type Type diameter| length | TUte 1ength | “qiinc ety Shank length) 9
1(m7
d2(hs) I1 I2 I3 l4 KDG303
3 Straight 1534ST03C-0360 6 62 20 14 36 %
3.6 5 shank 1536ST05C-0360 6 66 28 23 36 o
5 Whistle noteh 1736ST05C-0360 6 66 28 23 36 *
s Straight 1534ST03C-0370 6 62 20 14 36 Yo
3.7 5 shank 1536ST05C-0370 6 66 28 23 36 P
5 Whistle notch 1736ST05C-0370 6 66 28 23 36 *
3 Straight 1534ST03C-0380 6 66 24 17 36 Y
3.8 5 shank 1536ST05C-0380 6 74 36 29 36 P
5 Whistle notch 1736ST05C-0380 6 74 36 29 36 %
3 Straight 1534ST03C-0390 6 66 24 17 36 Y
3.9 5 shank 1536ST05C-0390 6 74 36 29 36 o
5 Whistle notch 1736ST05C-0390 6 74 36 29 36 *
3 Straight 1534ST03C-0400 6 66 24 17 36 Yo
4.0 5 shank 1536ST05C-0400 6 74 36 29 36 e
5 Internal | st nolch) - 4736ST05C-0400 6 74 36 29 36 *
Jant
3 008N Straight 1534ST03C-0410 6 66 24 17 36 ¥
4.1 5 shank 15365T05C-0410 6 74 36 29 36 *
5 Whisie rolch  1736ST05C-0410 6 74 36 29 36 #
3 Straight 1534ST03C-0420 6 66 24 17 36 %
4.2 5 shank 1536ST05C-0420 6 74 36 29 36 Y
5 Whistle notch 1736ST05C-0420 6 74 36 29 36 %
3 Straight 1534ST03C-0430 6 66 24 17 36 %
4.3 5 shank 1536ST05C-0430 6 74 36 29 36 %
5 Whistle notch 1736ST05C-0430 6 74 36 29 36 *
3 Straight 1534ST03C-0440 6 66 24 17 36 %
4.4 5 shank 1536ST05C-0440 6 74 36 29 36 Y
5 Whistle notch)  4736ST05C-0440 6 74 36 29 36 *
3 Straight 1534ST03C-0450 6 66 24 17 36 %
45 5 shank 1536ST05C-0450 6 74 36 29 36 Yo
5 Whistle notch 1736ST05C-0450 6 74 36 29 36 *

C56
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ST series
f orl Driling Cooling | Shank Shank Overjas'c dlmensmli:e]tfz:::e)nded RemT:(]i:nded
d:r(n::c)—:r d((la/;ét)h mode type Type diameter | iength | TUte 1ength | "Giinc ety Shank length| 9
d2(hs) I1 I2 I3 la KDG303
3 Straight 1534ST03C-0460 6 66 24 17 36 e
4.6 5 shank 1536ST05C-0460 6 74 36 29 36 o
5 Whistle notch 1736ST05C-0460 6 74 36 29 36 %
3 Straight 1534ST03C-0465 6 66 24 17 36 e
4.65 5 shank 1536ST05C-0465 6 74 36 29 36 o
5 Whistle notch 1736ST05C-0465 6 74 36 29 36 *
3 Straight 1534ST03C-0470 6 66 24 17 36 e
4.7 5 shank 1536ST05C-0470 6 74 36 29 36 P
5 Whistle notch 1736ST05C-0470 6 74 36 29 36 %
3 Straight 1534ST03C-0480 6 66 28 20 36 e
4.8 5 shank 1536ST05C-0480 6 82 44 35 36 #
5 Whistle notch 1736ST05C-0480 6 82 44 35 36 *
3 Straight 1534ST03C-0490 6 66 28 20 36 o
4.9 5 shank 1536ST05C-0490 6 82 44 35 36 #
5 Whistle nolch) 17365 T05C-0490 6 82 44 35 36 *
3 Straight 1534ST03C-0500 6 66 28 20 36 %
5.0 5 intemal | shank 15365T05C-0500 6 82 44 35 36 *
5 Whistle rolch) 47365 T05C-0500 6 82 44 35 36 *
3 Straight 1534ST03C-0510 6 66 28 20 36 o
5.1 5 shank 1536ST05C-0510 6 82 44 35 36 Y
5 Whistle notch 1736ST05C-0510 6 82 44 35 36 %
3 Straight 1534ST03C-0520 6 66 28 20 36 e
5.2 5 shank 1536ST05C-0520 6 82 44 35 36 Yo
5 Whistle notch 1736ST05C-0520 6 82 44 35 36 *
3 Straight 1534ST03C-0530 6 66 28 20 36 e g
5.3 5 shank 1536ST05C-0530 6 82 44 35 36 % 2
5 Whistle notch 1736ST05C-0530 6 82 44 35 36 % ?
3 Straight 1534ST03C-0540 6 66 28 20 36 e
5.4 5 shank 1536ST05C-0540 6 82 44 35 36 Yo
5 Whistle notch 1736ST05C-0540 6 82 44 35 36 *
3 Straight 1534ST03C-0550 6 66 28 20 36 e
5.5 5 shank 1536ST05C-0550 6 82 44 35 36 e
5 Whistle notch 1736ST05C-0550 6 82 44 35 36 *
Y¢Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Cse;;k;?n Pre-hardened steel, Hardened steel | giainiess Castiron Nodular | Aluminum | Copper regiztaatnt
HB<180 Alloy steel | ~40HRC | ~50HRC | ~60HRC steel cast iron alloy alloy alloy
KDG303 o o) o o)
Codm Cutting para{eteD Technical inf@ Non-standard customizam
cé c83 C87-C93 C94-C98
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ST series
.
a0 oS ,%I
: I3
Internal coolant Straight shank l2 I b
S —
Internal coolant Whistle notch shank
3
® First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
; oril Driling Cooling | Shank Shank Overa?aSIc dlmenSIcF’(Zt(;oTn:e)nded RecoTan(]ianed
d:;rg\nit:r d(?/zt)h mode type Type diameter| iength Flute length driling depth Shank length) 9
da(he) | I2 I3 la KDG303
3 Straight 1534ST03C-0555 6 66 28 20 36 e
5.55 5 shank 1536ST05C-0555 6 82 44 35 36 s
5 Whistle notch 1736ST05C-0555 6 82 44 35 36 *
3 Straight 1534ST03C-0560 6 66 28 20 36 e
5.6 5 shank 1536ST05C-0560 6 82 44 35 36 %
5 Whistle notch 1736ST05C-0560 6 82 44 35 36 *
3 Straight 1534ST03C-0570 6 66 28 20 36 e
5.7 5 shank 1536ST05C-0570 6 82 44 35 36 e
5 Whistle notch 1736ST05C-0570 6 82 44 35 36 %
3 Straight 1534ST03C-0580 6 66 28 20 36 %
5.8 5 shank 1536ST05C-0580 6 82 44 35 36 P
5 Whistle notch 1736ST05C-0580 6 82 44 35 36 %
3 Straight 1534ST03C-0590 6 66 28 20 36 %
5.9 5 shank 1536ST05C-0590 6 82 44 35 36 P
5 Internal | spenoleh)  4736ST05C-0590 6 82 44 35 36 *
3 coolant Straight 1534ST03C-0600 6 66 28 20 36 %
6.0 5 shank 1536ST05C-0600 6 82 44 35 36 P
5 Whistle notch 1736ST05C-0600 6 82 44 35 36 *
3 Straight 1534ST03C-0610 8 79 34 24 36 e
6.1 5 shank 1536ST05C-0610 8 91 53 43 36 P
5 Whistle notch 1736ST05C-0610 8 91 53 43 36 *
3 Straight 1534ST03C-0620 8 79 34 24 36 Y
6.2 5 shank 1536ST05C-0620 8 91 53 43 36 o
5 Whistle nolch) - 4736ST05C-0620 8 91 53 43 36 *
3 Straight 1534ST03C-0630 8 79 34 24 36 Y
6.3 5 shank 1536ST05C-0630 8 91 53 43 36 o
5 Whistie rolch) - 4736ST05C-0630 8 91 53 43 36 *
3 Straight 1534ST03C-0640 8 79 34 24 36 %
6.4 5 shank 1536ST05C-0640 8 91 53 43 36 o
5 Whistle notch 1736ST05C-0640 8 91 53 43 36 *

C58

Y¢Recommended grade ( produce according to order)




ST series
Dril | Driling | i | gpon — ?as'c d'me“s":{"(mm) - Resonmrded
. an| vera ecommende rade
d;ar(net()—:r d((la/;ét)h mode type Type diameter | iength | TUte 1ength | "Giinc ety Shank length| 9
1(m7
d2(hs) I1 I2 I3 la KDG303
3 Straight 1534ST03C-0650 8 79 34 24 36 #
6.5 5 shank 1536ST05C-0650 8 91 53 43 36 o
5 Whistle notch 1736ST05C-0650 8 91 53 43 36 %
3 Straight 1534ST03C-0660 8 79 34 24 36 #
6.6 5 shank 1536ST05C-0660 8 91 53 43 36 o
5 Whistle notch 1736ST05C-0660 8 91 53 43 36 %
3 Straight 1534ST03C-0670 8 79 34 24 36 #
6.7 5 shank 1536ST05C-0670 8 91 53 43 36 Y
5 Whistle notch 1736ST05C-0670 8 91 53 43 36 %
3 Straight 1534ST03C-0675 8 79 34 24 36 H
6.75 5 shank 1536ST05C-0675 8 91 53 43 36 Y
5 Whistle notch 1736ST05C-0675 8 91 53 43 36 *
3 Straight 1534ST03C-0690 8 79 34 24 36 H
6.9 5 shank 1536ST05C-0690 8 91 53 43 36 Y
5 Whistle rolch) - 4736ST05C-0690 8 91 53 43 36 *
3 Straight 1534ST03C-0700 8 79 34 24 36 Fo
7.0 5 Internal | shank 15365T05C-0700 8 91 53 43 36 *
coolant .
5 Whistle nolch) — 17365T05C-0700 8 91 53 43 36 *
3 Straight 1534ST03C-0710 8 79 41 29 36 o
741 5 shank 1536ST05C-0710 8 91 53 43 36 P
5 Whistle notch 1736ST05C-0710 8 91 53 43 36 *
3 Straight 1534ST03C-0720 8 79 41 29 36 Yo
7.2 5 shank 1536ST05C-0720 8 91 53 43 36 Y
5 Whistle notch 1736ST05C-0720 8 91 53 43 36 %
172}
3 Straight 1534ST03C-0730 8 79 41 29 36 Yo g
7.3 5 shank 1536ST05C-0730 8 91 53 43 36 % 2
" w
5 Whistle notch 1736ST05C-0730 8 91 53 43 36 %
3 Straight 1534ST03C-0740 8 79 41 29 36 Yo
7.4 5 shank 1536ST05C-0740 8 91 53 43 36 e
5 Whistle notch 1736ST05C-0740 8 91 53 43 36 *
3 Straight 1534ST03C-0750 8 79 41 29 36 f
7.5 5 shank 1536ST05C-0750 8 91 53 43 36 e
5 Whistle notch 1736ST05C-0750 8 91 53 43 36 *
Y¢Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | \jid steel %at;t;?’” Pre-hardened steel, Hardened steel | gi5injes Castiron | Nodular | Aluminum | Copper re?iitae}nt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! castiron | alloy alloy alloy
KDG303 ) o) © o

Codm Cutting para{ete_rsj Technical inf@ Non-standard customiza@

Cé C83 C87-C93 C94-C98
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ST series
series for machining of soft steel, stainless steel ~
a0 oS —%I
: I3
) I2 la
Internal coolant Straight shank I
¢ &S
Internal coolant Whistle notch shank
I1
@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
Basic dimension(mm
Dril | Driing | oo | gpon S O - ( )d : Reoomn;ended
A an veral .ecommendae: rade
dg’:\rinett)ar d(?/zt)h mode type Type diameter| length | T1Ut gt | " depty [Shank length g
1(m7
d2(hs) I1 I2 13 la KDG303
3 Straight 1534ST03C-0760 8 79 41 29 36 e
7.6 5 shank 1536ST05C-0760 8 91 53 43 36 *
5 Whistle notch 1736ST05C-0760 8 91 53 43 36 *
3 Straight 1534ST03C-0770 8 79 41 29 36 %
7.7 5 shank 1536ST05C-0770 8 91 53 43 36 e
5 Whistle notch 1736ST05C-0770 8 91 53 43 36 *
3 Straight 1534ST03C-0780 8 79 41 29 36 e
7.8 5 shank 1536ST05C-0780 8 91 53 43 36 ¥
5 Whistle notch 1736ST05C-0780 8 91 53 43 36 %
3 Straight 1534ST03C-0790 8 79 41 29 36 e
7.9 5 shank 1536ST05C-0790 8 91 53 43 36 e
5 Whistle notch 1736ST05C-0790 8 91 53 43 36 %
3 Straight 1534ST03C-0800 8 79 41 29 36 e
8.0 5 shank 1536ST05C-0800 8 91 53 43 36 #*
5 Internal | spenoleh)  4736ST05C-0800 8 91 53 43 36 *
Jant
3 SO Straight 1534ST03C-0810 10 89 47 35 40 Y
8.1 5 shank 1536ST05C-0810 10 103 61 49 40 P
5 Whistle noteh 17365T05C-0810 10 103 61 49 40 %
3 Straight 1534ST03C-0820 10 89 47 35 40 P
8.2 5 shank 1536ST05C-0820 10 103 61 49 40 T
5 Whistle noteh 1736ST05C-0820 10 103 61 49 40 *
3 Straight 1534ST03C-0830 10 89 47 35 40 Y
8.3 5 shank 1536ST05C-0830 10 103 61 49 40 %
5 Whistle notch 1736ST05C-0830 10 103 61 49 40 *
3 Straight 1534ST03C-0840 10 89 47 35 40 %
8.4 5 shank 1536ST05C-0840 10 103 61 49 40 e
5 Whistle notch 1736ST05C-0840 10 103 61 49 40 *
3 Straight 1534ST03C-0850 10 89 47 35 40 %
8.5 5 shank 1536ST05C-0850 10 103 61 49 40 e
5 Whistle noteh 1736ST05C-0850 10 103 61 49 40 *

C60

Y¢Recommended grade ( produce according to order)




ST series
f orl Driling Cooling | Shank Shank Overjas'c dlmensmli:e]tfz:::e)nded RemT:(]i:nded
d:r(n::c)—:r d((la/;ét)h mode type Type diameter | iength | TUte 1ength | "Giinc ety Shank length| 9
d2(hs) I1 I2 I3 la KDG303
3 Straight 1534ST03C-0860 10 89 47 35 40 e
8.6 5 shank 1536ST05C-0860 10 103 61 49 40 o
5 Whistle notch 1736ST05C-0860 10 103 61 49 40 %
3 Straight 1534ST03C-0870 10 89 47 35 40 e
8.7 5 shank 1536ST05C-0870 10 103 61 49 40 %
5 Whistle notch 1736ST05C-0870 10 103 61 49 40 *
3 Straight 1534ST03C-0880 10 89 47 35 40 Yo
8.8 5 shank 1536ST05C-0880 10 103 61 49 40 e
5 Whistle notch 1736ST05C-0880 10 103 61 49 40 %
3 Straight 1534ST03C-0890 10 89 47 35 40 e
8.9 5 shank 1536ST05C-0890 10 103 61 49 40 e
5 Whistle notch 1736ST05C-0890 10 103 61 49 40 *
3 Straight 1534ST03C-0900 10 89 47 35 40 o
9.0 5 shank 1536ST05C-0900 10 103 61 49 40 e
5 Whistle notch) 17365 T05C-0900 10 103 61 49 40 *
3 Straight 1534ST03C-0910 10 89 47 35 40 %
9.1 5 imomal | shank 15365T05C-0910 10 | 103 61 49 40 *
5 Whistle rolch)  1736ST05C-0910 10 103 61 49 40 *
3 Straight 1534ST03C-0930 10 89 47 35 40 o
9.3 5 shank 1536ST05C-0930 10 103 61 49 40 e
5 Whistle notch 1736ST05C-0930 10 103 61 49 40 #
3 Straight 1534ST03C-0940 10 89 47 35 40 e
9.4 5 shank 1536ST05C-0940 10 103 61 49 40 Yo
5 Whistle notch 1736ST05C-0940 10 103 61 49 40 %
3 Straight 1534ST03C-0950 10 89 47 35 40 * g
9.5 5 shank 1536ST05C-0950 10 103 61 49 40 % 2
5 Whistle notch 1736ST05C-0950 10 103 61 49 40 # 2
3 Straight 1534ST03C-0960 10 89 47 35 40 e
9.6 5 shank 1536ST05C-0960 10 103 61 49 40 Yo
5 Whistle notch 1736ST05C-0960 10 103 61 49 40 %
3 Straight 1534ST03C-0970 10 89 47 35 40 e
9.7 5 shank 1536ST05C-0970 10 103 61 49 40 e
5 Whistle notch 1736ST05C-0970 10 103 61 49 40 #
¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Cse;;k;?n Pre-hardened steel, Hardened steel | giainiess Castiron Nodular | Aluminum | Copper regiztaatnt
HB<180 Alloy steel | ~40HRC | ~50HRC | ~60HRC steel cast iron alloy alloy alloy
KDG303 o o) o o)
Codm Cutting para{eteD Technical inf@ Non-standard customizam
cé c83 C87-C93 C94-C98
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ST series

ST series for machining of soft steel, stainless steel

\
a0 e —%I
: I3
|
Internal coolant Straight shank l2 I .
; SN
Internal coolant Whistle notch shank
I1
@ First choice for drilling soft steel and stainless steel.
@® Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
. - Basic dimension(mm
Drill Drilling Cooling | Shank Srar [ Overal o () o Reoomn;ended
. an veral .ecommendae:
d:frg\:tt)ar d(?/zt)h mode type Type diameter| length iz g drilling depth izl lamgii grace
1 7
d2(hs) I1 I2 13 la KDG303
3 Straight 1534ST03C-0980 10 89 47 35 40 P
9.8 5 shank 1536ST05C-0980 10 103 61 49 40 Y
5 Whistle notch 1736ST05C-0980 10 103 61 49 40 %
3 Straight 1534ST03C-0990 10 89 47 35 40 P
9.9 5 shank 1536ST05C-0990 10 103 61 49 40 Yo
5 Whistle notch 1736ST05C-0990 10 103 61 49 40 %
3 Straight 1534ST03C-1000 10 89 47 35 40 P
10.0 5 shank 1536ST05C-1000 10 103 61 49 40 %
5 Whistle notch 1736ST05C-1000 10 103 61 49 40 o
3 Straight 1534ST03C-1010 12 102 55 40 45 P
10.1 5 shank 1536ST05C-1010 12 118 71 56 45 *
5 Whistle notch 17365T05C-1010 12 118 71 56 45 *
3 Straight 1534ST03C-1025 12 102 55 40 45 P
10.25 5 shank 1536ST05C-1025 12 | 18 71 56 45 *
5 Internal | spenolch) - 17365T05C-1025 12 18 71 56 45 *
lant
3 SO Straight 1534ST03C-1030 12 102 55 40 45 S
10.3 5 shank 1536ST05C-1030 12 118 71 56 45 ¥
5 Whistle notch 1736ST05C-1030 12 118 71 56 45 *
3 Straight 1534ST03C-1040 12 102 55 40 45 o
10.4 5 shank 1536ST05C-1040 12 118 71 56 45 e
5 Whistle noteh 17365T05C-1040 12 118 71 56 45 %
3 Straight 1534ST03C-1050 12 102 55 40 45 o
10.5 5 shank 1536ST05C-1050 12 118 71 56 45 %
5 Whistle noteh 1736ST05C-1050 12 118 71 56 45 *
3 Straight 1534ST03C-1060 12 102 55 40 45 Y
10.6 5 shank 1536ST05C-1060 12 118 71 56 45 T
5 Whistle noteh 1736ST05C-1060 12 118 71 56 45 *
3 Straight 1534ST03C-1070 12 102 55 40 45 Y
10.7 5 shank 1536ST05C-1070 12 118 71 56 45 e
5 Whistle notch 1736ST05C-1070 12 118 71 56 45 %

C62
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ST series
f orl Driling Cooling | Shank Shank OverjaSIc dlmensmI:{ZtE;:::e)nded RemT:(]i:nded
dzr(n::c)—:r dg/;ét)h mode type Type diameter | iength | TUte 1ength | "Giinc ety Shank length| 9
d2(hs) I1 I2 I3 la KDG303
3 Straight 1534ST03C-1080 12 102 55 40 45 #
10.8 5 shank 1536ST05C-1080 12 118 71 56 45 Fo
5 Whistle notch 17365T05C-1080 12 118 71 56 45 %
3 Straight 1534ST03C-1090 12 102 55 40 45 #
10.9 5 shank 1536ST05C-1090 12 118 71 56 45 #
5 Whistle notch 1736ST05C-1090 12 118 71 56 45 %
3 Straight 1534ST03C-1100 12 102 55 40 45 e
1.0 5 shank 1536ST05C-1100 12 118 71 56 45 F
5 Whistle notch 1736ST05C-1100 12 118 71 56 45 %
3 Straight 1534ST03C-1110 12 102 55 40 45 Yo
1.1 5 shank 1536ST05C-1110 12 118 71 56 45 o
5 Whistle notch 1736ST05C-1110 12 118 71 56 45 *
3 Straight 1534ST03C-1120 12 102 55 40 45 e
1.2 5 shank 1536ST05C-1120 12 118 71 56 45 Yo
5 Whistle notch 1736ST05C-1120 12 118 71 56 45 %
3 Straight 1534ST03C-1130 12 102 55 40 45 Fo
1.3 5 intermal | shank 15365T05C-1130 12 18 71 56 45 *
5 Whistle notch 1736ST05C-1130 12 118 71 56 45 *
3 Straight 1534ST03C-1140 12 102 55 40 45 o
1.4 5 shank 1536ST05C-1140 12 118 71 56 45 H
5 Whistle notch 1736ST05C-1140 12 118 71 56 45 %
3 Straight 1534ST03C-1150 12 102 55 40 45 e
1.5 5 shank 1536ST05C-1150 12 118 71 56 45 Y
5 Whistle notch 1736ST05C-1150 12 118 71 56 45 #
3 Straight 1534ST03C-1160 12 102 55 40 45 e g
1.6 5 shank 1536ST05C-1160 12 118 71 56 45 % 2
5 Whistle notch 1736ST05C-1160 12 118 71 56 45 % 2
3 Straight 1534ST03C-1170 12 102 55 40 45 e
1.7 5 shank 1536ST05C-1170 12 118 71 56 45 Yo
5 Whistle notch 1736ST05C-1170 12 118 71 56 45 #
3 Straight 1534ST03C-1180 12 102 55 40 45 e
1.8 5 shank 1536ST05C-1180 12 118 71 56 45 Fo
5 Whistle notch 1736ST05C-1180 12 118 71 56 45 %
Y Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | \jiq steel C;:;Z?n Pre-hardened steel, Hardened steel | g5injess Castiron | Nodular | Aluminum | Copper regizsatnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 o o) o o)
Codm Cutting para{eteD Technical inf@ Non-standard customiza@
cé c83 C87-C93 C94-C98
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ST series
ST series for machining of soft steel, stainless steel ~
a0 oS —%I
: I3
|
Internal coolant Straight shank l2 I .
¢ S
Internal coolant Whistle notch shank
I1
@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
Basic dimension(mm
Drill | Drilling | oo | Shank Sra T Gvera o (mm) o Remm";e"ded
. an veral .ecommendae:
d:frg\:tt)ar d(?/zt)h mode type Type diameter| length iz g drilling depth izl lamgii grace
1 7
d2(hs) I1 I2 13 la KDG303
3 Straight 1534ST03C-1190 12 102 55 40 45 P
1.9 5 shank 1536ST05C-1190 12 118 71 56 45 %
5 Whistle notch 1736ST05C-1190 12 118 71 56 45 #
3 Straight 1534ST03C-1200 12 102 55 40 45 P
12.0 5 shank 1536ST05C-1200 12 118 71 56 45 #
5 Whistle notch 1736ST05C-1200 12 118 71 56 45 %
3 Straight 1534ST03C-1225 14 107 60 43 45 %
12.25 5 shank 1536ST05C-1225 14 124 77 60 45 %
5 Whistle notch 1736ST05C-1225 14 124 77 60 45 *
3 Straight 1534ST03C-1230 14 107 60 43 45 %
12.3 5 shank 1536ST05C-1230 14 | 124 77 60 45 *
5 Whistle notch 1736ST05C-1230 14 124 77 60 45 %
3 Straight 1534ST03C-1250 14 107 60 43 45 e
12.5 5 shank 1536ST05C-1250 14| 124 77 60 45 *
5 Internal | spenoleh) - 4736ST05C-1250 14 124 77 60 45 *
lant
3 SO Straight 1534ST03C-1270 14 107 60 43 45 Y
12.7 5 shank 1536ST05C-1270 14 124 77 60 45 %
5 Whistle notch 1736ST05C-1270 14 124 77 60 45 %
3 Straight 1534ST03C-1275 14 107 60 43 45 e
12.75 5 shank 1536ST05C-1275 14 124 77 60 45 %
5 Whistle noteh 1736ST05C-1275 14 124 77 60 45 %
3 Straight 1534ST03C-1280 14 107 60 43 45 %
12.8 5 shank 1536ST05C-1280 14 124 77 60 45 e
5 Whistle noteh 1736ST05C-1280 14 124 77 60 45 *
3 Straight 1534ST03C-1300 14 107 60 43 45 %
13.0 5 shank 1536ST05C-1300 14 124 77 60 45 %
5 Whistle noteh 1736ST05C-1300 14 124 77 60 45 *
3 Straight 1534ST03C-1310 14 107 60 43 45 %
13.1 5 shank 1536ST05C-1310 14 124 77 60 45 *
5 Whistle notch 1736ST05C-1310 14 124 77 60 45 *

Cé64
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ST series
f orl Driling Cooling | Shank Shank Overjas'c dlmensmli:e]tfz:::e)nded RemT:(]i:nded
d:r(n::c)—:r d((la/;ét)h mode type Type diameter | iength | TUte 1ength | "Giinc ety Shank length| 9
d2(hs) I1 I2 I3 la KDG303
3 Straight 1534ST03C-1350 14 107 60 43 45 e
13.5 5 shank 1536ST05C-1350 14 124 77 60 45 o
5 Whistle notch 1736ST05C-1350 14 124 77 60 45 %
3 Straight 1534ST03C-1380 14 107 60 43 45 e
13.8 5 shank 1536ST05C-1380 14 124 77 60 45 %
5 Whistle notch 1736ST05C-1380 14 124 77 60 45 %
3 Straight 1534ST03C-1400 14 107 60 43 45 Yo
14.0 5 shank 1536ST05C-1400 14 124 77 60 45 %
5 Whistle notch 1736ST05C-1400 14 124 77 60 45 %
3 Straight 1534ST03C-1425 16 115 65 45 48 e
14.25 5 shank 1536ST05C-1425 16 133 83 63 48 #
5 Whistle notch 1736ST05C-1425 16 133 83 63 48 #
3 Straight 1534ST03C-1430 16 115 65 45 48 o
143 5 shank 1536ST05C-1430 16 133 83 63 48 H
5 Whistle notch 1736ST05C-1430 16 133 83 63 48 *
3 Straight 1534ST03C-1450 16 115 65 45 48 %
14.5 5 intermal | shank 15365T05C-1450 16 | 133 83 63 48 *
5 Whistle notch 1736ST05C-1450 16 133 83 63 48 *
3 Straight 1534ST03C-1475 16 115 65 45 48 %
14.75 5 shank 1536ST05C-1475 16 133 83 63 48 e
5 Whistle notch 1736ST05C-1475 16 133 83 63 48 #
3 Straight 1534ST03C-1480 16 115 65 45 48 e
14.8 5 shank 1536ST05C-1480 16 133 83 63 48 Yo
5 Whistle notch 1736ST05C-1480 16 133 83 63 48 %
3 Straight 1534ST03C-1500 16 | 115 65 45 48 * g
15.0 5 shank 1536ST05C-1500 16 133 83 63 48 * 2
5 Whistle notch 1736ST05C-1500 16 133 83 63 48 # 2
3 Straight 1534ST03C-1510 16 115 65 45 48 e
15.1 5 shank 1536ST05C-1510 16 133 83 63 48 Yo
5 Whistle notch 1736ST05C-1510 16 133 83 63 48 %
3 Straight 1534ST03C-1550 16 115 65 45 48 e
15.5 5 shank 1536ST05C-1550 16 133 83 63 48 e
5 Whistle notch 1736ST05C-1550 16 133 83 63 48 #
¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Cse;;k;?n Pre-hardened steel, Hardened steel | giainiess Castiron Nodular | Aluminum | Copper regiztaatnt
HB<180 Alloy steel | ~40HRC | ~50HRC | ~60HRC steel cast iron alloy alloy alloy
KDG303 (@) o) (@) o
Codm Cutting para{eteD Technical inf@ Non-standard customizam
cé c83 C87-C93 C94-C98
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ST series
ST series for machining of soft steel, stainless steel ~
a0 e —%I
: I3
) I2 la
Internal coolant Straight shank I
¢ &S
Internal coolant Whistle notch shank
I1
@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
Basic dimension(mm
Dril | Driing | cooi | gpony o - ( )d : Reoomn:’ended
B an veral ecommende: ade
dgarinet?r d(T/Zt)h mode e Type diameter| iength Flute length e Shank length| ~ F
1(mz7,
d2(he) I1 I2 I3 l4 KDG303
3 Straight 1534ST03C-1580 16 115 65 45 48 %
15.8 5 shank 1536ST05C-1580 16 133 83 63 48 %
5 Whistle notch 1736ST05C-1580 16 133 83 63 48 ¥
3 Straight 1534ST03C-1600 16 115 65 45 48 %
16.0 5 shank 1536ST05C-1600 16 133 83 63 48 Y
5 Whistle notch 1736ST05C-1600 16 133 83 63 48 %
3 Straight 1534ST03C-1650 18 123 73 51 48 ¥
16.5 5 shank 1536ST05C-1650 18 143 93 7 48 Y
5 Whistle notch 1736ST05C-1650 18 143 93 71 48 ¥
3 Straight 1534ST03C-1675 18 123 73 51 48 e
16.75 5 shank 1536ST05C-1675 18 143 93 7 48 Y
5 Whistle notch 1736ST05C-1675 18 143 93 71 48 %
3 Straight 1534ST03C-1680 18 123 73 51 48 T
16.8 5 shank 15365T05C-1680 18 | 143 93 71 48 *
5 | nternal | spenoteh - 1736ST05C-1680 18 | 143 93 7 48 *
lant
3 SO Straight 1534ST03C-1700 18 123 73 51 48 Y
17.0 5 shank 1536ST05C-1700 18 143 93 71 48 %
5 Whistle notch 1736ST05C-1700 18 143 93 71 48 *
3 Straight 1534ST03C-1750 18 123 73 51 48 %
17.5 5 shank 1536ST05C-1750 18 143 93 71 48 %
5 Whistle notch 1736ST05C-1750 18 143 93 71 48 e
3 Straight 1534ST03C-1780 18 123 73 51 48 e
17.8 5 shank 1536ST05C-1780 18 143 93 71 48 %
5 Whistle notch 1736ST05C-1780 18 143 93 71 48 %
3 Straight 1534ST03C-1800 18 123 73 51 48 e
18.0 5 shank 1536ST05C-1800 18 143 93 71 48 e
5 Whistle notch 17365T05C-1800 18 143 93 71 48 %
3 Straight 1534ST03C-1850 20 131 79 55 50 e
18.5 5 shank 1536ST05C-1850 20 153 101 77 50 %
5 Whistle notch 1736ST05C-1850 20 153 101 77 50 #

C66
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ST series
f ortl Driling Cooling | Shank Shank Overa?aSIc dlmensissxr::nded Rem":;?ji"ded
d:ir(nr::?r d((;:/;ét)h mode type Type diameter| iength Flute length driling depth Shank length| 9
d2(hs) I1 I2 I3 la KDG303
3 Straight 1534ST03C-1880 20 131 79 55 50 Y
18.8 5 shank 1536ST05C-1880 20 153 101 77 50 o
5 Whistle notch 17365T05C-1880 20 153 101 77 50 e
3 Straight 1534ST03C-1900 20 131 79 55 50 Y
19.0 5 shank 1536ST05C-1900 20 153 101 77 50 e
5 Whistle notch 1736ST05C-1900 20 153 101 77 50 %
3 Straight 1534ST03C-1950 20 131 79 55 50 Yo
19.5 5 intemal | shank 15365T05C-1950 20 | 153 101 77 50 *
5 Whistle notch 1736ST05C-1950 20 153 101 77 50 %
3 Straight 1534ST03C-1980 20 131 79 55 50 s
19.8 5 shank 1536ST05C-1980 20 153 101 77 50 e
5 Whistle notch 1736ST05C-1980 20 153 101 77 50 *
3 Straight 1534ST03C-2000 20 131 79 55 50 H
20.0 5 shank 1536ST05C-2000 20 153 101 77 50 e
5 Whistle notch 1736ST05C-2000 20 153 101 77 50 *
Y Recommended grade ( produce according to order)
8
&
%
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Cszz;t;?n Pre-hardened steel, Hardened steel | gi-injess Castiron | Nodular | Aluminum | Copper relsigtae:nt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~6OHRC | Stee! sastien el Al alloy
KDG303 o o) © o)
Codm Cutting para{ete_rsj Technical inf@ Non-standard customizationﬁg
Ccé c83 C87-C93 C94-C98
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External coolant Straight shank
® For materials with short chips such as cast iron, silicon-aluminum alloy, etc.
® Cutting edge and shank with same diameter.
: Drrill Drilling Cooling ShanEaSic Gl Recomn;ended
diameter depth mode Shank type Type diameter |Overall length| Flute length grade
di(he) (Vd) da(h7) I I YK20F
3 1105SC03-0200 2.0 38 12 o
20 5 1101SC05-0200 2.0 49 24 Yo
3 1105SC03-0250 25 43 14 %
25 5 1101SC05-0250 25 57 30 Yo
3 1105SC03-0280 28 46 16 o
28 5 1101SC05-0280 28 61 33 %
3 1105SC03-0300 3.0 46 16 o
30 5 1101SC05-0300 3.0 61 33 Fo
3.1 3 1105SC03-0310 3.1 49 18 %
3.2 3 1105SC03-0320 32 49 18 o
3.3 3 1105SC03-0330 33 49 18 o
3.4 3 1105SC03-0340 34 52 20 #
3 1105SC03-0350 35 52 20 e
35 5 1101SC05-0350 35 70 39 e
3.6 3 1105SC03-0360 36 52 20 7
3.7 3 External Straight 1105SC03-0370 37 52 20 %
3 coolant shank 1105SC03-0380 38 55 22 o
38 5 1101SC05-0380 38 75 43 Fo
3.9 3 11055C03-0390 3.9 55 22 %
3 1105SC03-0400 4.0 55 22 Yo
40 5 | 1101SC€05-0400 40 75 43 Y
41 3 1105SC03-0410 4. 55 22 %
3 1105SC03-0420 42 55 22 Y
42 5 1101SC05-0420 42 75 43 Yo
43 3 1105SC03-0430 43 58 24 %
4.4 3 1105SC03-0440 44 58 24 *
3 1105SC03-0450 45 58 24 o
43 5 1101SC05-0450 45 80 47 %
46 3 1105SC03-0460 46 58 24 P
47 3 1105SC03-0470 47 58 24 e
3 1105SC03-0480 48 62 26 %
48 5 1101SC05-0480 48 86 52 %

Cce68
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SC series
: Drill Drilling Cooling ShanfaSic el o)) Recommended
diameter depth mode Shank type Type diameter | Overall length| Flute length grade
dithe) (V) da(h7) I I YK20F
4.9 3 1105SC03-0490 4.9 62 26 *
3 1105SC03-0500 5.0 62 26 *
>0 5 1101SC05-0500 5.0 86 52 AY
5.1 3 1105SC03-0510 5.1 62 26 *
5.2 3 1105SC03-0520 52 62 26 *
5.3 3 1105SC03-0530 5.3 62 26 AS
5.4 3 1105SC03-0540 54 66 28 AS
3 1105SC03-0550 5.5 66 28 *
>3 5 1101SC05-0550 55 93 57 hAe
5.6 3 1105SC03-0560 5.6 66 28 *
5.7 3 1105SC03-0570 5.7 66 28 *
58 3 1105SC03-0580 5.8 66 28 hAS
5 1101SC05-0580 5.8 93 57 PAS
5.9 3 1105SC03-0590 5.9 66 28 *
3 1105SC03-0600 6.0 66 28 *
60 ) 1101SC05-0600 6.0 93 57 AS
6.1 3 Extomal | Staiont 11055C03-0610 6.1 70 31 *
6.2 3 1105SC03-0620 6.2 70 31 hAe
6.3 3 1105SC03-0630 6.3 70 31 AY
6.4 3 1105SC03-0640 6.4 70 31 *
6.5 3 1105SC03-0650 6.5 70 31 *
5 1101SC05-0650 6.5 101 63 hAS
6.6 3 1105SC03-0660 6.6 70 31 PAY
6.7 3 1105SC03-0670 6.7 70 31 *
6.8 3 1105SC03-0680 6.8 74 34 Yo %
5) 1101SC05-0680 6.8 109 69 * O
6.9 3 1105SC03-0690 6.9 74 34 * @
3 1105SC03-0700 7.0 74 34 Yo
o 5 1101SC05-0700 7.0 109 69 PAS
71 3 1105SC03-0710 71 74 34 *
7.2 3 1105SC03-0720 7.2 74 34 Ae
7.3 3 1105SC03-0730 /&) 74 34 Y
7.4 3 1105SC03-0740 74 74 34 *
Y Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csat(ret;?n Pre-hardened steel, Hardened steel | giainiess Castiron | Nodular | Aluminum | Copper relgiztaatnt
HB=<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel il ) el 2l alloy
YK20F (@) o (@)

Codm Cutting para{ete_rsj Technical inf@ Non-standard customiza@

Cé C83 C87-C93 C94-C98
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External coolant

® For materials with short chips such as cast iron, silicon-aluminum alloy, etc.

N S —

Straight shank

® Cutting edge and shank with same diameter.

Drill Drilling

diameter
di(hs)

7.5

depth
(Iid)

7.6

7.7

7.8

7.9

8.0

8.1

8.2

8.3

8.4

o
=1
5|
Q !
-
o !
(=2
(ll'v‘

8.5

8.6

8.7

8.8

8.9

9.0

9.1

9.2

9.3

9.4

9.5

9.6

9.7

9.8

9.9

W O W W W O W W W W W, O, wWw: W O;,Ww W W O, W W W W W OO W, W O W w; w: oo w

Cooling
mode

External
coolant

Basic dimension(mm)

Recommended
Shank type Type dgrln?gtlér Overall length| Flute length grade
da(h) I 2 YK20F
1105SC03-0750 7.5 74 34 Yo
1101SC05-0750 7.5 109 69 *
1105SC03-0760 7.6 79 37 Ae
1105SC03-0770 7.7 79 37 IAd
1105SC03-0780 7.8 79 37 Yo
1101SC05-0780 7.8 17 75 *x
1105SC03-0790 7.9 79 37 pAq
1105SC03-0800 8.0 79 37 IAd
1101SC05-0800 8.0 117 {75, PAd
1105SC03-0810 8.1 79 37 PAY
1105SC03-0820 8.2 79 37 Yo
1105SC03-0830 8.3 79 37 *
1105SC03-0840 8.4 79 37 IAS
1105SC03-0850 8.5 79 37 IAd
1101SC05-0850 8.5 117 {5, *
1105SC03-0860 8.6 84 40 PAS
Straight 11055C03-0870 8.7 84 40 *
shank
1105SC03-0880 8.8 84 40 *
1101SC05-0880 8.8 125 81 PAd
1105SC03-0890 8.9 84 40 IAd
1105SC03-0900 9.0 84 40 Yo
1101SC05-0900 9.0 125 81 PAS
1105SC03-0910 9.1 84 40 g
1105SC03-0920 9.2 84 40 IAd
1105SC03-0930 9.3 84 40 PAd
1105SC03-0940 9.4 84 40 PAq
1105SC03-0950 9.5 84 40 Yo
1101SC05-0950 9.5 125 81 PAd
1105SC03-0960 9.6 89 43 IAS
1105SC03-0970 9.7 89 43 Yo
1105SC03-0980 9.8 89 43 *
1101SC05-0980 9.8 133 87 PAS
1105SC03-0990 9.9 89 43 PAq

C70
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SC series
: Drill Drilling Cooling ShanfaSic el o)) Recommended
diameter depth mode Shank type Type diameter | Overall length| Flute length grade
da(he) (Ve da(h7) I I YK20F
10.0 3 1105SC03-1000 10.0 89 43 *
O] 1101SC05-1000 10.0 133 87 PAd
10.1 3 1105SC03-1010 10.1 89 43 AY
10.2 3 1105SC03-1020 10.2 89 43 *
10.4 3 1105SC03-1040 10.4 89 43 *
. 3 1105SC03-1050 10.5 89 43 hAd
5 1101SC05-1050 10.5 133 87 *
10.7 ] 1105SC03-1070 10.7 95 47 *
108 3 1105SC03-1080 10.8 95 47 PAd
) 1101SC05-1080 10.8 142 94 AS
1.0 3 1105SC03-1100 11.0 95 47 *
5 1101SC05-1100 11.0 142 94 PAd
1.5 3 1105SC03-1150 11.5 95 47 AY
5 1101SC05-1150 11.5 142 94 *
12.0 3 1105SC03-1200 12.0 102 51 PAd
6 1101SC05-1200 12.0 151 101 hAd
125 3 External | Straight 11055C03-1250 12,5 102 51 %
5 coolant shank 1101SC05-1250 12,5 151 101 o
12.8 3 1105SC03-1280 12.8 102 51 IAd
3 1105SC03-1300 13.0 102 51 *
130 5 1101SC05-1300 13.0 151 101 o
131 3 1105SC03-1310 13.1 102 &l hAd
3 1105SC03-1350 135 107 54 *
135 5 1101SC05-1350 135 160 108 o
14.0 3 1105SC03-1400 14.0 107 54 * %
) 1101SC05-1400 14.0 160 108 AS &)
14.3 3 1105SC03-1430 14.3 111 56 PAY @
14.5 &) 1105SC03-1450 14.5 1M1 56 hAd
5 1101SC05-1450 14.5 169 114 AY
15.0 3 1105SC03-1500 15.0 111 56 *
5 1101SC05-1500 15.0 169 114 PAd
15.5 5 1101SC05-1550 185 178 120 *
16.0 3 1105SC03-1600 16.0 115 58 PAY
5 1101SC05-1600 16.0 178 120 PAd
¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csat(ret;?n Pre-hardened steel, Hardened steel | giainiess Castiron Nodular | Aluminum | Copper relgiztaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! castiron’ | alloy alloy alloy
YK20F © O ©

Codm Cutting para{ete_rsj Technical inf@ Non-standard customiza@

Cé C83 C87-C93 C94-C98
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PA series

PA series(three flute drill) for maching of cast iron, AL alloy

-

Straight shank

A 5=

® Suitable for drilling solid workpieces such as cast iron and AL alloy.
® Three-flute construction for high feed rates and excellent centering capability.
® High machining reliability, suitable for harsh working conditions, such as intermittent cutting, etc.

o
d2

A
External coolant
domeer| dopth | 020Ing
d1(hs) (I/d)
3.0 3
341 8
3.2 3
3.3 8
3.4 3
3.5 3
3.6 3
3.7 8
3.8 3
3.9 3
4.0 3
4.1 8
4.2 3
4.3 8
44 |
4.5 8
4.6 3
4.7 3
4.8 3
4.9 8
5.0 3
5.1 3
5.2 3
5.3 3
5.4 3
5.5 3
5.6 3
5.7 3
5.8 3

Shank
type

Straight
shank

Basic dimension(mm) Recommended grade
Type ek | el [ ergn et} [
da(h7) I I2 I3
1165PA03-0300 3.0 46 16 12 * PAS
1165PA03-0310 3.1 49 18 14 bAS x
1165PA03-0320 3.2 49 18 14 * *
1165PA03-0330 3.3 49 18 14 w *
1165PA03-0340 3.4 52 20 15 * PAS
1165PA03-0350 3.5 52 20 15 bAS *x
1165PA03-0360 3.6 52 20 15 * *
1165PA03-0370 3.7 52 20 15 Ag *
1165PA03-0380 3.8 55 22 17 hAe ¥
1165PA03-0390 3.9 55 22 17 Ae *x
1165PA03-0400 4.0 55 22 17 * *
1165PA03-0410 4.1 55 22 17 AS *
1165PA03-0420 4.2 55 22 17 hAe ¥
1165PA03-0430 4.3 58 24 18 bAS w
1165PA03-0440 44 58 24 18 * *
1165PA03-0450 45 58 24 18 w *
1165PA03-0460 4.6 58 24 18 Ae ¥
1165PA03-0470 4.7 58 24 18 AS w
1165PA03-0480 4.8 62 26 20 * *
1165PA03-0490 4.9 62 26 20 " *
1165PA03-0500 5.0 62 26 20 hAe A
1165PA03-0510 5.1 62 26 20 bAe w
1165PA03-0520 5.2 62 26 20 * *
1165PA03-0530 5.3 62 26 20 * *
1165PA03-0540 54 66 28 21 e ¥
1165PA03-0550 515 66 28 21 ¥ ¥
1165PA03-0560 5.6 66 28 21 * PAg
1165PA03-0570 5.7 66 28 21 * *
1165PA03-0580 5.8 66 28 21 hAe ¥

C72

¢ Recommended grade ( produce according to order)




PA series
Basic dimensi
di(hs) (/d) mode type e I1g » 5[’3 Pl | KDG303 | YK30F
5.9 3 1165PA03-0590 5.9 66 28 21 w® *
6.0 3 1165PA03-0600 6.0 66 28 21 * PAY
6.1 3 1165PA03-0610 6.1 70 3il 23 S *
6.2 3 1165PA03-0620 6.2 70 31 23 * *
6.3 3 1165PA03-0630 6.3 70 31 23 w <
6.4 3 1165PA03-0640 6.4 70 31 23 * PAY
6.5 3 1165PA03-0650 6.5 70 3l 23 AS *
6.6 3 1165PA03-0660 6.6 70 31 23 * *
6.7 3 1165PA03-0670 6.7 70 31 23 w® <
6.8 3 1165PA03-0680 6.8 74 34 25 * PAS
6.9 3 1165PA03-0690 6.9 74 34 25 bAS *
7.0 3 1165PA03-0700 7.0 74 34 25 * ¥
71 3 1165PA03-0710 71 74 34 25 w pAg
7.2 3 1165PA03-0720 7.2 74 34 25 * PAY
7.3 3 | Exomal | Staignt 1165PA03-0730 73 74 34 25 # %
7.4 3 1165PA03-0740 7.4 74 34 25 Ag *
(&S] 3 1165PA03-0750 7.5 74 34 25 w <
7.6 3 1165PA03-0760 7.6 79 37 27 * PAS
7.7 3 1165PA03-0770 7.7 79 37 27 bAS *
7.8 3 1165PA03-0780 7.8 79 37 27 * <
7.9 3 1165PA03-0790 7.9 79 37 27 w <
8.0 3 1165PA03-0800 8.0 79 37 27 * AS
8.1 3 1165PA03-0810 8.1 79 37 27 bAS Y ‘%
8.2 3 1165PA03-0820 8.2 79 37 27 * AY é
8.3 3 1165PA03-0830 8.3 79 37 27 w pAd
8.4 3 1165PA03-0840 8.4 79 37 27 * PAY
8.5 3 1165PA03-0850 8.5 79 37 27 bAS Y
8.6 3 1165PA03-0860 8.6 84 40 29 Ag Aq
8.7 3 1165PA03-0870 8.7 84 40 29 w pAd
¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csat(ret;?n Pre-hardened steel, Hardened steel | giainiess Castiron | Nodular | Aluminum | Copper relgiztaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! castiron’ | alloy alloy alloy
KDG303 O @) O @) @)
YK30F O (@) O (@) @)
Codm Cutting para{eteD Technical inf@ Non-standard customiza@
C6 C84 C87-C93 C94-C98
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PA series

PA series(three flute drill) for maching of cast iron, AL alloy

A -~ = %slwm =0 — 14
External coolant Straight shank #
11
® Suitable for drilling solid workpieces such as cast iron and AL alloy.
® Three-flute construction for high feed rates and excellent centering capability.
® High machining reliability, suitable for harsh working conditions, such as intermittent cutting, etc.
dl al:r)'r:ie"t & 222319 Cooling | Shank Type d.Shantk Ba(;:/(;r?a:::ner:i:‘li:;:) R:glclgmm(fnr{zd e
dihe) | (i) | Mode | e :2';‘:7‘;’ e’:-‘ . i '"‘;‘3 e | KDG303 | YK3OF
8.8 3 1165PA03-0880 8.8 84 40 29 e A
8.9 3 1165PA03-0890 8.9 84 40 29 bAe w
9.0 3 1165PA03-0900 9.0 84 40 29 * pAg
oK1 3 1165PA03-0910 9.1 84 40 29 e Ad
9.2 3 1165PA03-0920 9.2 84 40 29 Ae A
9.3 3 1165PA03-0930 9.3 84 40 29 hAS w
9.4 3 1165PA03-0940 9.4 84 40 29 * PAg
915 3 1165PA03-0950 9.5 84 40 29 e ¢
9.6 3 1165PA03-0960 9.6 89 43 31 Ae PAS
9.7 3 1165PA03-0970 9.7 89 43 31 bAS w
3 9.8 3 1165PA03-0980 9.8 89 43 31 % %
E’ 9.9 3 1165PA03-0990 9.9 89 43 31 * *
% 10.0 3 1165PA03-1000 10.0 89 43 31 hAe PAS
- 10.1 3 1165PA03-1010 10.1 89 43 31 hAe w
g 10.2 g | Bxemal ) Staiont 1165PA03-1020 102 89 43 31 #e #
@ 10.3 3 1165PA03-1030 10.3 89 43 31 e Y
10.5 3 1165PA03-1050 10.5 89 43 31 hAe PAS
11.0 3 1165PA03-1100 11.0 95 47 33 Ae w
1.2 3 1165PA03-1120 1.2 95 47 33 AS PAg
1.5 3 1165PA03-1150 11.5 95 47 33 hAS Ad
1.8 3 1165PA03-1180 1.8 95 47 33 Ae *®
12.0 3 1165PA03-1200 12.0 102 51 35 bAe w
121 3 1165PA03-1210 121 102 51 35 AS PAg
12.5 3 1165PA03-1250 12.5 102 51 35 S bAd
13.0 3 1165PA03-1300 13.0 102 51 35 hAe Ae
13.5 3 1165PA03-1350 13.5 107 54 37 bAe w®
14.0 3 1165PA03-1400 14.0 107 54 37 * PAg
14.5 3 1165PA03-1450 14.5 11 56 38 AS bAd
15.0 3 1165PA03-1500 15.0 1 56 38 Ae w

¢ Recommended grade ( produce according to order)
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BORING TOOL (5

PA series

15.5 B 1165PA03-1550 135 115 58 38 Yo *
16.0 3 1165PA03-1600 16.0 115 58 38 Ae *
16.5 3 1165PA03-1650 16.5 119 60 39 A PAS
17.0 3 1165PA03-1700 17.0 119 60 39 Ae AS
17.5 8 External | Straight 1165PA03-1750 17.5 123 62 40 * *
18.0 3 coolant | shank 1165PA03-1800 18.0 123 62 40 # %
18.5 3 1165PA03-1850 18.5 127 64 41 A PAS
19.0 3 1165PA03-1900 19.0 127 64 41 Y *
19.5 8 1165PA03-1950 19.5 131 66 42 Yo *
20.0 3 1165PA03-2000 20.0 131 66 42 Y *
¢ Recommended grade ( produce according to order)

123

Qo

g

g

B> Applicable material table OVery suitable OSuitable
Workpiece material
; Carbon Pre-hardened steel, Hardened steel : " Heat
’\:;551';3' steel, Sti{gﬁss Castiron (';\lac:t“ijrlgrz Aluarm)num C;:I‘I)op ;| resistant
= Alloy steel | ~40HRC | ~50HRC | ~60HRC Y Y alloy
KDG303 O @) O © O
YK30F O @) O (@) O
Codm Cutting pa@ Technical inf@ Non-standard customiza@
ce4 C94-Co8
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External coolant Straight shank I
F —— ‘ "P st T s
3
Internal coolant Straight shank 12 ‘ la
I
® For materials with short chips such as cast iron, silicon-aluminum alloy, etc.
® Excellent self centering capability, able to machine with high efficiency, the hole precision up to H7.
® High positional accuracy, high linearity and good surface finish can be obtained in the hole drilled.
Basic dimension(mm
Drill | Driling | oo Shank o T Gverai (R ) o Rewm";e"ded
. ani vera ecommende rade
d:iar(netc)er d(t;:/;:it)h mode type Type e length | Flute length "iioc depth Shank length| 9
1(m7
d2(hs) I I2 I3 l4 YK20F
4.0 5 1576PC05-0400 6.0 74 36 29 36 Ae
4.2 5 | Bxtomal 1576PC05-0420 6.0 74 36 29 36 #e
5 1576PC05-0500 6.0 82 44 35 36 hAe
>0 15 Internal 1579PC15C-0500 6.0 145 105 9% 36 %
coolant .
60 5 e 1576PC05-0600 6.0 82 44 35 36 *
' 15 bl 1579PC15C-0600 6.0 145 105 96 36 *
6.75 5 1576PC05-0675 8.0 91 53 43 36 *
7.0 5 Bl 1576PC05-0700 8.0 91 53 43 36 #
5 1576PC05-0800 8.0 91 53 43 36 ¥
8.0 Internal
15 e 1579PC15C-0800 8.0 180 137 127 36 *
8.5 5 External 1576PC05-0850 10.0 103 61 49 40 ¥
90 coolant 1576PC05-0900 10.0 103 61 49 40 %
- Int | Straight
15 coolant | shank 1579PC15C-0900 10.0 217 170 158 40 ¥
10,0 5 External 1576PC05-1000 10.0 103 61 49 40 #
' 15 Internal 1579PC15C-1000 10.0 217 170 158 40 &
10.25 5 External 1576PC05-1025 12.0 118 71 56 45 Yo
5 coolant 1576PC05-1100 12.0 18 71 56 45 %
1.0 Internal
15 e 1579PC15C-1100 12.0 258 205 190 45 *
120 5 External 1576PC05-1200 12.0 118 71 56 45 *
' 15 Internal 1579PC15C-1200 12.0 258 205 190 45 *
13.0 External 1576PC05-1300 14.0 124 77 60 45 %
5 coolant 1576PC05-1400 14.0 124 7 60 45 Ae
14.0 Internal
15 ool 1579PC15C-1400 14.0 290 236 219 45 ¥
15.0 5 External 1576PC05-1500 16.0 133 83 63 48 H
15.5 5 coolant 1576PC05-1550 16.0 133 83 63 48 %

C76
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PC series

16.0 5 1576PC05-1600 16.0 133 83 63 48 *
17.0 5 1576PC05-1700 18.0 143 93 71 48 *
17.5 5 External | Straight 1576PC05-1750 18.0 143 93 71 48 e
18.0 5 coolant | shank 1576PC05-1800 18.0 143 93 71 48 \z&
19.5 5 1576PC05-1950 20.0 153 101 77 50 g
20.0 5 1576PC05-2000 20.0 153 101 7 50 bAd
Y¢Recommended grade ( produce according to order)
When drilling inclined face or curved
Feed rate face, feed rate should be reduced as
= recommended.
Inclined angle o Max. feed rate ‘
af 10 80%
/ 2 50%
100% feed rate 3° 30%

Inclined face drilling

Curved face drilling

B> Applicable material table

> 0Omaxfe

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

n
2
=
o}
2]
O
a

OVery suitable OSuitable

Workpiece material

Mild steel Cs?;t;?n Pre-hardened steel, Hardened steel | gioiniacs Casti Nodular | Aluminum | Copper H_eft '
HB<180 g steel astiron | castiron alloy alloy pesistan
Alloy steel | ~40HRC | ~50HRC | ~60HRC alloy
YK20F (©) O (@)
Codm Cutting pa@ Technical inf@ Non-standard customiza@
c85 C87-C93 C94-C98
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External coolant Straight shank l2
11
] =S T,
External coolant Straight shank 2
I
® Suitable for punching center holes and chamfering on CNC machines.
® Compared to conventional center drilling tools, centering drills are more stable and can be easily
centered on sloping surfaces.
» Drill Drilling Cooling ShankBaSic Al o) Reoor?arzznded
éa1r(nn:;e)r d(le/rét;'l mode Shank type Type diameter | Overalllength | Flute length g
dz(hse) I1 I2 YK20F
90° 1143SC90-0500 5.00 62 10 Y
> 120° 1143SC120-0500 5.00 62 10 *
90° 1143SC90-0600 6.00 66 15 *
6 120° 1143SC120-0600 6.00 66 15 bAd
90° 1143SC90-0800 8.00 79 17 PAS
8 120° 1143SC120-0800 8.00 79 17 w
90° 1143SC90-1000 10.00 89 20 A
10 120° External | Straight 11435C120-1000 10.00 89 20 Y
90° coolant shank 11435C90-1200 12.00 102 25 Y
12 120° 1143SC120-1200 12.00 102 25 *
90° 1143SC90-1400 14.00 107 30 PAS
1 120° 1143SC120-1400 14.00 107 30 w®
90° 1143SC90-1600 16.00 115 35 S
16 120° 1143SC120-1600 16.00 115 35 Ad
90° 1143SC90-2000 20.00 131 40 *
20 120° 1143SC120-2000 20.00 131 40 x

b i

Centering drilling machining

B> Applicable material table

Hole chamfering machining

Chamfering machining

¢ Recommended grade ( produce according to order)

Hole chamfering machining

©Very suitable OSuitable

Workpiece material
Grade | \iid steel C;;t:l’" Pre-hardened steel, Hardened steel | 055 Castiron | Nodular | Aluminum | Copper relgiitaa:nt
HB=<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Steel eeellmn |- elley el alloy
YK20F © O ©

C78
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Recommended cutting parameters

GD series twist drills(external coolant)

oL oL

—

workpiece
material

Cutting
speed

Diameter
(mm)

10

12

14

16

18

20

25

Mild steel
HB<180
60~120m/min
Rso;(z:ggg Feed rate
(min™) (mmr)
14000 O(f(?g
9500 Off{
7000 06.1105~
5700 06.1125
a0 | G
3600 06.1264~
2800 0(5.1287~
200 | G
200 | G%
800 | %
1600 | G
1a00 | G
1500 Od?f{

Carbon steel, alloy

steel
~30HRC
60~120m/min
Rsoszggg Feed rate
(min") (mm/r)
14000 | 0%
os00 | %
oo | 91
5700 06.1125;
o | G
o0 | 57
20 | 51
on | 0%
w0 | 9%
o | 92
o | 92
1400 O(jiog
1500 | %2

Pre-hardened

steel
~40HRC
40~70m/min
R;’;Zg'(}g Feed rate

(min) (mm/r)
9500 00'%6;
e300 | 4O
4700 00'_110;
3800 00"112;
3100 00' '1240~
2400 | %o
1900 00' _128;
1600 06_2??(;
1400 06.232;
1200 | 2>
1100 00'_2:8~
950 Od?f(;
900 00'122*

Stainless steel

25~40m/min
Rso;:ggg Feed rate
(min™) (mmi)
ss00 | G
o0 | G
200 | G35
2200 0(;?15(;
1850 06916;
1400 06?185~
oo | G
w0 | G5
w0 | G
0 | Ghe
0 | G
0 | Gl
o0 | Gy

Cast iron
60~120m/min
Rso;:ggg Feed rate
(min™) (mmi)
1a000 | G5
9500 06919{
7000 06.1105~
5700 00‘.1128~
a0 | G50
w00 | G
2800 | L
200 | QA
2100 06?32;
1800 | Go
1600 | G
1400 05_?:10(;
1500 | 0%
0.42

Nodular cast iron

50~100m/min
oo | et
11000 | %
o | 9%
s | 1
oo | 4%
o | 0
o0 | 557
a0 | 5
o | 9%
| 0%
| 02
| 0%
1100 Odio(;
wo | 9%

Heat resistant alloy

15~25m/min
R:;:ggg Feed rate
(min™) (mmi)
200 | G
2100 | %
1600 00'%‘;
1250 00'?059~
1050 Od?ff
soo | Gy
so0 | G'%
500 06.1128~
w0 | G
w0 | G5F
w0 | G
320 00..1268~
250 [0.17~0.3

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 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 drilling with emulsion.
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 5D.
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Recommended cutting parameters

series twist drills(internal coolant)

3D 5D

workpiece
material

Cutting
speed

Diameter
(mm)

3
4

10
12
14
16
18
20
25

Mild steel
HB<180
80~150m/min
ot P
12700 06919{
9600 | %10
7600 | %'
6400 06.124(;
o | 51
son | 6
n | 02
on | 0%
an | 0%
o0 | 52
| 0%
1500 Odizg

Carbon steel, alloy

steel
~30HRC
80~150m/min
post|Tatrne
12700 06919;
gs00 | &0
7600 | &'
6400 00'_1245
4800 06_126;
agoo | %
3200 | G2
2700 00'_232;
2400 06_235;
2100 | 4%
1900 | 5
1500 00.32;

Pre-hardened

steel
~40HRC
50~80m/min
Rscgeelggg Feed rate

(i) (mm/r)
7400 06_0192
se00 | '
4500 06.1128
3700 0(5_1240
2800 06_1;;
2200 0(5.1287
1900 06.23?0
1600 0(52325
100 | o
1200 06.2??8
1100 O(ji?o
900 0612{

Stainless steel

50~80m/min
T
oo | 025
| 90
agoo | 40>
3200 06?162“
2400 06%8(;
o | 55
1600 | §12
o | 4
o | B
1050 | G
90 | Gao
0 | Gap

Cast iron
80~150m/min
ot P
12700 00‘91927
ge00 | %10
7600 | &'
6400 06.124(;
4800 00“126;
agoo | %
3200 | 42
2700 06.2325:
2400 %i?g
2100 | 42
1900 | 43
1500 od?%422~

Nodular cast iron

60~120m/min
post|Tatrae
oso | 9
7000 | %0
o | 912
4700 06.124o~
s | 51
20 | 51
2o | 52
o | 0%
o | 0%
o | 62
1400 | %
1100 0612;

Heat resistant alloy

15~25m/min
|
2100 06903(;
1600 | G
1250 06%35;
1050 Od?ff
800 06913;
800 | Grg
500 | Gy
0 | G50
w0 | Gon
30 | o
20 | Go
250 061.;:

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 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 drilling with emulsion.
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 5D.

GD series twist drills(internal coolant)

8D

Workpiece
material

Cutting
speed

Diameter
(mm)

3

4

10
12
14
16

18

Mild steel
HB<180
80~150m/min
Rotating

speed” | "0
12700 | 40
so0 | 0%
o0 | 1%
oo | 41
o | 5
w0 | O
a0 | O
0 | G
w0 | %2
a0 | 92

Carbon steel, alloy

steel
~30HRC
80~150m/min
Rotating
speed | "0
12700 | 40
oo | 92
7600 0c5.1104~
w0 | 1%
4800 06.1139~
agoo | 4L
3200 06_126;
2700 06_128;
2400 | G2
2100 06.2;;

Pre-hardened

steel
~40HRC
50~80m/min
Rsoggggg Feed rate
e (mm/r)
7400 0(5%6(;
5600 0(528;
aso0 | G0
3700 %.1 116~
2800 06_1139~
200 | G0
1900 06 ,1264~
1600 06_1;;;
100 | GEF
1200 06_2;{

Stainless steel

40~60m/min
Rotating

speed| "0
o0 | 0%
o0 | 23
a200 | 4O
2700 | 40>
2000 06%8(;
1600 | §10
1300 06.122(;
1100 06.12327
1000 | G
80 | G

Cast iron
80~150m/min
Rotating

speed | L0
12700 | 40>
9600 Odf)f;
o | 31
oo | 815
o | 8%
agoo | 4L
o | 8%
o0 | 815
2400 | G2
o | 02

Nodular cast iron

60~120m/min
Rotating

speed” | "0
9500 | %O
Joco 06918{
5700 0(5.1104~
o | 01
3600 06.1139;
2800 | 4L
2400 06_126;
o0 | 0%
o | 0%
o | 926

Heat resistant alloy

15~25m/min
Rotating

speed” | "0
o | 03
o | 035
o | 0
1050 | 0
800 06_018;
&0 | Gig
so0 | Gl
- | o
o | 08
o | S5

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 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 drilling with emulsion.
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 8D.
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Recommended cutting parameters

SL series deep twist drills(internal coolant)

12D

workpiece
material

Cutting
speed

Diameter
(mm)

3

4

10
12
14
16
18

20

Mild steel

HB<180

60~120m/min
pon et
10600 | 009"
sooo | %8
oo |51
s300 | 411
o |95
a200 | GLH
o |5
2300 | G~
o 52
1800 | G
1600 | 2

Carbon steel,

alloy steel
~30HRC
60~120m/min
Rotating
Feed rate|
speed | ()
(min™)
10600 03)‘15~
sooo | %8
6400 0(51104~
5300 %111(;
a000 | Q1
3200 00'124{
2700 061264~
2300 061,2;
2100 062300~
1800 | G5
1600 00'235;

Pre-hardened

steel
~40HRC
50~80m/min
Spee ot
7400 | 025"
5600 | 0
o | 0%
oo | 315
a0 | o5
2200 | G0
o |9
1600 | G0
o | 52
1200 | %2
oo | 2

Stainless steel

40~60m/min
oo et
5300 | 99~
a000 | 30
3200 | 400
2700 | 405
2000 | 408
won | 3
o |9
oo | G
o | Y
90 | o5
80 | Gy

Cast iron
80~150m/min
pondat a0
12700 | 028"
96000 | 08
7600 | G
6400 | Gl
ag00 | G
asoo | G
o |
2700 | 1%
=
1800 | G5
1600 | G2

Nodular cast
iron

60~120m/min
Sy ot
9500 | 028"
7000 | G
o0 |31
o |
o |01
o |31
o0 |35
o |9
o 52
o |92
o | 9

Aluminum alloy

100~180m/min

e
15000 | 40
11000 | 410~
owo |31
oo | 31
se00 | %
o |31
o0 | 915
3200 | G5
2800 | 42
2500 | G2
2300 | 43

Heat resistant

alloy
10~20m/min
pos a0
o |35
1600 | QO
1250 | 005"
1050 | 40P~
w |0
60 | e
w o
w0 | oo
00 | Gh7
350 | G
20 | Gh

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

SL series deep twist drills(internal coolant)

20D 30D

workpiece
material

Cutting
speed

Diameter
(mm)

3

4

10
12

14

Mild steel

HB=<180

70~90m/min
Rsoszggg Feed rate|
(min”) (mm/r)
g250 | 029"
6250 | 408
so0 | 41
o | 915
3100 | 13
s | 5%
2o | 557
1800 Odffg

Carbon steel,

alloy steel
~30HRC
50~80m/min
Spee ot
7650 | 028"
7% | 008
as00 | G0
o0 | 91
2900 | §1
2300 06.1;;
o |01
1650 00'_122;

Pre-hardened

steel
~40HRC
40~60m/min
Spee Pt
5200 | 005"
3000 | 408
0 |
o0 | 915
o | 0%
1550 06.1242~
1350 | %10
1100 06_128;

Stainless steel

40~60m/min
e

arso | 40
|3
2000 | 400
2450 | 405
1800 | 0%
| 415
1150 06.122(;
1000 06.1232~

Cast iron
50~80m/min
pondat 20
7100 | 028"
5400 | 408
azs0 | G0
as00 | Gl
2700 00'_1139"
o |81
w415
o 515

Nodular cast
iron

60~80m/min
Spee ot
7600 | 005"
se00 | G0
asso | G100
oo |31
0 | o8
0 | 3
o | 415
1700 06_128;

Aluminum alloy

100~180m/min

Heat resistant

ey
12750 | 40
oo |91
o |31
oo | 91
o | 01
o | B
o | 15
o | 55

alloy
8~15m/min
F ey
1350 | 0%~
oo | 45
w | %5
w |0
w |0
w |55
o |3
20 | o0

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 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 drilling with emulsion.
3. 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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Recommended cutting parameters

SP series twist drills(internal coolant 3D
. " Carbon steel, | Pre-hardened .
Wrgralf(g'r?gle '\ﬂ;lssjtggl alloy steel steel Stainless steel Cast iron NOdli’rlg; cast Aluminum alloy Heatar"e:)llstant
~30HRC ~40HRC
2:223 80~150m/min 80~150m/min 50~80m/min 50~80m/min 80~150m/min 60~120m/min | 100~180m/min 15~25m/min
Diameter Rotating Feed rate Rotating Feed rate| Roiating Feed rate Rotating Feed rate Rotating Feed rate| Rotating Feed rate| Retaind Feed rate| BRetaind Feed rate|
speed speed speed speed speed speed speed speed

(mm) (min”) (mmir) (min"') (mm/r) (min") (mm/r) (min") (mmir) (min") (mm/r) (min"') (mm/r) (min") (mm/r) (min) (mm/r)
0.09~ 0.09~ 0.09~ 0.03~ 0.09~ 0.09~ 0.09~ 0.03~

3 12700 012 12700 012 7400 012 6300 0.07 12700 012 9500 012 15000 012 2100 0.06
0.10~ 0.10~ 0.10~ 0.04~ 0.10~ 0.10~ 0.10~ 0.04~

4 9600 015 9600 015 5600 015 4700 0.08 9600 015 7000 015 11100 015 1600 007
0.12~ 0.12~ 0.12~ 0.05~ 0.12~ 0.12~ 0.12~ 0.05~

5 7600 018 7600 018 4500 0.18 3800 010 7600 018 5700 0.18 9000 018 1250 0.09
0.14~ 0.14~ 0.14~ 0.06~ 0.14~ 0.14~ 0.14~ 0.06~

6 6400 020 6400 0.20 3700 0.20 3200 012 6400 0.20 4700 0.20 7400 0.20 1050 0.11
0.16~ 0.16~ 0.16~ 0.08~ 0.16~ 0.16~ 0.16~ 0.08~

8 4800 | goq | 4800 | "o | 2800 | gop | 2400 | qg | 4800 | goq | 3600 | G54 | 5600 | g5 | 8O0 | 544
0.18~ 0.18~ 0.18~ 0.10~ 0.18~ 0.18~ 0.18~ 0.10~

10 3800 027 3800 027 2200 027 1900 018 3800 027 2800 027 4500 0.27 600 016
0.20~ 0.20~ 0.20~ 0.12~ 0.20~ 0.20~ 0.20~ 0.12~

12 3200 030 3200 030 1900 0.30 1600 020 3200 030 2400 030 3700 030 500 0.18
0.22~ 0.22~ 0.22~ 0.13~ 0.22~ 0.22~ 0.22~ 0.13~

14 2700 035 2700 035 1600 035 1350 022 2700 035 2100 035 3200 0.35 450 0.20

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 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 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 3D.
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Recommended cutting parameters

ST series twist drills(internal coolant) 3D 5D
Workpiece Mild steel Carbon steel, alloy steel Stainless steel
material HB=<180 ~30HRC Austenite Martensite Ferrite
Cutting speed 80~150m/min 80~150m/min 40~80 m/min 50~100 m/min 60~120 m/min
Diameter Rso;(aat;gg Feed rate Rsosggzg Feed rate R:;Zgzg Feed rate Rsoszggg Feed rate Rst)‘;fzggg Feed rate
(mm) (min") (mm/r) (min™) (mm/r) (min) (mm/r) (min™) (mm/r) (min”) (mm/r)
3 12700 0.09~0.12 12700 0.09~0.12 6300 0.03~0.07 7400 0.03~0.07 9000 0.03~0.07
4 9600 0.10~0.15 9600 0.10~0.15 4700 0.04~0.08 5600 0.04~0.08 6700 0.04~0.08
5 7600 0.12~0.18 7600 0.12~0.18 3800 0.05~0.10 4500 0.05~0.10 5400 0.05~0.10
6 6400 0.14~0.20 6400 0.14~0.20 3200 0.06~0.12 3700 0.06~0.12 4500 0.06~0.12
8 4800 0.16~0.24 4800 0.16~0.24 2400 0.08~0.16 2800 0.08~0.16 3400 0.08~0.16
10 3800 0.18~0.27 3800 0.18~0.27 1900 0.10~0.18 2200 0.10~0.18 2700 0.10~0.18
12 3200 0.20~0.30 3200 0.20~0.30 1600 0.12~0.20 1900 0.12~0.20 2300 0.12~0.20
14 2700 0.22~0.35 2700 0.22~0.35 1350 0.13~0.22 1600 0.13~0.22 1900 0.13~0.22
16 2400 0.25~0.36 2400 0.25~0.36 1200 0.14~0.25 1400 0.14~0.25 1700 0.14~0.25
18 2100 0.28~0.38 2100 0.28~0.38 1050 0.15~0.28 1200 0.15~0.28 1500 0.15~0.28
20 1900 0.30~0.40 1900 0.30~0.40 950 0.16~0.30 1100 0.16~0.30 1350 0.16~0.30

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 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 drilling with emulsion.

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 5D.

SC series twist drills(external coolant)

Workpiece
material

Cutting speed

Diameter
(mm)

2

o O g A~ W

-
o

12
14
16

Cast iron
50~80m/min
Rsog:gzg Feed rate
(min) (mm/r)
9550 0.06~ 0.08
6400 0.09~0.12
4800 0.10~0.15
3800 0.12~0.18
3100 0.14~0.20
2400 0.16~0.24
1900 0.18~0.27
1600 0.20~ 0.30
1350 0.22~0.35
1200 0.25~ 0.36

Nodular cast iron

40~70m/min
Rotating

spead” | Fecdrate
(min™)

8000 0.06~0.08
5300 0.09~0.12
4000 0.10~0.15
3200 0.12~0.18
2700 0.14~0.20
2000 0.16~0.24
1600 0.18~0.27
1300 0.20~0.30
1150 0.22~0.35
1000 0.25~0.36

Silicon aluminium alloy

Si<10%
100~180m/min
R;)S:ggg Feed rate
(min™) (mm/r)
20000 0.07~0.16
15000 0.09~0.18
11000 0.10~0.22
9000 0.12~0.25
7400 0.14~0.28
5600 0.18~0.32
4500 0.22~0.36
3700 0.25~0.40
3200 0.27~0.44
2800 0.32~0.48

Si>10%
80~140m/min
Rso;:gzg Feed rate
(min) (mm/r)
18000 0.07~0.16
12700 0.09~0.18
9600 0.10~0.22
7600 0.12~0.25
6400 0.14~0.28
4800 0.18~0.32
3800 0.22~0.36
3200 0.25~0.40
2700 0.27~0.44
2400 0.32~0.48

Sd "L
Aluminum alloy
120~200m/min
R;;zggg Feed rate
(min™) (mm/r)
24000 0.07~0.16
16000 0.09~0.18
12000 0.10~0.22
10000 0.12~0.25
8500 0.14~0.28
6400 0.18~0.32
5000 0.22~0.36
4200 0.25~0.40
3600 0.27~0.44
3200 0.32~0.48

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 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 drilling with emulsion.

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 5D.
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Recommended cutting parameters

PA series coated 3 flutes drill(external coolant

3D

—

Workpiece
material

Cutting speed

Diameter
(mm)

3
4

10
12
14
16
18
20

Cast iron
60~120m/min
Rscggggg Feed rate
(min™) (mmi)
9500 0(5_0195
7000 06.1105~
5700 06.1125;
4700 06.1245
w00 | GO
2800 06.128;
200 | G4
2100 05_2325~
1800 0(5_235(;
1600 06_238;;
1400 0(5_3405

Nodular cast iron

50~100m/min
Rotating

speed” | FCIES
7400 0(5.0192~
wo | o
as0 | §'=
o | 81
wo | O
2200 |
o |
w | %
wo | 9
o | 4
noo | Q3

Silicon aluminium alloy

Si<10%
100~180m/min
R:;:t;gg Feed rate
(min) (mm/r)
14000 | OO
10000 | GO
o | 0
o | O
wo | O
w | o
o | 92
wo | 05
2800 | 927~
2500 | 4%
o | 5%

Si>10%
80~140m/min

R:;:t;rgig Feed rate
e (mmir)
12700 O(j%;
9600 069195;-
7600 06_129{
6400 06412?5:
4800 06.1;&;
3800 06‘13?{
200 | &
2700 06?4:5(;
2400 0(5,2:;7;
2100 O(ffg
1900 00'.3564~

Aluminum alloy

120~200m/min

R;;Zteigg Feed rate
(min”) (mm/r)
16000 | %07
12000 | GO
10000 | %1~
o | Y5
o | 5
wo | %
w | 9
as00 | G2
a200 | G27F
2800 | %3
w0 | 5%

Heat resistant alloy

20~40m/min
Rsoszggg Feed rate
(min”) (mml/r)
00 | Q%
200 | G0
1900 | Q%
1600 | G0
1200 | Q%
0 | GNe
so0 | Gl
w0 | Gho
600 | Gy
530 | Gy
w | Ghy

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 feed rate

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 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 3D.

PA series non-coated 3 flutes drill(external coolant

stated above.

3D

e

Workpiece
material

Cutting speed

Diameter
(mm)

3
4

10
12
14
16
18
20

Cast iron
50~100m/min
Rso;:ggg Feed rate
(min) | (MM
7400 O(j%g;
5600 0(5.1105~
4500 0(5.1128~
3700 06.1246
2800 0(5.1264~
2200 06_128;
1900 0(5_230(;
1600 06_232;
1400 06_2351;
1200 | G2
1100 0(5.3400~

Nodular cast iron

40~70m/min
Rs;:gzg Feed rate
(min) (mm/r)
sa0 | G0
o | 35
a200 | §'=
a0 | G
o | 5
1600 | Q1%
o | 0%
o | 9%
1000 | %2
80 | %
w | 5%

Silicon aluminium alloy

Si<10%
80~160m/min
Rsosggzg Feed rate
(min) (mm/r)
12700 | GO
00 | G0
wo | 0
o | o
wo | o
wo | O
o | 0%
mo | 02
2000 | G20
2100 | 3=
o | 5%

Si>10%
60~120m/min
Rso;gteizg Feed rate
(min) (mm/r)
10000 | GO
sooo | GO
e300 | G
sa0 | 4=
a000 | G
200 | 4%
2700 00.'232(;
2300 | G2
2000 | 42
1800 | Q%
wo | 3%

Aluminum alloy

100~180m/min

Rsoszteizg Feed rate
(min) (mm/r)
15000 | GOF
1000 | GO
wo | O
o | 9
wo | O
o | o
o | 02
200 | G2
2800 | Q5T
as00 | 432
o | 0%

Heat resistant alloy

15~25m/min
Rsoszgzg Feed rate
(min”) (mm/r)
2100 | G0
o | 55
|
1050 | 4%
so | Q%
o0 | GUY
s0 | G5
as0 | OB~
w0 | Gh
o | G
2 | G

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 feed rate

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 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 3D.
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Recommended cutting parameters

PC series straight flute drill(external coolant)

5D

Workpiece
material

Cutting speed

Diameter
(mm)

4
5

10
12
14
16
18

20

Cast iron

60~120m/min

Rotating
speed
(min™)

7000 0.10~0.15

Feed rate
(mm/r)

5700 0.12~0.18
4700 0.14~0.20
3600 0.16~0.24
2800 0.18~0.27
2400 0.20~ 0.30
2100 0.22~0.35
1800 0.25~ 0.36
1600 0.28~0.38

1400 0.30~0.40

Nodular cast iron

50~100m/min
R;;zteigg Feed rate
(min) (mm/r)

5600 0.10~0.15

4500 0.12~0.18

3700 0.14~0.20

2800 0.16~0.24

2200 0.18~0.27

1900 0.20~ 0.30

1600 0.22~0.35

1400 0.25~ 0.36

1200 0.28~0.38

1100 0.30~ 0.40

Silicon aluminium alloy

Si<10%
100~200m/min
Rotating
speed Feed ;ate
(min™) (mm/r)
11000 0.12~0.20

9000 0.14~ 0.26

7400 0.16~0.28

5500 0.18~0.30

4500 0.20~0.32

3700 0.24~ 0.36

3200 0.28~0.44

2800 0.30~ 0.48

2500 0.34~0.52

2300 0.40~ 0.63

Si>10%
80~160m/min

Rotating
speed
(min™)

9600 0.12~0.20

Feed rate
(mm/r)

7600 0.14~0.26
6400 0.16~0.28
4800 0.18~0.30
3800 0.20~0.32
3200 0.24~ 0.36
2700 0.28~ 0.44
2400 0.30~ 0.48
2100 0.34~0.52

1900 0.40~ 0.63

Aluminum alloy

120~220m/min
Rotating

Feed rate
speed
(rﬂm.1) (mmir)
12000 0.12~0.20
10000 0.14~0.26

8500 0.16~0.28

6400 0.18~0.30

5000 0.20~0.32

4200 0.24~ 0.36

3600 0.28~ 0.44

3200 0.30~0.48

3000 0.34~ 0.52

2500 0.40~ 0.63

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 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 drilling with emulsion.

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 5D.

PC series straight flute drill(internal coolant)

P

Workpiece
material

Cutting speed

Diameter
(mm)

5

6

8
10
12
14

Cast iron

60~120m/min

Rotating
speed
(min™)

5700 0.08~0.14

Feed rate
(mm/r)

4700 0.10~0.16
3600 0.12~0.20
2800 0.14~0.23
2400 0.16~0.26

2100 0.18~0.32

Nodular cast iron

50~100m/min
Rs,;zgzg Feed rate
(min) (mm/r)

4500 0.08~0.14

3700 0.10~0.16

2800 0.12~0.20

2200 0.14~0.23

1900 0.16~0.26

1600 0.18~0.32

Silicon aluminium alloy

Si<10%
100~200m/min

Rotating
speed
(min™)

9000 0.09~0.18

Feed rate
(mm/r)

7400 0.12~0.20
5500 0.12~0.24
4500 0.16~0.28
3700 0.18~0.32

3200 0.20~0.36

Si>10%
80~160m/min

Rotating
speed
(min™)

7600 0.09~0.18

Feed rate
(mm/r)

6400 0.12~0.20
4800 0.12~0.24
3800 0.16~0.28
3200 0.18~0.32

2700 0.20~0.36

Aluminum alloy

120~220m/min

Rotatizg Feed rate

spee

(min) (mm/r)
10000 0.09~0.18

8500 0.12~0.20

6400 0.12~0.24

5000 0.16~0.28

4200 0.18~0.32

3600 0.20~0.36

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 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 drilling with emulsion.

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 15D.
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Recommended cutting parameters

SC series centering drill(external coolant)

Centering drilling

Workpiece
material

Cutting speed

Diameter
(mm)

5

6

8
10
12
14
16
20

Cast iron
60~120m/min

Rso ptzggg Feed rate

(min”) (mm/r)
6400 0.09~0.14
5300 0.12~0.16
4000 0.13~0.20
3200 0.17~0.25
2700 0.20~0.30
2400 0.22~0.32
2000 0.24~0.34
1600 0.28~0. 40

Nodular cast iron

50~100m/min
Rsosgteigg Feed rate
(min) (mm/r)
5100 0.09~0.14
4200 0.12~0.16
3200 0.13~0.20
2500 0.17~0.25
2100 0.20~0.30
1800 0.22~0.32
1600 0.24~0.34
1300 0.28~0. 40

Silicon aluminium alloy

Si<10%
100~180m/min

R:;:ggg Feed rate
(min™) (mm/r)
9000 0.12~0.25
7400 0.14~0.28
5600 0.18~0.32
4500 0.22~0.36
3700 0.25~0.40
3200 0.27~0.44
2800 0.32~0.48
2300 0.40~0.60

Si>10%
80~140m/min

Rso ptzggg Feed rate
(min”) (mm/r)
7600 0.12~0.25
6400 0.14~0.28
4800 0.18~0.32
3800 0.22~0.36
3200 0.25~0.40
2700 0.27~0.44
2400 0.32~0.48
1900 0.40~0.60

Aluminum alloy

120~200m/min

Rsosgteigg Feed rate
(min) (mm/r)
10000 0.12~0.25
8500 0.14~0.28
6400 0.18~0.32
5000 0.22~0.36
4200 0.25~0.40
3600 0.27~0.44
3200 0.32~0.48
2550 0.40~0.60

1. The cutting 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 85% of the feed rate stated above.
As cuting conditions become stable, gradually increase the cutting speed and feed rate.
3. The cutting 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

Workpiece
material

Cutting speed

Diameter
(mm)

5

6

8
10
12
14
16
20

Cast iron
90~180m/min
R:;zeateigg Feed rate
(min™) (mm/r)
9600 0.09~0.20
8000 0.12~0.22
6000 0.13~0.28
4800 0.17~0.32
4000 0.20~0.38
3600 0.22~0.42
3000 0.24~0.46
2400 0.28~0.58

Nodular cast iron

70~150m/min

Rso;:teigg Feed rate

(min'") (mm/r)
7600 0.09~0.20
6400 0.12~0.22
4800 0.13~0.28
3800 0.17~0.32
3200 0.20~0.38
2700 0.22~0.42
2400 0.24~0.46
1900 0.28~0.58

Silicon aluminium alloy

Si<10%
150~270m/min
R:;:ggg Feed rate
(min™") (mm/r)
13500 0.12~0.30
11100 0.14~0.34
8400 0.18~0.40
6800 0.22~0.44
5600 0.25~0.50
4800 0.27~0.56
4200 0.32~0.60
3500 0.40~0.76

Si>10%
120~210m/min
R:;Zggg Feed rate
(min™) (mm/r)
11500 0.12~0.30
9600 0.14~0.34
7200 0.18~0.40
5700 0.22~0.44
4800 0.25~0.50
4000 0.27~0.56
3600 0.32~0.60
2850 0.40~0.76

Aluminum alloy

180~300m/min

Rso;:teigg Feed rate
(min'") (mm/r)
15000 0.12~0.30
12700 0.14~0.34
9600 0.18~0.40
7600 0.22~0.44
6400 0.25~0.50
5400 0.27~0.56
4800 0.32~0.60
3800 0.40~0.76

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 feed rate stated above.
As cuting conditions become stable, gradually increase the cutting speed and feed rate.
2. The cutting datas above are suitable for chamfering 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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Technical information for solid carbide drills

/

Drill clampling

Adjusting screw

Guarantee tight clamping by
using thrust bearing type collet

chuck.

Correct coolant method

The coolant liquid should be
injected to the end and the middle
of drill as shown in the figure.

Cautions on
interrupted cutting

/
[

Can be drilled

Reduce the feed
rate when drilling
interrupted part.

Pre-machining
prior to drilling

Countersink with
end mill prior to
drilling.

Application guide of drills

How to define the
clamping length of drill

Ensure the size of H is over

1.5d1

Internal coo

coolant su

Coolant through
spindle

coolant pressure

Radial run-out of drill
clamped

The Radial Run-out should be
under 0.02mm.

r'nethod

Coolant not
through spindle

§

is about 0.5~1MPa

(coolant pressure is 2~3MPa when
the diameter is less than @5 mm)
Coolant volume is 1.5~4L/min.

Correct method for
thin workpiece

a

Bending occurs

X

Add a supporter

v

N

Do not clamp on the drill flutes.

Cautions on coolant use

When using internal coolant

DThe little chip particles and
dust will cause jamming in the oil
hole. A fine mesh filter should be
used to prevent such jamming,
especially for small-diameter
drills.

@Dirt and dust particles will
adhere to the oil hole and lead to
unsmooth coolant flow. Coolant
change as early as possible is
recommended.

Drilling method of Burrs and workpiece
stepped holes chippings on exit

-

®Divided to two drilling
processes.

@Drill the larger diameter
hole firstly.

X Multiple step and chamfer
drill can be produced by us.

DReduce the feed rate
when approaching the exit.
(@Machine chamfers at the
point of exit.

(@Change the point angle.
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Technical information for solid carbide drills

Ve

@® Terminology of drill

Parts terminology of drill

~

_ Flank angle Chip pocket Shank _
2 2
[} Q
5 §
S | 5
2 <
a elical angle 7]
//
Flute length Shank length

Chamfer

Overall length

e Margin width

Primary cutting edge
Body clearance
@® Representative cutting edge shapes
L
_ N _ N _ N A
(Conical) (Dual face) (Candler)

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

Features

® Wide applications, commonly
used for both soft and hard

materials

® Flank face with dual flats to
facilitate cutting and initial
entering.

® Often used for small-diameter
drills.

® Two-stage point angle with
perfect centering capability,
less burr generated when
drilling hole.

® First choice for drilling thin
plate.

Css8




Technical information for solid carbide drills

@ Structure specification and cutting characteristics

The function of chip pocket is to remove 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

Helical position of cutting edge. It decreases greatly from the peripheral toward the center.

angle
High hardness material Small Helical angle Large 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 times of the
hole diameter.

Generally 118°, set differently as per various applications.

Soft easy-to-cut material  Small Point angle Large for hard materials or high-efficiency machining

It is an important factor that influence the rigidity and chip control of a drill. It is set according to applications.

Low axial cutting force Large axial cutting force

"
=)
-]
-]
s
=
=)

Low rigidity thin core Thick High rigidity

Easy-to-cut materials For machining of high hardness materials, cross
hole drilling etc.

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

Technical information

Margin

Low frict_io_n with hole wall, mall mardin width large Good guiding performance,
poor guiding performance 9 9 high friction 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 to
shank. The degree is usually represented by the quantity decreasing in the diameter per 100 mm flute length.

Body Itis the part formed on the clearance face after margin, mainly to reduce the friction between inside wall of hole
clearance and drill peripheral.
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Technical information for solid carbide drills

/ Common problems and solutions for drilling \

Problem

Oversize holes
|

Cause

Poor clamping
Large run-out around spindle

Solution

Select the holder and chuck with high
precision

Calibrating spindle

Check and adjust after clamping drill

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

Regrind drill
Check the precision after regrinding

Irregular hole size

A#B

Non-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 after clamping drill

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

Select the holder and chuck with high
precision

Calibrating spindle

Check and adjust after clamping drill

Feed rate is too high

Reduce the feed speed

Coolant provide is not enough

Change the coolant supply method, or
increase coolant volume

Low position accuracy

Poor re-positioning precision
of spindle

Poor clamping

Large run-out with spindle

Improve the re-positioning precision of
machine

Select the holder and chuck with high
precision

Calibrating the spindle

Check and adjust after clamping drill

The feed direction is not

A | B . . Adjust the feed direction vertical to the
vertical to the workpiece workpiece
A#B surface S
Top center not align with the | Check and adjust alignment carefully before
spindle center (lathe ) drilling
. . Excessive tool abrasion Regrind
Bad linearity

Bad perpendicularity

Poor center hole accuracy

Increase the position accuracy of hole

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

Regrind drill
Check the precision 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 horizontal before drilling
Pre-drill a center hole
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| Problem | Cause | Solution

Non-symmetric point angle
Poor roundness v P o Regrind drill

Large drill run-out . o
. . Check the precision after regrinding
Chisel edge is off center

Select the holder and chuck with high

Poor clamping precision

Large spindle run-out Calibrating the spindle

Workpiece is not firmly held Check run-out and adjust after clamping
drill

Clearance angle is too large Regrind drill

Insufficient drill rigidity Increase drill rigidity

Incorrect regrinding Regrind calibration

Change coolant supply method, increase

Insufficient coolant or coolant volume
unsuitable coolant type Select the cutting oil with good lubricating
property

. Select the holder and chuck with high
Poor clamping

Large spindle run-out precision
Hole ) ) gesp Callibrating the spindle
Poor workpiece surface quality

Feed rate is too high Decrease the feed rate

Excessive abrasion on cutting

Regrind drill
edge

Select a coated drill

Excessive build-up on margin

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

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

Chip jamming
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Poor cylindricity

Non-symmetric point angle
Large drill run-out Regrind drill

Chisel edge is off center Check the precision after regrinding
Excessive margin abrasion

Feed speed is too low Increase the feed speed
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Technical information for solid carbide drills

Drill

/ Common problems and solutions for drilling A\

Problem

Drill breakage

Cause

Bend ,distortion 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 cutting method ( adjust feed
rate, use step feed etc)

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 drilling

Use guide bushing or bushing plate

Chipping on the cutting corner

Unsuitable drill material

Select the suitable drill material

Hard lump on the workpiece

Analyse the workpiece or select a suitable
workpiece

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

Feed rate is too high

Reduce feed rate

Insufficient coolant

Change coolant supply method, increase
coolant volume

Breakage

Poor clamping
Large spindle run-out

Select the holder and chuck with high
precision
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 material

Select the suitable drill material
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Drill

Problem

Abnormal abrasion on cutting
corner

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

Change coolant

Abrasion and chipping on chisel
edge

Feed speed is too high

Reduce feed speed.

Cutting edge shape is
inappropriate

Select appropriate cutting edge shap

Unsuitable drill material

Select suitable drill material

Clearance angle is too small

Regrind drill

Breakage on margin

The size of guide bushing or
drill bushing is too large

Select another bush with correct size

Margin build-up

Excessive abrasion on cutting
edge generates high heat

Regrind drill

Insufficient coolant

Change coolant supply method, increase
coolant volume

Incorrect coolant type

Change coolant

Workpiece material is too soft

Change drill or machining method

High vibration

Clearance angle is too large

Regrind drill

Drill rigidity is not enough

Increase drill rigidity

Chips roll around the drill

Long chips
Chip removal is not fluent

Change the drill and adjust machining
method and cutting parameters

One-side abrasion

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

Check and adjust the alignment carefully
before drilling

Poor clamping

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

Company name:

Fax:.

Tel:

E-MAIL:

«a» zcc-cr

zcc-cT

Zhuzhou. Hunan province

Huanghe Southern Road, Tianyuan Zone,

Fax: 0731—22882721 22885420 22887878

Zip code: 412007 E—mail:zccct@zcect.com

When the diameter specification or length specification on the catalog does not meet your needs, we provide more
professional, more precise non—standard customization, you just need to easily choose the series you need.

Diameter

External coolant

©2.0~020.0mm Coolant type

Range

Internal coolant

33.0~320.0mm |:| External coolant

A. Twist drill

|:| Internal coolant

J ,,,,,, o= - Twist drill bit series selection

|:| GD series

|:| ST series

13=|:| |:| SL series

|:| SC series

B. Straight groove drill

~

12

-]

C. Three flute drill

i

I Straight groove drill bit
E N series selection:

3= |:| |:| PC series

Three flute drill bit

S |d= — . .
|:| series selection:
|:| PA series

Note:

Order Quantity: PCS Expected delivery date:
Quotation Confirmation:
Date:

Co4



Company name:

FaX:

Te]. :

E-MAIL:

«a» zcc-cr

ZCC-CT

Huanghe Southern Road, Tianyuan Zone,
Zhuzhou. Hunan province

Fax: 0731—22882721 22885420 22887878

Zip code: 412007 E—mail:zccct@zcect.com

Hole information and workpiece material

[ Carbon Steel
[ JAlloy Steel
[ Pre—hardened steel

Size of processed hole= l:] mm
Tolerance of processed hole=|:]
Depth of processed hole= l:] mm

[ JHardened steel
[ Stainless Steel

G t i
[ Grey cast iron Material grade to be processed:

] Ductile Iron

1 Copper Alloy

L1 Aluminum alloy o strengthzl:lN /m?
[ Titanium alloy

HardneSS:l:ltnits:(HRC,HB,etc.)
[ Heat-resistant alloys

Tool Information

Shank form
O]

Form HA

O]

Form HB

DIN6535

I

Form HE

S

Ordinary straight handle

O =

With flat tail handle DIN 1809

Coolant type

Coating O -

Internal coolant

Coated

[ ]

Morse Taper Shank MT [_]

External coolant

Non—Coated I:]

Special shapes

Note:

Order Quantity: PCS Expected delivery date:
Quotation: Confirmation:
Date:
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Special non-standard tooling

customization(twist drill)

BORING TOOL (5

Special non-standard tooling customization(twist drill)
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Special non-standard tool customization(step twist drill)

Company name:

FaX;

Tel H

E-MAIL:

zCcC-CT

«a» zcc-cr

Huanghe Southern Road, Tianyuan Zone,
Zhuzhou. Hunan province

Fax: 0731—-22882721 22885420 22887878

Zip code: 412007 E—mail:zccct@zecct.com

Hole information and workpiece material

Hole shape to
be machined. O

=

1 Carbon Steel

Small hole size= |:| mm
Small hole tolerance= l:|
Large hole size= |:| mm
Large hole tolerance= l:|

Depth of hole to be machined= l:| mm

1 Alloy Steel
1 Pre-hardened steel
1 Hardened steel

[ Titanium alloy
[T Heat-resistant alloys

[ Stainless Steel

[ Grey cast iron

Material grade to be processed:

1 Ductile Tron

7 Copper Alloy
7 Aluminum alloy

Tensile strength:|:|N /mm?
Hardness= |:|L'nits:(HRC,HB,etc.)

Tool Information

b
L -
It
Coolant type Coating
Internal coolant Coated |:|
External coolant Non—Coated |:|

Shank form
s

Form HA

O]

Form HB

i

Form HE

DIN6535

i S

Ordinary straight handle

With flat tail handle DIN 1809

O =

O &=

Morse Taper Shank MT [_]

Special shapes

Note:

Order Quantity: PCS Expected delivery date:
Quotation; Confirmation:
Date:
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BORING TOOL (5

Special non-standard tool customization(stepped straight groove drill)

«a» zcc-ct

Company name:

zec-cr

Fax: Huanghe Southern Road, Tianyuan Zone,
Zhuzhou. Hunan province

Tel: Fax. 0731-22882721 22885420 22887878

E-MAIL: Zip code: 412007 E—mail:zccct@zcect.com

Hole information and workpiece material

Straight groove drills are widely used for cutting short cutting materials,
from cast iron, common aluminum alloys, to high silicon aluminum alloys.

Material grade to be processed;

Size of processed hole:l:] mm
Tolerance of processed hole=|:]

Depth of processed hole= l:] mm

[ ] Grey cast iron

[ I Ductile Iron

[ ] Aluminum alloy

[ Silicon Aluminum Alloy Si<10%
[ Silicon Aluminum Alloy Si>10%

Tensile strength= |:| N/mm?
Hardness=|:| Units: (HRC, HB,etc.)

Shank form
O )

Form HA

O ]

Form HB

i

Form HE

T

Ordinary straight handle

O =

With flat tail handle DIN 1809

Tool Information

-
=]
<)
-]
=

5
¢’

|

|

[

|

|

&

D

|

DING6535

Coolant type

Internal coolant

External coolant

Coating

Coated I:]

Non—Coated l:]

O =

Morse Taper Shank MT[ ]

Special shapes

Note:

Order Quantity: PCS Expected delivery date:
Quotation; Confirmation:
Date:

co7

Special non-standard tool customization

(stepped straight groove drill)
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Special non-standard tool customization(stepped straight groove drill)

Company name:

FaX:

Tel :

E-MAIL:

«a» zcc-ct

zCcCc-cT

Huanghe Southern Road, Tianyuan Zone,
Zhuzhou. Hunan province

Fax: 0731—22882721 22885420 22887878

Zip code: 412007 E—mail:zccct@zecct.com

Hole information and workpiece material

Hole shape to
be machined: [

w/,

Straight groove drills are widely used for cutting short cutting materials,
from cast iron, common aluminum alloys, to high silicon aluminum alloys.

Small hole size= |:| mm
Small hole tolerance= l:|
Large hole size= l:| mm
Large hole tolerance= |:|

Depth of hole to be machined= l:| mm

Material grade to be processed:

[ 1 Grey cast iron

[ I Ductile Tron

[ 1 Aluminum alloy

[ Silicon Aluminum Alloy Si<10%
[ I Silicon Aluminum Alloy Si>10%

Tensile strength:|:| N/mm?
Hardness=|:| Units:(HRC, HB, etc.)

Tool Information

Shank form
- AR
¥1= AN o Form HA
di= 1 \ | Ne)
- —L——r et |g oo
ol:
Form HB
N
e o ol
W i Fomn e
v S
Ordinary straight handle
Oad_+
With flat tail handle DIN 1809
O =
Coolant type Coating Morse Taper Shank MT ]
Internal coolant Coated |:| Special shapes
External coolant Non—Coated [ |
Note:

Order Quantity: PCS Expected delivery date:
Quotation Confirmation;
Date.
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How to choose the right U drills ———~

How to choose the right U drills \

——=* Shape

Product category

LG I CELEU A IR ZSD02 (2D

Inserts specification ¢
Including type, dimension, grade
and stock.

™~
m gl i (I EE
_— — Lz Ls
| L
Basic dimension(mm) Insert screw | Wrench
Type Stock Appli inserts -
@D | @Di| @D2| Li| L | Ls| L v s,f"'
ZSD02-120-XP20-SP04-02 | A | 120 | 20 | 25 | 27 | 44 | 50 | 94 |SPMX040203-XM/LM/EM/XR| 160M1.8x4 | WTO5IP
ZSD02-125-XP20-SP04-02 | A | 125 | 20 | 25 | 28 | 45 | 50 | 95 |SPMX040203-XM/LM/EM/XR| I60M1.8x4 | WTO5IP
ZSD02-130-XP20-SP04-02 | A | 130 | 20 | 25 | 29 | 46 | 50 | 96 |SPMX040203-XM/LM/EM/XR| 160M1.8x4 | WTO5IP
ZSD02-135-XP20-SP04-02 | A | 135 | 20 | 25 | 30 | 47 | 50 | 97 |SPMX040203-XM/LM/EM/XR| 160M1.8x4 | WTO5IP
ZSD02-140-XP20-SP04-02 | A | 140 | 20 | 25 | 31 | 48 | 50 | 98 |SPMX040203-XM/LM/EM/XR| 160M1.8x4 | WTO5IP
ZSD02-145-XP20-SP04-02 | A | 145 | 20 | 25 | 32 | 49 | 50 | 99 |SPMX040203-XM/LM/EM/XR| 160M1.8x4 | WTOS5IP
ZSD02-150-XP20-SP05-02 | A | 150 | 20 | 25 | 33 | 50 | 50 | 100 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 | WTO6P
ZSD02-155-XP20-SP05-02 | A | 155 | 20 | 25 | 34 | 51 | 50 | 101 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 | WTO6P
ZSD02-160-XP20-SP05-02 | A | 160 | 20 | 25 | 35 | 52 | 50 | 102 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 | WTO6P
ZSD02-165-XP20-SP05-02 | A | 165 | 20 | 25 | 36 | 53 | 50 | 103 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 | WTO6P
ZSD02-170-XP20-SP05-02 | A | 170 | 20 | 25 | 37 | 54 | 50 | 104 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 | WTO6P
ZSD02-175-XP20-SP05-02 | A | 175 | 20 | 25 | 38 | 55 | 50 | 105 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 | WTO6P
ZSD02-180-XP25-SP06-02 | A | 180 | 25 | 32 | 39 | 57 | 56 | 113 |SPMX060204-XM/LM/EM/XR| I60M2.2x5.5 | WTO7IP
ZSD02-185-XP25-SP06-02 | A | 185 | 25 | 32 | 40 | 58 | 56 | 114 |SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP
ZSD02-190-XP25-SP06-02 | A | 190 | 25 | 32 | 41 | 59 | 56 | 115 |SPMX060204-XM/LM/EM/XR| I60M2.2x5.5 | WTO7IP
ZSD02-195-XP25-SP06-02 | A | 195 | 25 | 32 | 42 | 60 | 56 | 116 |SPMX060204-XM/LM/EM/XR| I60M2.2x5.5 | WTO7IP
ZSD02-200-XP25-SP06-02 | A | 200 | 25 | 32 | 43 | 61 | 56 | 117 |SPMX060204-XM/LM/EM/XR| I60M2.2x5.5 | WTO7IP
ZSD02-205-XP25-SP06-02 A

AStock available  /\Make-to-order

20.5 25 32 44 62 56 118 | SPMX060204-XM/LM/EM/XR | 160M2.2%5.5 | WTO7IP

~~ ZSD applicable inserts =

r
11°
- EM - nC
-
od
S
Basic di (mm) CVD grade PVD grade
e gIic | s od r | YB6338(Peripheral edge)| YBM215(meriperipheral edge) | YBS203(Innerlperipheral ecge) | YBI320(Innerlperipheral edge)
SPMX040203-EM 4.0 2.38 22 0.3 * L] L] *
SPMX050204-EM 5.0 238 22 0.4 * L] L] *
SPMX060204-EM 6.0 238 25 0.4 * L] L] *
SPMX07T308-EM | 7.94 3.97 238 0.8 * L] o * ]
SPMX090408-EM 9.8 4.3 4.1 0.8 * L] o *
SPMX110408-EM 1.5 4.76 4.4 0.8 * L] o *
SPMX140512-EM | 14.3 52 55 1.2 * L] L] *

——o Shape

* Recommended grade (always stock available) @

—————=o Product category

>

wvailable grade (always stock available) O Make-to-order

Inserts specification o——————-
Including type, dimension, grade
and stock.
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U drills code key

Ve

U drills code key

Edge length
Code
W S
03 3.8
04 4.3
05 | 54 | 50
w o 06 | 65 | 6.0
07 7.94
08 8.7
120-500 S ( C 7° w 09 9.8
02, 03, 04, 05 Range ——————
12mm-50mm B 11° 1 11.5
The ratio of length . Insert clearance Cutting edge
. 9 Tool diameter Insert shape g ecg
and diameter L ) angle _length(mm) |

N

C100

Number of tooth j

p
Coupling structure . .
Tool type pling Coupling size(mm)
and type
Code Description Code Description 0, . TR, A6
Double helical inner L XP Weldon shank J
ZTD |coolant indexable
shallow drill
ZSD [Indexable shallow drill
- J




High Efficiency Indexable Drill

LS Dseries

e Unique waved-edge geometry structure produces steady cutting
and smooth chip evacuation;

e Insert designed for double balanced radial run-out control for
achieving high accuracy and precision even in long overhang
applications;

e 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

o N ent chip-wrapping.
e Economical four-edges insert, Lt LT

design suitable for Deep-hole /
drilling in 2D~5D.

&

y

General-purpose geometry
for stable machining
operations.

Geometry for Stainless

f’ﬂ’\ steel and sticky chip

materials.

SR

Machining of hard materials,

strengthen cutting edges. mﬂ & w o try’
[~ aﬂﬁiﬂaﬂm@bmaﬁm

Case study Imachininglinlmultiple]materialsy

Ve e Hole surface quality
Workpiece material: 45"steel (HB170-220) o 3 - -
Tool: ZSD05-160-XP20-SP05-02 '
Insert: SPMX050204-XM/YB9320 Ra(um) A 2.1um
Cutting data: Vc=120m/min, f=0.07mm/r, 2 p------ = -
ap=80mm 15 |-
Cooling: Internal coolant supply .
e Aperture cylindricity 05 |--o-d
0

Similar products of company A ZCC-CT

Conclusion: under the same working conditions,the
ME = machined hole surface quality by ZSD series indexable
zce.cT Similar products of company A insert drill contributes to better hole precision than A
company's similar products.

| Cylindricity | 0.03mm |  0.15mm

C101




C VD coating grade
YB@BEB@ ( peripheral inserts )

> Substrate of a tough gradient cemented carbide, enriched
with surface bonding phase, nano-dioxygen gradient transition
layer, and crystal core pre-implantation coating technology,
improves the inserts' wear and heat resistance.

> Suitable for high-speed, high-feed, and stable working
conditions, it is the first choice for drilling of steel.

VD coating grade
\LY,.BQIFB qi {s ( peripheral/central inserts )

Multilayer nano-coating PVD grade

> Significantly enhanced on wear resistance & heat resistance, 9 . .
¥ Y YBQBZ@ ( peripheral/central inserts )

adopting the gradient transition technology, effectively
improvement on stress and interface states of the coating General purpose for driIIing in

layers. Reducing stress concentration, increase the strengths P, M, K, N materials
between coating layer and substrate, improve the cutting
tool's stability, suitable for M materials drilling machining. > The atomic rearrangement technology realizes the long-
range orderly arrangement of different coating materials to
/2 I (g [ [ achieve a perfect match between hardness and toughness,
SY‘B‘\ /2‘(0\.13 ( peripheral/central inserts ) effectively solving the problem of high temperature instability

at the interface of multiple coatings and improving the high

ngh performance grade for S temperature performance of the coating.

materials
> High-toughness substrate and TiAIN-based nano multilayer
> Alloy toughness enhancement technology improves the coating, unique ion etching technology, strengthen the cutting
tool's resistance to crack propagation and high temperature edge, and improve the bonding strength between the coating
oxidation while ensuring high wear resistance. and the substrate.
~ Adopting a new hard alloy matrix formula greatly improves the > Advanced surface treatment technology, optimized stress
high-temperature performance and extends tool life. distribution, better overall performance.
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U drills

ZSD02 2D

14

L1
L2 Ls

Basic dimension(mm) Insert screw| Wrench

Type Stock Applicable inserts

@D | @D1| @D2| Li| Lo | Ls| L v 3/

12.0 20 25 27 44 50 94 | SPMX040203-XM/LM/EM/XR | I60M1.8x4.5 | WTOS5IP

ZSD02-120-XP20-SP04-02
ZSD02-125-XP20-SP04-02
ZSD02-130-XP20-SP04-02
ZSD02-135-XP20-SP04-02
ZSD02-140-XP20-SP04-02
ZSD02-145-XP20-SP04-02
ZSD02-150-XP20-SP05-02
ZSD02-155-XP20-SP05-02
ZSD02-160-XP20-SP05-02
ZSD02-165-XP20-SP05-02
ZSD02-170-XP20-SP05-02
ZSD02-175-XP20-SP05-02
ZSD02-180-XP25-SP06-02
ZSD02-185-XP25-SP06-02
ZSD02-190-XP25-SP06-02
ZSD02-195-XP25-SP06-02
ZSD02-200-XP25-SP06-02
ZSD02-205-XP25-SP06-02
ZSD02-210-XP25-SP06-02
ZSD02-215-XP25-SP06-02
ZSD02-220-XP25-SP06-02
ZSD02-225-XP25-SP07-02
ZSD02-230-XP25-SP07-02
ZSD02-235-XP25-SP07-02
ZSD02-240-XP25-SP07-02
ZSD02-245-XP25-SP07-02
ZSD02-250-XP25-SP07-02
ZSD02-255-XP25-SP07-02
ZSD02-260-XP25-SP07-02
ZSD02-265-XP25-SP07-02
ZSD02-270-XP25-SP07-02

125 | 20 25 28 45 50 95 | SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTO5IP

13.0 20 25 29 46 50 96 | SPMX040203-XM/LM/EM/XR | I60M1.8x4.5 | WTOS5IP

135 | 20 25 30 47 50 97 | SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTO5IP

14.0 20 25 31 48 50 98 |SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTOS5IP

145 | 20 25 32 49 50 99 |SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTO5IP

15.0 20 25 33 50 50 100 |SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P

155 | 20 25 34 51 50 101 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P

16.0 20 25 35 52 50 102 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 WTO06P

16.5 | 20 25 36 53 50 103 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 WTO6P

17.0 20 25 37 54 50 104 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P

175 | 20 25 38 55 50 105 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO06P

®
18.0 25 32 39 57 56 113 | SPMX060204-XM/LM/EM/XR | I60M2.2x5.5 | WTO7IP 5
o)

185 | 25 32 40 58 56 114 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

19.0 25 32 41 59 56 115 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 |  WTO7IP

195 | 25 32 42 60 56 116 |SPMX060204-XM/LM/EM/XR | I60M2.2x5.5 | WTO7IP

20.0 25 32 43 61 56 117 | SPMX060204-XM/LM/EM/XR | I60M2.2x5.5 | WTO7IP

205 | 25 32 44 62 56 118 |SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

21.0 25 32 45 63 56 119 |SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 |  WTO7IP

215 | 25 32 46 64 56 120 |SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

22.0 25 32 47 65 56 121 |SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

225 | 25 32 48 66 56 122 |SPMX07T308-XM/LM/EM/XR | 160M2.5x6.5 | WTO7IP

23.0 25 32 49 67 56 123 |SPMX07T308-XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

235 | 25 32 50 68 56 124 |SPMX07T308-XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP

24.0 25 32 51 69 56 125 |SPMX07T308-XM/LM/EM/XR| I60M2.5%6.5 | WTO7IP

245 | 25 32 52 70 56 126 |SPMX07T308-XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

25.0 25 32 53 71 56 127 |SPMX07T308-XM/LM/EM/XR| 160M2.5%x6.5 | WTO7IP

255 | 25 32 54 72 56 128 |SPMX07T308-XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

26.0 25 32 55 73 56 129 |SPMX07T308-XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP

26.5 | 25 32 56 74 56 130 |SPMX07T308-XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

120 21 21 21 28 21 2l 21 20 2l 21 21 28 21 21 21 28 21 21 21 28 21 21 21 28 21 2 i 3N 2

27.0 25 32 57 75 56 131 |SPMX07T308-XM/LM/EM/XR | 160M2.5%x6.5 | WTO7IP

A Stock available  /AMake-to-order
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U drills

\
_—g—F 8| I (_' ole
’ T - - L|
L2 Ls
L
Basic dimension(mm) Insert screw| Wrench
Type Stock Applicable inserts

@D | @D1| @D2| Li| L2 | Ls| L w 3/

ZSD02-275-XP25-SP07-02 275 | 25 32 58 76 56 132 |SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP

ZSD02-280-XP32-SP09-02 28.0 | 32 37 59 79 60 139 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD02-285-XP32-SP09-02 285 | 32 37 60 80 60 140 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD02-290-XP32-SP09-02 29.0 | 32 37 61 81 60 141 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD02-295-XP32-SP09-02 295 | 32 37 62 82 60 142 |SPMX090408- XM/LM/EM/XR| 160M3.5%8 WT15IP

ZSD02-300-XP32-SP09-02 30.0 | 32 37 63 83 60 143 |SPMX090408- XM/LM/EM/XR| 160M3.5%8 WT15IP

ZSD02-305-XP32-SP09-02 305 | 32 37 64 84 60 144 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD02-310-XP32-SP09-02 310 | 32 37 65 85 60 145 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD02-315-XP32-SP09-02 315 | 32 37 66 86 60 146 |SPMX090408- XM/LM/EM/XR| 160M3.5%8 WT15IP

ZSD02-320-XP32-SP09-02 320 | 32 37 67 87 60 147 |SPMX090408- XM/LM/EM/XR| 160M3.5%8 WT15IP

(=1
=
5|
Q |
-
o !
o !
»

ZSD02-325-XP32-SP09-02 325 | 32 37 68 88 60 148 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD02-330-XP32-SP09-02 33.0 | 32 37 69 89 60 149 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD02-335-XP32-SP09-02 335 | 32 37 70 90 60 150 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

SiMP N

ZSD02-340-XP40-SP11-02 34.0 | 40 47 71 96 70 166 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-345-XP40-SP11-02 345 | 40 47 72 97 70 167 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-350-XP40-SP11-02 35.0 | 40 47 73 98 70 168 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-355-XP40-SP11-02 355 | 40 47 74 99 70 169 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-360-XP40-SP11-02 36.0 | 40 47 75 100 70 170 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-365-XP40-SP11-02 36.5 | 40 47 76 101 70 171 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-370-XP40-SP11-02 37.0 | 40 47 77 102 70 172 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-375-XP40-SP11-02 37.5 | 40 47 78 103 70 173 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-380-XP40-SP11-02 38.0 | 40 47 79 104 70 174 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-385-XP40-SP11-02 385 | 40 47 80 105 70 175 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-390-XP40-SP11-02 39.0 | 40 47 81 106 70 176 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-395-XP40-SP11-02 39.5 | 40 47 82 107 70 177 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-400-XP40-SP11-02 40.0 | 40 47 83 108 70 178 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-405-XP40-SP11-02 40.5 | 40 47 84 109 70 179 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-410-XP40-SP11-02 41.0 | 40 47 85 110 70 180 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-415-XP40-SP11-02 415 | 40 47 86 11 70 181 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD02-420-XP40-SP11-02 42.0 | 40 52 87 119 70 189 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

31 SIS SRl SISl SRl e SVl SICaE IVl 28 21 2 21 28 a1 2 21 2N 2N 2 2l 31 2

ZSD02-425-XP40-SP14-02 425 | 40 52 88 120 70 190 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT20IP

AStock available  /AMake-to-order
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N\ Drilling Tools

U drills

Basic dimension(mm) Insert screw| Wrench

Type Stock Applicable inserts

@D | @Dt | @D2| L1| Lo | Ls| L v S/

43.0 | 40 52 89 121 70 191 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT20IP

ZSD02-430-XP40-SP14-02
ZSD02-435-XP40-SP14-02
ZSD02-440-XP40-SP14-02
ZSD02-445-XP40-SP14-02
ZSD02-450-XP40-SP14-02
ZSD02-455-XP40-SP14-02
ZSD02-460-XP40-SP14-02
ZSD02-465-XP40-SP14-02
ZSD02-470-XP40-SP14-02
ZSD02-475-XP40-SP14-02
ZSD02-480-XP40-SP14-02
ZSD02-485-XP40-SP14-02
ZSD02-490-XP40-SP14-02
ZSD02-495-XP40-SP14-02
ZSD02-500-XP40-SP14-02
AStock available  /AMake-to-order

435 | 40 52 90 122 70 192 |SPMX140512- XM/LM/EM/XR| 160M5x13 WT20IP

440 | 40 52 91 123 70 193 |[SPMX140512- XM/LM/EM/XR| 160M5x13 WT20IP

445 | 40 52 92 124 70 194 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT20IP

45.0 | 40 52 93 125 70 195 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT20IP

455 | 40 52 94 126 70 196 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT20IP

46.0 | 40 52 95 127 70 197 |SPMX140512- XM/LM/EM/XR| 160M5x13 WT20IP

46.5 | 40 52 96 128 70 198 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT20IP

47.0 | 40 52 97 129 70 199 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT20IP

475 | 40 52 98 130 70 200 [SPMX140512- XM/LM/EM/XR| 160M5x%13 WT20IP

48.0 | 40 52 99 131 70 201 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT20IP

48.5 | 40 52 100 | 132 70 202 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT20IP

49.0 | 40 52 101 133 70 203 [SPMX140512- XM/LM/EM/XR| 160M5x13 WT20IP

495 | 40 52 102 | 134 70 204 |SPMX140512- XM/LM/EM/XR| 160M5x%13 WT20IP

| SN 1N SV al SIPaE SIE SIbal SIba) 4

50.0 | 40 52 103 | 135 70 205 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT20IP
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U drills

™
at | ala
L Ls
L
Basic dimension(mm) Insert screw| Wrench
Type Stock Applicable inserts
@D | @D1| @D2| Li| L2 | Ls| L v »5/

ZSD03-120-XP20-SP04-02 A 12.0 20 25 39 55 50 105 |SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTOS5IP
ZSD03-125-XP20-SP04-02 A 12.5 20 25 41 57 50 107 |SPMX040203-XM/LM/EM/XR | 160M1.8%4.5 | WTOS5IP
ZSD03-130-XP20-SP04-02 A 13.0 20 25 42 58 50 108 |SPMX040203-XM/LM/EM/XR| 160M1.8%4.5 | WTOS5IP
ZSD03-135-XP20-SP04-02 A 13.5 20 25 44 60 50 110 |SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTO5IP
ZSD03-140-XP20-SP04-02 A 14.0 20 25 45 61 50 111 |SPMX040203-XM/LM/EM/XR | 160M1.8%4.5 | WTO5IP
ZSD03-145-XP20-SP04-02 A 14.5 20 25 47 63 50 113 |SPMX040203-XM/LM/EM/XR | I60M1.8x4.5 | WTO5IP
ZSD03-150-XP20-SP05-02 A 15.0 20 25 48 64 50 114 |SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO06P
ZSD03-155-XP20-SP05-02 A 15.5 20 25 50 66 50 116 |SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P
ZSD03-160-XP20-SP05-02 A 16.0 20 25 51 67 50 117 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 WTO6P
ZSD03-165-XP20-SP05-02 A 16.5 | 20 25 53 69 50 119 |SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P
ZSD03-170-XP20-SP05-02 A 17.0 20 25 54 70 50 120 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 WTO6P
ZSD03-175-XP20-SP05-02 A 17.5 20 25 56 72 50 122 |SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P
ZSD03-180-XP25-SP06-02 A 18.0 25 32 57 75 56 131 |[SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP
ZSD03-185-XP25-SP06-02 A 185 | 25 32 59 77 56 133 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP
ZSD03-190-XP25-SP06-02 A 19.0 25 32 60 78 56 134 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP
ZSD03-195-XP25-SP06-02 A 19.5 25 32 62 80 56 136 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP
ZSD03-200-XP25-SP06-02 A 20.0 25 32 63 81 56 137 |[SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP
ZSD03-205-XP25-SP06-02 A 205 | 25 32 65 83 56 139 |[SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP
ZSD03-210-XP25-SP06-02 A 21.0 25 32 66 84 56 140 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP
ZSD03-215-XP25-SP06-02 A 21.5 25 32 68 86 56 142 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP
ZSD03-220-XP25-SP06-02 A 22.0 25 32 69 87 56 143 |[SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP
ZSD03-225-XP25-SP07-02 A 225 25 32 71 89 56 145 |SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP
ZSD03-230-XP25-SP07-02 A 23.0 25 32 72 9 56 147 |SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP
ZSD03-235-XP25-SP07-02 A 23.5 25 32 74 93 56 149 |SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP
ZSD03-240-XP25-SP07-02 A 24.0 25 32 75 94 56 150 [SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP
ZSD03-245-XP25-SP07-02 A 24.5 25 32 77 96 56 152 [SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

A Stock available
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Basic dimension(mm) Insert screw| Wrench

Type Stock Applicable inserts

oD | @D1| @D2| Li| Lo | Ls| L v 3/

25.0 25 32 78 97 56 153 |SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

ZSD03-250-XP25-SP07-02

ZSD03-255-XP25-SP07-02 255 | 25 32 80 99 56 155 |SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

ZSD03-260-XP25-SP07-02 26.0 | 25 32 81 100 56 156 |SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

ZSD03-265-XP25-SP07-02 265 | 25 32 83 102 56 158 [SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP

ZSD03-270-XP25-SP07-02 270 | 25 32 84 104 56 160 |[SPMX07T308- XM/LM/EM/XR| 160M2.5%x6.5 | WTO7IP

ZSD03-275-XP25-SP07-02 275 | 25 32 86 106 56 162 |SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

ZSD03-280-XP32-SP09-02 280 | 32 37 87 109 60 169 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD03-285-XP32-SP09-02 285 | 32 37 89 11 60 171 |SPMX090408- XM/LM/EM/XR| 160M3.5%8 WT15IP

ZSD03-290-XP32-SP09-02 290 | 32 37 90 112 60 172 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD03-295-XP32-SP09-02 295 | 32 37 92 114 60 174 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD03-300-XP32-SP09-02 300 | 32 37 93 115 60 175 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD03-305-XP32-SP09-02 305 | 32 37 95 117 60 177 |SPMX090408- XM/LM/EM/XR| 160M3.5%8 WT15IP

ZSD03-310-XP32-SP09-02 310 | 32 37 96 118 60 178 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD03-315-XP32-SP09-02 315 | 32 37 98 120 60 180 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD03-320-XP32-SP09-02 320 | 32 37 99 121 60 181 |SPMX090408- XM/LM/EM/XR| 160M3.5%8 WT15IP

ZSD03-325-XP32-SP09-02 325 | 32 37 101 123 60 183 |SPMX090408- XM/LM/EM/XR| 160M3.5%8 WT15IP

ZSD03-330-XP32-SP09-02 330 | 32 37 102 | 124 60 184 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD03-335-XP32-SP09-02 335 | 32 37 104 | 126 60 186 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP

ZSD03-340-XP40-SP11-02 34.0 | 40 47 105 | 130 70 200 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-345-XP40-SP11-02 345 | 40 47 107 | 132 70 202 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-350-XP40-SP11-02 35.0 | 40 47 108 | 133 70 203 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-355-XP40-SP11-02 355 | 40 47 100 | 135 70 205 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-360-XP40-SP11-02 36.0 | 40 47 m 136 70 206 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-365-XP40-SP11-02 36.5 | 40 47 113 | 138 70 208 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-370-XP40-SP11-02 37.0 | 40 47 14 | 139 70 209 [SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-375-XP40-SP11-02 37.5 | 40 47 16 | 141 70 211 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-380-XP40-SP11-02 38.0 | 40 47 17 | 142 70 212 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-385-XP40-SP11-02 385 | 40 47 19 | 144 70 214 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-390-XP40-SP11-02 39.0 | 40 47 120 | 145 70 215 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-395-XP40-SP11-02 39.5 | 40 47 122 | 147 70 217 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-400-XP40-SP11-02 40.0 | 40 47 123 | 148 70 218 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-405-XP40-SP11-02 40.5 | 40 47 125 | 150 70 220 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-410-XP40-SP11-02 41.0 | 40 47 126 | 151 70 221 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD03-415-XP40-SP11-02 415 | 40 47 128 | 153 70 223 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

| ZICEE IVl SICal SN SV SICEE SRl SIEE 21 2N 2 21 20 1 1 2 Sl 8 S Sl SN SN 1 B Sl Bl 2

ZSD03-420-XP40-SP11-02 42.0 | 40 52 129 | 161 70 231 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

A Stock available  /AMake-to-order
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ZSD03-425-XP40-SP14-02 A 42.5 40 52 131 163 70 233 |SPMX140512- XM/LM/EM/XR| 160M5x%13 WT20IP
ZSD03-430-XP40-SP14-02 A 43.0 40 52 132 164 70 234 |SPMX140512- XM/LM/EM/XR| 160M5x%13 WT20IP
ZSD03-435-XP40-SP14-02 A 43.5 40 52 134 166 70 236 |SPMX140512- XM/LM/EM/XR| 160M5x13 WT201P
ZSD03-440-XP40-SP14-02 A 44.0 40 52 135 167 70 237 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT201P
ZSD03-445-XP40-SP14-02 A 445 | 40 52 137 | 169 70 239 |SPMX140512- XM/LM/EM/XR| 160M5x%13 WT20IP
ZSD03-450-XP40-SP14-02 A 45.0 40 52 138 170 70 240 |SPMX140512- XM/LM/EM/XR| 160M5x%13 WT20IP
ZSD03-455-XP40-SP14-02 AN 45.5 40 52 140 172 70 242 |SPMX140512- XM/LM/EM/XR| 160M5x13 WT201P
ZSD03-460-XP40-SP14-02 A 46.0 40 52 141 173 70 243 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT201P
ZSD03-465-XP40-SP14-02 A 46.5 40 52 142 175 70 245 |SPMX140512- XM/LM/EM/XR| 160M5x%13 WT20IP
ZSD03-470-XP40-SP14-02 A 47.0 40 52 144 176 70 246 |SPMX140512- XM/LM/EM/XR| 160M5x%13 WT20IP
ZSD03-475-XP40-SP14-02 AN 47.5 40 52 146 178 70 248 |SPMX140512- XM/LM/EM/XR| 160M5x13 WT201P
ZSD03-480-XP40-SP14-02 A 48.0 40 52 147 179 70 249 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT201P
ZSD03-485-XP40-SP14-02 A 48.5 40 52 149 181 70 251 |SPMX140512- XM/LM/EM/XR| 160M5x%13 WT20IP
ZSD03-490-XP40-SP14-02 A 49.0 40 52 150 182 70 252 |SPMX140512- XM/LM/EM/XR| 160M5x13 WT20IP
ZSD03-495-XP40-SP14-02 AN 49.5 40 52 152 184 70 254 |SPMX140512- XM/LM/EM/XR| 160M5x13 WT20IP
ZSD03-500-XP40-SP14-02 A 50.0 40 52 153 185 70 255 |SPMX140512- XM/LM/EM/XR| 160M5x13 WT20IP

A Stock available
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Basic dimension(mm) Insert screw| Wrench

Type Stock Applicable inserts

@D | @D1| @D2| Li| L2 | Ls| L v 3/

12.0 20 25 51 67 50 117 | SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 |  WTOS5IP

ZSD04-120-XP20-SP04-02
ZSD04-125-XP20-SP04-02
ZSD04-130-XP20-SP04-02
ZSD04-135-XP20-SP04-02
ZSD04-140-XP20-SP04-02
ZSD04-145-XP20-SP04-02
ZSD04-150-XP20-SP05-02
ZSD04-155-XP20-SP05-02
ZSD04-160-XP20-SP05-02
ZSD04-165-XP20-SP05-02
ZSD04-170-XP20-SP05-02
ZSD04-175-XP20-SP05-02
ZSD04-180-XP25-SP06-02
ZSD04-185-XP25-SP06-02
ZSD04-190-XP25-SP06-02
ZSD04-195-XP25-SP06-02
ZSD04-200-XP25-SP06-02
ZSD04-205-XP25-SP06-02
ZSD04-210-XP25-SP06-02
ZSD04-215-XP25-SP06-02
ZSD04-220-XP25-SP06-02
ZSD04-225-XP25-SP07-02
ZSD04-230-XP25-SP07-02
ZSD04-235-XP25-SP07-02
ZSD04-240-XP25-SP07-02
ZSD04-245-XP25-SP07-02
ZSD04-250-XP25-SP07-02
ZSD04-250-XP32-SP07-02
ZSD04-255-XP25-SP07-02
ZSD04-255-XP32-SP07-02
ZSD04-260-XP25-SP07-02

125 | 20 25 53 69 50 119 |SPMX040203-XM/LM/EM/XR | 160M1.8%4.5 | WTOSIP

13.0 20 25 55 7 50 121 | SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTOS5IP

135 | 20 25 57 73 50 123 |SPMX040203-XM/LM/EM/XR | 160M1.8%4.5 | WTOSIP

14.0 20 25 59 75 50 125 | SPMX040203-XM/LM/EM/XR | I60M1.8x4.5 | WTOS5IP

145 | 20 25 61 7 50 127 | SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTOS5IP

15.0 20 25 63 79 50 129 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 WTO6P

155 | 20 25 65 81 50 131 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P

16.0 | 20 25 67 83 50 133 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO06P

16.5 | 20 25 69 85 50 135 |SPMX050204-XM/LM/EM/XR| 160M2x4.3 WTO6P

17.0 20 25 71 87 50 137 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P

175 | 20 25 73 89 50 139 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO06P

18.0 25 32 75 93 56 149 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP

]
=
o
jun]

185 | 25 32 77 95 56 151 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP

19.0 25 32 79 97 56 153 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP

19.5/ | 25 32 81 99 56 155 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP

20.0 25 32 83 101 56 157 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP

205 | 25 32 85 103 56 159 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP

21.0 25 32 87 105 56 161 |[SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP

215 | 25 32 89 107 56 163 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP

22.0 25 32 91 109 56 165 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP

225 | 25 32 93 1M1 56 167 |SPMX07T308- XM/LM/EM/XR| 160M2.5%x6.5 | WTO7IP

23.0 25 32 95 114 56 170 [SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP

235 | 25 32 97 116 56 172 |SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

24.0 25 32 99 118 56 174 |SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

245 | 25 32 101 120 56 176 |[SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP

25.0 25 32 103 | 122 56 178 |SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

25.0 32 37 103 | 122 60 182 |SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

255 | 25 32 105 | 125 56 181 [SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP

255 | 32 37 105 | 125 60 185 |SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

(21 28 21 21 21 28 21 2l 2 21 21 21 21 21 28 21 2l 2l S 28 2 2l 21 28 21 2N 21 2 3N Sl 2

26.0 25 32 107 | 126 56 182 |SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP

A Stock available  /AMake-to-order
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@D | @D1| @D2| Li| L2 | Ls| L v /
ZSD04-260-XP32-SP07-02 A 26.0 32 37 107 126 60 186 |SPMX07T308- XM/LM/EM/XR| 160M2.5%x6.5 | WTO7IP
ZSD04-265-XP25-SP07-02 A 26.5 25 32 109 128 56 184 |SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP
ZSD04-265-XP32-SP07-02 A 26.5 32 37 109 128 60 188 |SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP
ZSD04-270-XP25-SP07-02 A 27.0 25 32 1M 131 56 187 |SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP
ZSD04-270-XP32-SP07-02 A 27.0 32 37 11 131 60 191 |[SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP
ZSD04-275-XP25-SP07-02 A 27.5 25 32 113 134 56 190 |[SPMX07T308- XM/LM/EM/XR| 160M2.5x6.5 | WTO7IP
ZSD04-275-XP32-SP07-02 A 27.5 32 37 113 134 60 194 |SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP
ZSD04-280-XP32-SP09-02 A 28.0 32 37 115 139 60 199 |SPMX090408- XM/LM/EM/XR| 160M3.5%8 WT15IP
ZSD04-285-XP32-SP09-02 A 28.5 32 37 17 141 60 201 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP
ZSD04-290-XP32-SP09-02 A 29.0 32 37 119 143 60 203 |SPMX090408- XM/LM/EM/XR| 160M3.5%x8 WT15IP
ZSD04-295-XP32-SP09-02 A 29.5 32 37 121 145 60 205 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP
ZSD04-300-XP32-SP09-02 A 30.0 32 37 123 147 60 207 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP
ZSD04-305-XP32-SP09-02 A 30.5 32 37 125 149 60 209 |SPMX090408- XM/LM/EM/XR| 160M3.5%x8 WT15IP
ZSD04-310-XP32-SP09-02 A 31.0 32 37 127 151 60 211 |SPMX090408- XM/LM/EM/XR| 160M3.5%8 WT15IP
ZSD04-315-XP32-SP09-02 A 31.5 32 37 129 153 60 213 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP
ZSD04-320-XP32-SP09-02 A 32.0 32 37 131 155 60 215 |SPMX090408- XM/LM/EM/XR| 160M3.5%x8 WT15IP
ZSD04-320-XP40-SP09-02 A 32.0 40 47 131 155 70 225 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP
ZSD04-325-XP32-SP09-02 A 32.5 32 37 133 157 60 217 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP
ZSD04-325-XP40-SP09-02 A 32.5 40 47 133 157 70 227 |SPMX090408- XM/LM/EM/XR| 160M3.5%x8 WT15IP
ZSD04-330-XP32-SP09-02 A 33.0 32 37 135 | 159 60 219 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP
ZSD04-330-XP40-SP09-02 A 33.0 40 47 135 159 70 229 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP
ZSD04-335-XP32-SP09-02 A 33.5 32 37 137 161 60 221 |SPMX090408- XM/LM/EM/XR| 160M3.5%x8 WT15IP
ZSD04-335-XP40-SP09-02 A 3315 40 47 137 161 70 231 |SPMX090408- XM/LM/EM/XR| 160M3.5x8 WT15IP
ZSD04-340-XP40-SP11-02 A 34.0 40 47 139 164 70 234 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP
ZSD04-345-XP40-SP11-02 A 34.5 40 47 141 166 70 236 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP
ZSD04-350-XP40-SP11-02 | A | 350 | 40 47 | 143 | 168 | 70 | 238 |SPMX110408- XM/LM/EM/XR| 160M4x10 | WT15IP
2SD04-355-XP40-SP11-02 AN 35.5 40 47 145 170 70 240 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP
ZSD04-360-XP40-SP11-02 A 36.0 40 47 147 172 70 242 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP
ZSD04-365-XP40-SP11-02 A 36.5 40 47 149 174 70 244 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP
ZSD04-370-XP40-SP11-02 A 37.0 40 47 151 176 70 246 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP
ZSD04-375-XP40-SP11-02 A 37.5 40 47 153 178 70 248 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

A Stock available
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Type Stock Applicable inserts

@D | @D1| @D2| Li| Lo | Ls| L v 3/

ZSD04-380-XP40-SP11-02 A 38.0 40 47 155 | 180 70 250 |SPMX110408-XM/LM/EM/XR | 160M4x10 WT15IP
ZSD04-385-XP40-SP11-02 VAN 38.5 40 47 157 | 182 70 252 | SPMX110408-XM/LM/EM/XR | 160M4x10 WT15IP
ZSD04-390-XP40-SP11-02 A 39.0 40 47 159 | 184 70 254 | SPMX110408-XM/LM/EM/XR | 160M4x10 WT15IP
ZSD04-395-XP40-SP11-02 A 39.5 40 47 161 186 70 256 |SPMX110408-XM/LM/EM/XR | 160M4x10 WT15IP
ZSD04-400-XP40-SP11-02 A 40.0 40 47 163 | 188 70 258 | SPMX110408-XM/LM/EM/XR | 160M4x10 WT15IP
ZSD04-405-XP40-SP11-02 AN 40.5 40 47 165 | 190 70 260 |SPMX110408-XM/LM/EM/XR | 160M4x10 WT15IP
ZSD04-410-XP40-SP11-02 A 41.0 40 47 167 | 192 70 262 |SPMX110408-XM/LM/EM/XR | 160M4x10 WT15IP
ZSD04-415-XP40-SP11-02 AN 41.5 40 47 169 | 194 70 264 | SPMX110408-XM/LM/EM/XR | 160M4x10 WT15IP
ZSD04-420-XP40-SP11-02 A 42.0 40 52 171 203 70 273 | SPMX110408-XM/LM/EM/XR | 160M4x10 WT15IP
ZSD04-420-XP50-SP11-02 A 42.0 50 57 171 203 80 283 |SPMX110408-XM/LM/EM/XR | 160M4x10 WT15IP
ZSD04-425-XP40-SP14-02 AN 42.5 40 52 173 | 205 70 275 |SPMX140512-XM/LM/EM/XR| 160M5%13 WT20IP
ZSD04-425-XP50-SP14-02 A 42.5 50 57 173 | 205 80 285 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT201P
ZSD04-430-XP40-SP14-02 A 43.0 40 52 175 | 207 70 277 |SPMX140512-XM/LM/EM/XR| 160M5x13 WT20IP
ZSD04-430-XP50-SP14-02 AN 43.0 50 57 175 | 207 80 287 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-435-XP40-SP14-02 AN 43.5 40 52 177 | 209 70 279 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-435-XP50-SP14-02 A 43.5 50 57 177 | 209 80 289 |SPMX140512-XM/LM/EM/XR| 160M5x13 WT20IP
ZSD04-440-XP40-SP14-02 A 44.0 40 52 179 | 211 70 281 |SPMX140512-XM/LM/EM/XR| 160M5x%13 WT20IP
ZSD04-440-XP50-SP14-02 yAN 44.0 50 57 179 | 21 80 291 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-445-XP40-SP14-02 A 44.5 40 52 181 213 70 283 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-445-XP50-SP14-02 A 44.5 50 57 181 213 80 293 |SPMX140512-XM/LM/EM/XR | 160M5x%13 WT20IP
ZSD04-450-XP40-SP14-02 A 45.0 40 52 183 | 215 70 285 |SPMX140512-XM/LM/EM/XR| 160M5%13 WT20IP
ZSD04-450-XP50-SP14-02 A 45.0 50 57 183 | 225 80 295 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-455-XP40-SP14-02 A 455 40 52 185 | 217 70 287 |SPMX140512-XM/LM/EM/XR| 160M5x13 WT20IP
ZSD04-455-XP50-SP14-02 AN 45.5 50 57 185 | 217 80 297 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-460-XP40-SP14-02 A 46.0 40 52 187 | 219 70 289 |SPMX140512-XM/LM/EM/XR| 160M5%13 WT20IP
ZSD04-460-XP50-SP14-02 A 46.0 50 57 187 | 219 80 299 |SPMX140512-XM/LM/EM/XR| 160M5x13 WT20IP
ZSD04-465-XP40-SP14-02 AN 46.5 40 52 189 | 221 70 291 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-465-XP50-SP14-02 AN 46.5 50 57 189 | 221 80 301 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT201P
ZSD04-470-XP40-SP14-02 A 47.0 40 52 191 223 70 293 |SPMX140512-XM/LM/EM/XR| 160M5x13 WT20IP
ZSD04-470-XP50-SP14-02 VAN 47.0 50 57 191 223 80 303 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-475-XP40-SP14-02 AN 47.5 40 52 193 | 225 70 295 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-475-XP50-SP14-02 A 47.5 50 57 193 | 225 80 305 |SPMX140512-XM/LM/EM/XR| 160M5x13 WT20IP
ZSD04-480-XP40-SP14-02 A | 480 | 40 52 | 195 | 227 | 70 | 297 |SPMX140512-XM/LM/EM/XR| 160M5x13 | WT20IP
ZSD04-480-XP50-SP14-02 yAN 48.0 50 57 195 | 227 80 307 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-485-XP40-SP14-02 VAN 48.5 40 52 197 | 229 70 299 |SPMX140512-XM/LM/EM/XR| 160M5%13 WT20IP
ZSD04-485-XP50-SP14-02 A 48.5 50 57 197 | 229 80 309 |SPMX140512-XM/LM/EM/XR| 160M5x%13 WT20IP
ZSD04-490-XP40-SP14-02 A 49.0 40 52 199 | 231 70 301 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-490-XP50-SP14-02 A 49.0 50 57 199 | 231 80 311 |SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP
ZSD04-495-XP40-SP14-02 VAN 49.5 40 52 201 233 70 303 |SPMX140512-XM/LM/EM/XR| 160M5x13 WT20IP
ZSD04-495-XP50-SP14-02 VAN 49.5 50 57 201 233 80 313 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
ZSD04-500-XP40-SP14-02 A 50.0 40 52 203 | 235 70 305 |SPMX140512-XM/LM/EM/XR| 160M5%13 WT201P
ZSD04-500-XP50-SP14-02 A 50.0 50 57 203 | 235 80 315 |SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP

A Stock available

/A\Make-to-order
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U drills

\
p—— ] ] lHE
B - — ™
L2 Ls
L
Basic dimension(mm) Insert screw| Wrench
Type Stock Applicable inserts

@D | @D1| @D2| Li| Lo | Ls| L v 3/

ZSD05-120-XP20-SP04-02 120 | 20 25 63 79 50 129 | SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTOSIP

ZSD05-125-XP20-SP04-02 125 | 20 25 66 82 50 132 | SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTOSIP

ZSD05-130-XP20-SP04-02 130 | 20 25 68 84 50 134 | SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTOSIP

ZSD05-135-XP20-SP04-02 135 | 20 25 71 87 50 137 | SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTOS5IP

ZSD05-140-XP20-SP04-02 140 | 20 25 73 89 50 139 | SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTOSIP

ZSD05-145-XP20-SP04-02 145 | 20 25 76 91 50 141 | SPMX040203-XM/LM/EM/XR | 160M1.8x4.5 | WTOSIP

ZSD05-150-XP20-SP05-02 150 | 20 25 78 94 50 144 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P

ZSD05-155-XP20-SP05-02 155 | 20 25 81 97 50 147 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P

ZSD05-160-XP20-SP05-02 16.0 | 20 25 83 99 50 149 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P

ZSD05-165-XP20-SP05-02 16.5 | 20 25 86 102 50 152 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P

ZSD05-170-XP20-SP05-02 170 | 20 25 88 104 50 154 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P

ZSD05-175-XP20-SP05-02 175 | 20 25 91 107 50 157 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTO6P

ZSD05-180-XP25-SP06-02 180 | 25 32 93 112 56 167 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

ZSD05-185-XP25-SP06-02 185 | 25 32 96 114 56 170 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTOQ7IP

ZSD05-190-XP25-SP06-02 190 | 25 32 98 116 56 172 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

ZSD05-195-XP25-SP06-02 195 | 25 32 101 119 56 175 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTOQ7IP

ZSD05-200-XP25-SP06-02 200 | 25 32 103 | 121 56 177 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

ZSD05-205-XP25-SP06-02 205 | 25 32 106 | 124 56 180 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

ZSD05-210-XP25-SP06-02 210 | 25 32 108 | 126 56 182 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

ZSD05-215-XP25-SP06-02 215 25 32 11 129 56 185 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

ZSD05-220-XP25-SP06-02 22.0 25 32 113 131 56 187 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

ZSD05-225-XP25-SP07-02 225 | 25 32 116 | 134 56 190 | SPMX07T308-XM/LM/EM/XR | 160M2.5%x6.5 | WTO7IP

ZSD05-230-XP25-SP07-02 23.0 | 25 32 18 | 138 56 194 | SPMX07T308-XM/LM/EM/XR | 160M2.5%6.5 | WTO7IP

ZSD05-235-XP25-SP07-02 235 | 25 32 121 141 56 197 | SPMX07T308-XM/LM/EM/XR | 160M2.5x6.5 | WTO7IP

ZSD05-240-XP25-SP07-02 240 | 25 32 123 | 143 56 199 | SPMX07T308-XM/LM/EM/XR | 160M2.5%x6.5 | WTO7IP

ZSD05-245-XP25-SP07-02 245 | 25 32 126 | 146 56 202 | SPMX07T308-XM/LM/EM/XR | 160M2.5%6.5 | WTO7IP

ZSD05-250-XP25-SP07-02 250 | 25 32 128 | 148 56 204 | SPMX07T308-XM/LM/EM/XR | 160M2.5%6.5 | WTO7IP

ZSD05-250-XP32-SP07-02 25.0 32 37 128 | 148 60 208 | SPMX07T308-XM/LM/EM/XR | I60M2.5x6.5 | WTO7IP

ZSD05-255-XP25-SP07-02 255 | 25 32 131 151 56 207 | SPMX07T308-XM/LM/EM/XR | 160M2.5%6.5 | WTO7IP

ZSD05-255-XP32-SP07-02 255 32 37 131 151 60 211 | SPMX07T308-XM/LM/EM/XR | 160M2.5%x6.5 |  WTO7IP

ZSD05-260-XP25-SP07-02 260 | 25 32 133 | 153 56 209 | SPMX07T308-XM/LM/EM/XR | I60M2.5%6.5 | WTO7IP

26.0 32 37 133 | 153 60 213 | SPMX07T308-XM/LM/EM/XR | 160M2.5%6.5 | WTO7IP

20 21 21 21 28 21 2l 2l 21 21 2) 2l 21 SN 21 21 21 21 28 2l 2l 21 28 21 21 21 21 38 2N 2 2l 4

ZSD05-260-XP32-SP07-02

A Stock available  /AMake-to-order
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W Drilling Tools

U drills

Basic dimension(mm) Insert screw| Wrench

Type Stock Applicable inserts

oD | @D | @p2| Li| L | Ls| L v 3/

26.5 25 32 136 | 156 56 212 |SPMX07T308- XM/LM/EM/XR | 160M2.5%6.5 | WTO7IP
26.5 32 37 136 | 156 60 216 |SPMX07T308- XM/LM/EM/XR | 160M2.5%6.5 | WTO7IP
27.0 25 32 138 | 158 56 214 |SPMX07T308- XM/LM/EM/XR | 160M2.5x6.5 | WTO7IP

ZSD05-265-XP25-SP07-02
ZSD05-265-XP32-SP07-02
ZSD05-270-XP25-SP07-02
ZSD05-270-XP32-SP07-02
ZSD05-275-XP25-SP07-02
ZSD05-275-XP32-SP07-02
ZSD05-280-XP32-SP09-02
ZSD05-285-XP32-SP09-02
ZSD05-290-XP32-SP09-02
ZSD05-295-XP32-SP09-02
ZSD05-300-XP32-SP09-02
ZSD05-305-XP32-SP09-02
ZSD05-310-XP32-SP09-02
ZSD05-315-XP32-SP09-02
ZSD05-320-XP32-SP09-02
ZSD05-320-XP40-SP09-02
ZSD05-325-XP32-SP09-02
ZSD05-325-XP40-SP09-02
ZSD05-330-XP32-SP09-02
ZSD05-330-XP40-SP09-02
ZSD05-335-XP32-SP09-02
ZSD05-335-XP40-SP09-02
ZSD05-340-XP40-SP11-02
ZSD05-345-XP40-SP11-02
ZSD05-350-XP40-SP11-02
ZSD05-355-XP40-SP11-02
ZSD05-360-XP40-SP11-02
ZSD05-365-XP40-SP11-02
ZSD05-370-XP40-SP11-02
ZSD05-375-XP40-SP11-02
ZSD05-380-XP40-SP11-02
ZSD05-385-XP40-SP11-02
ZSD05-390-XP40-SP11-02
ZSD05-395-XP40-SP11-02
ZSD05-400-XP40-SP11-02
ZSD05-405-XP40-SP11-02
ZSD05-410-XP40-SP11-02
ZSD05-415-XP40-SP11-02
ZSD05-420-XP40-SP11-02
ZSD05-420-XP50-SP11-02
ZSD05-425-XP40-SP14-02

27.0 32 37 138 | 158 60 218 |SPMX07T308- XM/LM/EM/XR | 160M2.5%6.5 | WTO7IP

275 25 32 141 161 56 217 |SPMX07T308- XM/LM/EM/XR | 160M2.5%6.5 | WTO7IP
27.5 32 37 141 161 60 221 |SPMX07T308- XM/LM/EM/XR | I60M2.5%6.5 | WTO7IP

28.0 32 37 143 | 163 60 223 |SPMX090408- XM/LM/EM/XR | 160M3.5x8 WT15IP
285 32 37 146 | 166 60 226 |SPMX090408- XM/LM/EM/XR | 160M3.5x8 WT15IP
29.0 32 37 148 | 168 60 228 | SPMX090408- XM/LM/EM/XR | 160M3.5%x8 WT15IP

29.5 32 37 151 171 60 231 | SPMX090408- XM/LM/EM/XR | 160M3.5%8 WT15IP

30.0 32 37 153 | 173 60 233 |SPMX090408- XM/LM/EM/XR | 160M3.5x8 WT15IP
30.5 32 37 156 | 176 60 236 |SPMX090408- XM/LM/EM/XR | 160M3.5%8 WT15IP

31.0 32 37 158 | 178 60 238 | SPMX090408- XM/LM/EM/XR | 160M3.5%8 WT15IP

31.5 32 37 161 181 60 241 | SPMX090408- XM/LM/EM/XR | 160M3.5x8 WT15IP
32.0 32 37 163 | 183 60 243 | SPMX090408- XM/LM/EM/XR | 160M3.5%8 WT15IP

32.0 40 47 163 | 183 70 253 | SPMX090408- XM/LM/EM/XR | 160M3.5%8 WT15IP

325 32 37 166 | 186 60 246 |SPMX090408- XM/LM/EM/XR | 160M3.5x8 WT15IP
32.5 40 47 166 | 186 70 256 |SPMX090408- XM/LM/EM/XR | 160M3.5x8 WT15IP
33.0 32 37 168 | 189 60 249 | SPMX090408- XM/LM/EM/XR | 160M3.5%8 WT15IP

33.0 40 47 168 | 189 70 259 |SPMX090408- XM/LM/EM/XR | 160M3.5x8 WT15IP

335 32 37 171 193 60 253 |SPMX090408- XM/LM/EM/XR | 160M3.5x8 WT15IP
33.5 40 47 171 193 70 263 | SPMX090408- XM/LM/EM/XR | 160M3.5%8 WT15IP

34.0 40 47 173 | 198 70 268 |SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP
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345 40 47 176 | 201 70 271 | SPMX110408- XM/LM/EM/XR |  160M4x10 WT15IP
35.0 40 47 178 | 203 70 273 | SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP

35.5 40 47 181 206 70 276 |SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP

36.0 40 47 183 | 208 70 278 |SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP
36.5 40 47 186 | 21 70 281 | SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP

37.0 40 47 188 | 213 70 283 | SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP

375 | 40 47 191 216 70 286 |SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP
38.0 | 40 47 193 | 218 70 288 | SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP

38.5 40 47 196 | 221 70 291 | SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP

39.0 40 47 198 | 223 70 293 |SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP
39.5 40 47 201 226 70 296 |SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP
40.0 40 47 203 | 228 70 298 | SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP

40.5 40 47 206 | 231 70 301 | SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP
41.0 40 47 208 | 233 70 303 |SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP
415 40 47 211 236 70 306 |SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP

42.0 40 52 213 | 245 70 315 | SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP

42.0 50 57 213 | 245 80 325 |SPMX110408- XM/LM/EM/XR | 160M4x10 WT15IP
425 40 52 216 | 248 70 318 |SPMX140512- XM/LM/EM/XR | 160M5x13 WT20IP

Il vl SICSE Sl SICEE S IVl SVl Sl 21 28 21 21 21 2 21 21 21 31 28 21 2l 2l 21 31 2 2l 21 3N 2N SN 2

A Stock available  /AMake-to-order
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Basic dimension(mm) Insert screw| Wrench

Type Stock Applicable inserts

oD | @D1| @D2| Li| Lo | Ls| L v 3/

42.5 50 57 216 | 248 80 328 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

ZSD05-425-XP50-SP14-02
ZSD05-430-XP40-SP14-02
ZSD05-430-XP50-SP14-02
ZSD05-435-XP40-SP14-02
ZSD05-435-XP50-SP14-02
ZSD05-440-XP40-SP14-02
ZSD05-440-XP50-SP14-02
ZSD05-445-XP40-SP14-02
ZSD05-445-XP50-SP14-02
ZSD05-450-XP40-SP14-02
ZSD05-450-XP50-SP14-02
ZSD05-455-XP40-SP14-02
ZSD05-455-XP50-SP14-02
ZSD05-460-XP40-SP14-02
ZSD05-460-XP50-SP14-02
ZSD05-465-XP40-SP14-02
ZSD05-465-XP50-SP14-02
ZSD05-470-XP40-SP14-02
ZSD05-470-XP50-SP14-02
ZSD05-475-XP40-SP14-02
ZSD05-475-XP50-SP14-02
ZSD05-480-XP40-SP14-02
ZSD05-480-XP50-SP14-02
ZSD05-485-XP40-SP14-02
ZSD05-485-XP50-SP14-02
ZSD05-490-XP40-SP14-02
ZSD05-490-XP50-SP14-02
ZSD05-495-XP40-SP14-02
ZSD05-495-XP50-SP14-02
ZSD05-500-XP40-SP14-02
ZSD05-500-XP50-SP14-02
AStock available  /AMake-to-order

43.0 40 52 218 | 250 70 320 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT201P

43.0 50 57 218 | 250 80 330 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

43.5 40 52 221 253 70 323 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

435 50 57 221 253 80 333 | SPMX140512-XM/LM/EM/XR |  160M5x13 WT201P

44.0 40 52 223 | 255 70 325 | SPMX140512-XM/LM/EM/XR |  160M5x13 WT20IP

44.0 50 57 223 | 255 80 335 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

445 40 52 226 | 258 70 328 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT201IP

45.5 50 57 226 | 258 80 338 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

45.0 40 52 228 | 260 70 330 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

45.0 50 57 228 | 260 80 340 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

45.5 40 52 231 263 70 333 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

45.5 50 57 231 263 80 343 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

46.0 40 52 233 | 265 70 335 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

46.0 50 57 233 | 265 80 345 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

46.5 40 52 236 | 268 70 338 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

46.5 50 57 236 | 268 80 348 | SPMX140512-XM/LM/EM/XR |  160M5x13 WT20IP

47.0 40 52 238 | 270 70 340 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT201IP

47.0 50 57 238 | 270 80 350 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

47.5 40 52 241 273 70 343 | SPMX140512-XM/LM/EM/XR |  160M5x13 WT20IP

475 50 57 241 273 80 353 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT201P

48.0 40 52 243 | 275 70 345 | SPMX140512-XM/LM/EM/XR |  160M5x13 WT20IP

48.0 50 57 246 | 275 80 355 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

48.5 40 52 246 | 278 70 348 | SPMX140512-XM/LM/EM/XR |  160M5x13 WT201IP

48.5 50 57 246 | 278 80 358 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

49.0 40 52 248 | 280 70 350 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

49.0 50 57 248 | 280 80 360 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

49.5 40 52 251 283 70 353 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

49.5 50 57 251 283 80 363 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

50.0 40 52 253 | 285 70 355 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP

DIipiDIDIDIPIDIDIDIDIDIDIRDIDIDIDIDIDIDIDIDIDIDIDID

50.0 50 57 253 | 285 80 365 | SPMX140512-XM/LM/EM/XR | 160M5x13 WT20IP
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Silver.fox:-New indexable
drills for.shallow holes

c Internal coolant hose connecter, which is used in lathe.

e New tool body material with greatly improved tool rigidity.

Q Tool body with specially treated coating for superior
lubricating performance.

Innevativektechnology,
fulllyupgrading,

Optimized flutes and double spiraled
internal coolant holes for high efficient
drilling.

Q Optimized structure for better chip
breaking, lower vibration during
cutting, higher machining precision.

© Extremely large chip pocket, ? <\ /Q\ /
innovative liquid angle, for { A
smoother chip evacuation. N
% <
Case
& Tool life comparison

Tool applied: ZTD04-260-XP25-SP07-02
Insert applied: SPGT07T308-PM /YBG205(Peripheral edge)
SPGT07T308-PM /YBG212(Inner edge)
Workpiece material: 50Mn(HB240)
Cooling system: Double helical internal cooling
Cutting parameters: Vc=130m/min; f=210mm/min; ap=90mm

Number of hole drilled (pc)
8 & 8

=}

ZTDO04 Similar product of company A

Machining situation - -
ZTD04-260-XP25-SP07-02 Similar product of company A




m Optimized cutting edge design ensures more stable cutting
and better chip breaking.

m Meeting the requirements of central edge and peripheral
edge with economy and efficiency.

m Perfect combination of grade and chipbreaker solves all
your difficulties in machining.

/

YBG212

YBG212

—— TR\ _T|

® Special coating technology makes insert surface smooth, reducing friction and ensuring
unobstructed chip flow.

® Unique nano coating, stronger combination of substrate and highly wear-resistant TiAIN
coating, higher toughness and hardness.

® Good thermal stability and chemical stability of coating provide more effective protection for
the cutting edge.

® Ultra-fine solid carbide substrate with high toughness ensures high strength of cutting edge.

V oY Y

YBG205)

® Ultra-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 treatment after coating improves surface finish while eliminating

harmful stress.
' r W ’
—

The tool life can increase over 50% for machining
P material under steady working condition.
© Substrate of a tough gradient cemented carbide, enriched
with surface bonding phase, nano-dioxygen gradient
transition layer, and crystal core pre-implantation coating
technology, improves the inserts' wear and heat resistance.
® Suitable for high-speed, high-feed, and stable working
conditions, it is the first choice for drilling of steel.

>

/
/ YBG205

Peripheral
edge insert

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.

Cooling Double helical internal cooling
system
| Insert applied SPGTO7T308-PM/YBG205 Similar product of
Workpiece company
Comparison
of insert
; abrasion (after
W°r':p'9‘ie 42CMo (HRC25) 15 minutes of
materia machining)
Cutting | _15ommin f=0.12mmir  ap=80mm
parameters
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Common 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 measurements.

Cross-hole drilling Counter boring

Safety information

H Breakage
Chipping on cutting edges can be caused by various conditions:
+Off-center drill.
*Tool overhang or feed rate is too large.
Incorrect inserts seating, tip seat was damaged.
*Poor insert stability.
«Insufficient coolant supply.
eIncorrect insert chipbreaker or grade.

H 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 insert cutting edge
cannot achieve the tolerance and/or 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.
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ZTDO02 2D

. T———

| S

L1 |

gE —

2D,
@Dz

—

Basic dimension(mm) Insert screw Wrench
Type Stock Applicable inserts
@D |@D1|@D2| L1 | L2 | L v y/

ZTD02-130-XP20-SP04-02 A 13 20 25 31 50 98 SPGT04T102-PM/EM 160M1.8x4 WTO5IP
ZTD02-140-XP20-SP04-02 A 14 20 25 33 50 100 SPGT04T102-PM/EM 160M1.8x4 WTOSIP
ZTD02-150-XP20-SP05-02 A 15 20 25 35 50 102 SPGT050204-PM/EM 160M2x4.3 WTO6P
ZTD02-160-XP20-SP05-02 A 16 20 25 37 50 104 SPGT050204-PM/EM 160M2x4.3 WTO6P
ZTD02-170-XP25-SP05-02 A 17 25 32 39 56 17 SPGT050204-PM/EM 160M2x4.3 WTO6P
ZTD02-180-XP25-SP06-02 A 18 25 32 41 56 119 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP
ZTD02-190-XP25-SP06-02 A 19 25 32 43 56 121 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP
ZTD02-200-XP25-SP06-02 A 20 25 32 45 56 123 SPGT060204-PM/EM 160M2.2%x5.5 WTO7IP
ZTD02-210-XP25-SP06-02 A 21 25 32 47 56 125 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP
ZTD02-220-XP25-SP07-02 A 22 25 32 49 56 127 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP
ZTD02-230-XP25-SP07-02 A 23 25 32 51 56 129 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP
ZTD02-240-XP25-SP07-02 A 24 25 32 53 56 131 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP
ZTD02-250-XP25-SP07-02 A 25 25 32 55 56 133 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP
ZTD02-260-XP25-SP07-02 A 26 25 32 57 56 135 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP
ZTD02-270-XP25-SP07-02 A 27 25 32 59 56 137 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP
ZTD02-280-XP32-SP09-02 A 28 32 37 61 60 146 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD02-290-XP32-SP09-02 A 29 32 37 63 60 148 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD02-300-XP32-SP09-02 A 30 32 37 65 60 150 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTDO02-310-XP32-SP09-02 A 31 32 37 67 60 152 SPGT090408-PM/EM 160M3.5x8 WT15IP
ZTD02-320-XP32-SP09-02 A 32 32 37 69 60 154 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD02-330-XP32-SP09-02 A 33 32 37 71 60 156 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD02-340-XP40-SP11-02 A 34 40 47 73 70 173 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD02-350-XP40-SP11-02 A 35 40 47 75 70 175 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD02-360-XP40-SP11-02 A 36 40 47 77 70 177 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD02-370-XP40-SP11-02 A 37 40 47 79 70 179 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD02-380-XP40-SP11-02 A 38 40 47 81 70 181 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD02-390-XP40-SP11-02 A 39 40 47 83 70 183 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD02-400-XP40-SP11-02 A 40 40 47 85 70 185 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD02-410-XP40-SP11-02 A 41 40 47 87 70 187 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD02-420-XP40-SP14-02 A 42 40 52 89 70 199 SPGT140512-PM/EM 160M5x13 WT20IP
ZTD02-430-XP40-SP14-02 AN 43 40 52 91 70 201 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD02-440-XP40-SP14-02 A 44 40 52 93 70 | 203 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD02-450-XP40-SP14-02 A 45 40 52 95 70 205 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD02-460-XP40-SP14-02 A 46 40 52 97 70 207 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD02-470-XP40-SP14-02 A 47 40 52 99 70 209 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD02-480-XP40-SP14-02 A 48 40 52 101 70 211 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD02-490-XP40-SP14-02 VAN 49 40 52 103 | 70 | 213 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD02-500-XP40-SP14-02 A 50 40 52 105 70 215 SPGT140512-PM/EM 160M5%13 WT20IP

A Stock available
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W Drilling Tools

U drills

ZTDO03 3D

L
L1 | L L.

L TR p—— .
—_— c| T | (—

D1,
D2

Basic dimension(mm) Insert screw Wrench
Type Stock Applicable inserts
@D |@D1 |@D2| L1 | L2 | L v y/
ZTD03-130-XP20-SP04-02 13 20 25 44 50 M SPGT04T102-PM/EM 160M1.8x4 WTOS5IP
ZTD03-140-XP20-SP04-02 14 20 25 47 50 114 SPGT04T102-PM/EM 160M1.8x4 WTO5IP
ZTD03-150-XP20-SP05-02 15 20 25 50 50 17 SPGT050204-PM/EM 160M2x4.3 WTO6P
ZTD03-160-XP20-SP05-02 16 20 25 53 50 120 SPGT050204-PM/EM 160M2x4.3 WTO6P
ZTD03-170-XP25-SP05-02 17 25 32 56 56 134 SPGT050204-PM/EM 160M2x4.3 WTO6P

ZTD03-180-XP25-SP06-02 18 25 32 59 56 137 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP

ZTD03-190-XP25-SP06-02 19 25 32 62 56 140 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP

ZTD03-200-XP25-SP06-02 20 25 32 65 56 143 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP

ZTD03-210-XP25-SP06-02 21 25 32 68 56 146 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP

ZTD03-220-XP25-SP07-02 22 25 32 71 56 | 149 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

ZTDO03-230-XP25-SP07-02 23 25 32 74 56 152 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

ZTD03-240-XP25-SP07-02 24 25 32 77 56 155 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

ZTD03-250-XP25-SP07-02 25 25 32 80 56 158 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

ZTD03-260-XP25-SP07-02 26 25 32 83 56 161 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

ZTD03-270-XP25-SP07-02 27 25 32 86 56 | 164 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

PSSR 21 21 21 21 21 1 21 21 i S8 1 i 21 2 2 31 i 31 21 2 21 21 21 28 31 2N 2 i 2
$

ZTD03-280-XP32-SP09-02 28 32 37 89 60 174 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD03-290-XP32-SP09-02 29 32 37 92 60 177 SPGT090408-PM/EM 160M3.5x8 WT15IP
ZTDO03-300-XP32-SP09-02 30 32 37 95 60 180 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTDO03-310-XP32-SP09-02 31 32 37 98 60 183 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD03-320-XP32-SP09-02 32 37 101 60 186 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTDO03-330-XP32-SP09-02 33 32 37 104 | 60 189 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTDO03-340-XP40-SP11-02 34 40 47 107 | 70 | 207 SPGT110408-PM/EM 160M4x10 WT15IP
ZTDO03-350-XP40-SP11-02 35 40 47 110 70 | 210 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD03-360-XP40-SP11-02 36 40 47 113 | 70 | 213 SPGT110408-PM/EM 160M4x10 WT15IP
ZTDO03-370-XP40-SP11-02 37 40 47 116 70 | 216 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD03-380-XP40-SP11-02 38 40 47 19 | 70 | 219 SPGT110408-PM/EM 160M4x10 WT15IP
ZTDO03-390-XP40-SP11-02 39 40 47 122 | 70 | 222 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD03-400-XP40-SP11-02 40 40 47 125 | 70 | 225 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD03-410-XP40-SP11-02 41 40 47 128 | 70 | 228 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD03-420-XP40-SP14-02 42 40 52 131 70 | 241 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD03-430-XP40-SP14-02 43 40 52 134 | 70 | 244 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD03-440-XP40-SP14-02 44 40 52 137 | 70 | 247 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD03-450-XP40-SP14-02 45 40 52 140 | 70 | 250 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD03-460-XP40-SP14-02 46 40 52 143 | 70 | 253 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD03-470-XP40-SP14-02 47 40 52 146 | 70 | 256 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD03-480-XP40-SP14-02 48 40 52 149 | 70 | 259 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD03-490-XP40-SP14-02 49 40 52 152 | 70 | 262 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD03-500-XP40-SP14-02 50 40 52 155 | 70 | 265 SPGT140512-PM/EM 160M5%13 WT20IP

A Stock available  AMake-to-order
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L
L -
| T — | —C
Basic dimension(mm) Insert screw Wrench
Type Stock Applicable inserts

@D |@D1 |@D2| L1 | L2 | L v y/

ZTD04-130-XP20-SP04-02 A 13 20 25 57 50 124 SPGT04T102-PM/EM 160M1.8%x4 WTO5IP
ZTD04-140-XP20-SP04-02 A 14 20 25 61 50 128 SPGT04T102-PM/EM 160M1.8x4 WTO5IP
ZTD04-150-XP20-SP05-02 A 15 20 25 65 50 132 SPGT050204-PM/EM 160M2x4.3 WTO6P
ZTD04-160-XP20-SP05-02 A 16 20 25 69 50 136 SPGT050204-PM/EM 160M2x4.3 WTO06P
ZTD04-170-XP25-SP05-02 A 17 25 32 73 56 151 SPGT050204-PM/EM 160M2x4.3 WTO06P
ZTD04-180-XP25-SP06-02 A 18 25 32 7 56 155 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP
ZTD04-190-XP25-SP06-02 A 19 25 32 81 56 159 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP
ZTD04-200-XP25-SP06-02 A 20 25 32 85 56 163 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP
ZTD04-210-XP25-SP06-02 A 21 25 32 89 56 167 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP
ZTD04-220-XP25-SP07-02 A 22 25 32 93 56 171 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP
ZTD04-230-XP25-SP07-02 A 23 25 32 97 56 175 SPGT07T308-PM/EM 160M2.5%6.5 WTO71IP
ZTD04-240-XP25-SP07-02 A 24 25 32 101 56 179 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

9",‘ ZTD04-250-XP25-SP07-02 A 25 25 32 105 56 183 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP
% ZTD04-260-XP25-SP07-02 A 26 25 32 109 56 187 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP
‘; ZTD04-270-XP25-SP07-02 A 27 25 32 113 56 191 SPGT07T308-PM/EM 160M2.5%6.5 WTO71IP
% ZTD04-280-XP32-SP09-02 A 28 32 37 17 60 202 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD04-290-XP32-SP09-02 A 29 32 37 121 60 206 SPGT090408-PM/EM 160M3.5%8 WT15IP

g ZTD04-300-XP32-SP09-02 A 30 32 37 125 60 210 SPGT090408-PM/EM 160M3.5%8 WT15IP
@ ZTD04-310-XP32-SP09-02 A 31 32 37 129 60 214 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD04-320-XP32-SP09-02 A 32 32 37 133 60 218 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD04-330-XP32-SP09-02 A 33 32 37 137 60 222 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD04-340-XP40-SP11-02 A 34 40 47 141 70 241 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD04-350-XP40-SP11-02 A 35 40 47 145 70 245 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD04-360-XP40-SP11-02 A 36 40 47 149 70 249 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD04-370-XP40-SP11-02 A 37 40 47 153 70 253 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD04-380-XP40-SP11-02 A 38 40 47 157 70 257 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD04-390-XP40-SP11-02 A 39 40 47 161 70 261 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD04-400-XP40-SP11-02 A 40 40 47 165 70 265 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD04-410-XP40-SP11-02 A 41 40 47 169 70 269 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD04-420-XP40-SP14-02 A 42 40 52 173 70 283 SPGT140512-PM/EM 160M5x13 WT20IP
ZTD04-430-XP40-SP14-02 A 43 40 52 177 70 287 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD04-440-XP40-SP14-02 A 44 40 52 181 70 291 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD04-450-XP40-SP14-02 A 45 40 52 185 70 295 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD04-460-XP40-SP14-02 A 46 40 52 189 70 299 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD04-470-XP40-SP14-02 A 47 40 52 193 70 303 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD04-480-XP40-SP14-02 A 48 40 52 197 70 307 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD04-490-XP40-SP14-02 A 49 | 40 | 52 | 201 | 70 | 31 SPGT140512-PM/EM 160M5x13 WT20IP
ZTD04-500-XP40-SP14-02 A 50 40 52 205 70 3115 SPGT140512-PM/EM 160M5%13 WT20IP

A Stock available  AMake-to-order
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Basic dimension(mm) Insert screw Wrench
Type Stock Applicable inserts
@D |@D1 | @Dz | L1 | Lo | L v y/
ZTD05-130-XP20-SP04-02 13 20 25 70 50 137 SPGT04T102-PM/EM 160M1.8x4 WTO5IP
ZTD05-140-XP20-SP04-02 14 20 25 {75! 50 142 SPGT04T102-PM/EM 160M1.8x4 WTO5IP
ZTD05-150-XP20-SP05-02 15 20 25 80 50 147 SPGT050204-PM/EM 160M2x4.3 WTO6P
ZTD05-160-XP20-SP05-02 16 20 25 85 50 152 SPGT050204-PM/EM 160M2x4.3 WTO06P
ZTD05-170-XP25-SP05-02 17 25 32 90 56 168 SPGT050204-PM/EM 160M2x4.3 WTO6P

ZTD05-180-XP25-SP06-02 18 25 32 95 56 173 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP

ZTD05-190-XP25-SP06-02 19 25 32 100 | 56 178 SPGT060204-PM/EM 160M2.2x5.5 WTO71P

ZTD05-200-XP25-SP06-02 20 25 32 105 | 56 183 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP

ZTD05-210-XP25-SP06-02 21 25 32 110 56 188 SPGT060204-PM/EM 160M2.2x5.5 WTO7IP

ZTD05-220-XP25-SP07-02 22 25 32 115 | 56 193 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

ZTD05-230-XP25-SP07-02 23 25 32 120 | 56 198 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

ZTD05-240-XP25-SP07-02 24 25 32 125 | 56 | 203 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

ZTD05-250-XP25-SP07-02 25 25 32 130 | 56 | 208 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

ZTD05-260-XP25-SP07-02 26 25 32 135 | 56 | 213 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

ZTD05-270-XP25-SP07-02 27 25 32 140 | 56 | 218 SPGT07T308-PM/EM 160M2.5%6.5 WTO7IP

PSS SNSRI 21 21 21 21 21 1 21 21 S S8 1 S 21 2 21 31 2l 21 21 21 21 21 21 28 31 2N 2 i 2
«

ZTD05-280-XP32-SP09-02 28 32 37 145 | 60 | 230 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD05-290-XP32-SP09-02 29 32 37 150 | 60 | 235 SPGT090408-PM/EM 160M3.5x8 WT15IP
ZTD05-300-XP32-SP09-02 30 32 37 155 | 60 | 240 SPGT090408-PM/EM 160M3.5x8 WT15IP
ZTD05-310-XP32-SP09-02 32 37 160 | 60 | 245 SPGT090408-PM/EM 160M3.5x8 WT15IP
ZTD05-320-XP32-SP09-02 32 32 37 165 | 60 | 250 SPGT090408-PM/EM 160M3.5x8 WT15IP
ZTDO05-330-XP32-SP09-02 33 32 37 170 | 60 | 255 SPGT090408-PM/EM 160M3.5%8 WT15IP
ZTD05-340-XP40-SP11-02 34 40 47 175 | 70 | 275 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD05-350-XP40-SP11-02 35 40 47 180 | 70 | 280 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD05-360-XP40-SP11-02 36 40 47 185 | 70 | 285 SPGT110408-PM/EM 160M4x10 WT15IP
ZTDO05-370-XP40-SP11-02 37 40 47 190 | 70 | 290 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD05-380-XP40-SP11-02 38 40 47 195 | 70 | 295 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD05-390-XP40-SP11-02 39 40 47 | 200 | 70 | 300 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD05-400-XP40-SP11-02 40 40 47 | 205 | 70 | 305 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD05-410-XP40-SP11-02 41 40 47 | 210 | 70 | 310 SPGT110408-PM/EM 160M4x10 WT15IP
ZTD05-420-XP40-SP14-02 42 40 52 | 215 | 70 | 325 SPGT140512-PM/EM 160M5x%13 WT20IP
ZTD05-430-XP40-SP14-02 43 40 52 | 220 | 70 | 330 SPGT140512-PM/EM 160M5x%13 WT20IP
ZTD05-440-XP40-SP14-02 44 40 52 | 225 | 70 | 335 SPGT140512-PM/EM 160M5x13 WT20IP
ZTD05-450-XP40-SP14-02 45 40 52 | 230 | 70 | 340 SPGT140512-PM/EM 160M5%13 WT20IP
ZTD05-460-XP40-SP14-02 46 40 52 | 235 | 70 | 345 SPGT140512-PM/EM 160M5x%13 WT20IP
ZTD05-470-XP40-SP14-02 47 40 52 | 240 | 70 | 350 SPGT140512-PM/EM 160M5x%13 WT20IP
ZTD05-480-XP40-SP14-02 48 40 52 | 245 | 70 | 355 SPGT140512-PM/EM 160M5x13 WT20IP
ZTD05-490-XP40-SP14-02 49 40 52 | 250 | 70 | 360 SPGT140512-PM/EM 160M5x%13 WT20IP
ZTD05-500-XP40-SP14-02 50 40 52 | 2656 | 70 | 365 SPGT140512-PM/EM 160M5%13 WT20IP

A Stock available A Make-to-order
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Drilling Tools y/

U drills code key

Ve

Code Insert shap
S
-
Insert shape / code

w

U drills code key

oL

N

Code |Nose Height m '"Wibel_d Circle| Thickness S Code |Nose Height m '"SCfibﬁfi Circle| Thickness S

Tolerance(mm) | Tolerance(mm) |Tolerance(mm) Tolerance(mm) | Tolerance(mm) [Tolerance(mm)
A +0.005 +0.025 +0.025 J +0.005 +0.05-+0.13 | +0.025
F +0.005 +0.013 +0.025 K +0.013 +0.05-+0.13 | +0.025
(o3 +0.013 +0.025 +0.025 L +0.025 +0.05-+0.13 | +0.025
H +0.013 +0.013 +0.025 M +0.08-£0.18 | +0.05-+0.13| +0.13
E +0.025 +0.025 +0.025 N +0.08-£0.18 | +0.05-+0.13 | +0.025
G +0.025 +0.025 +0.13 U +0.13-£0.38 | +0.08-+0.25| #0.13

Tolerance

Clearance angle of main
cutting edge

Chipbreaker and clamping system

wl cmlx

Code Clziggce Code Cliirga:gce - - Metric - -
Code ["itWithoul WHRWIROUL | secton pane of Insert| Codle|""ITpoU) WHRIWItROU! - fsesion plane of Insert
s > 65°
A B B | With | Without N |without| without | \ ]
\»E 30 \-E5°
> 65°
H | With | Single-side ﬁ R |Without| Single-side Q
@ i D >65°
<70 15° C With Without F |Without| Double-side ©
> 65°
. N J | With |Double-side @ A win | wiout | \ ] ]
E F
\Ezo" ~ 25 <65°
W | With | Without M | with | Singleside| (][]
<65°
G N| | T | With | Single-side G | With | Double-side @
~¢30° Lo
<65°
Q | With Without X - - Special
Other
P 0 clearance <65°
11° angle V) With | Double-side
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U drills code key

( N\
Thickness is defined as the height from the bottom of insert to the highest part of cutting edge.
Insert thickness Insert thickness
Code (mm) Code (mm)
00 0.79 05 5.96
Length
Code W g S TO 0.99 T5 5.95
01 1.59 06 6.35
03 3.8
™ 1.98 T6 6.75
04 43 02 2.38 07 7.94
v 54 T2 2.58 09 9.52
06 6.5 6.35 03 3.18 T9 9.72
08 87 8.0 T3 3.97 1 11.11
09 9.525 04 4.76 12 12.70
12 12.7 T4 4.96
Length of cutting edge Insert thickness
U o
@ N
Nose radius Cutting direction Chipbreaker code
>
Code Description Code Description %
04 0.4mm R Right hand §
K%}
08 0.8mm L Left hand =
=}
12 1.2mm N Neutral
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Indexable inserts for U drills

ZSD applicable inserts

4 I
11°
Q)\,C
| o
S
Basic dimension(mm) | CVD grade PVD grade Basic dimension(mm) | CVD grade PVD grade
Type YB6338 YB9315|YBS203 | YB9320 Type YB6338 YB9315|YBS203| YB9320
BI.C| s |@d| r |(Perpheral (I!lnerl (Ifmerl (Ipnerl BI.C| s |@d| r |Perpheral (Irmer/ (I!merl (I!lnerl
" peripheral | peripheral | peripheral d peripheral | peripheral | peripheral
edge) edge) edge) edge) cdos) edge) edge) edge)
SPMX040203-EM| 4.0 |2.38/2.2|0.3 * [ J [ J * SPMX040203-LM| 4.0 |2.38/2.2|0.3 * [ J [ J *
SPMX050204-EM| 5.0 |2.38|2.2|0.4 * [ J [} * SPMX050204-LM| 5.0 |2.38|2.2|0.4 * [ J [ J *
SPMX060204-EM| 6.0 |2.38|2.5|0.4 * [} [ J * SPMX060204-LM| 6.0 |2.38|2.5|0.4 * [ J [ J *
SPMX07T308-EM| 7.94 |3.97|2.8|0.8 * [ J [ J * SPMX07T308-LM| 7.94 |3.97|2.8|0.8 * [ ] [ ] *
SPMX090408-EM| 9.8 | 4.3 |4.1/0.8 * [ [ ] * SPMX090408-LM| 9.8 | 4.3 |4.1/0.8 * [} [} *
SPMX110408-EM| 11.5 |4.76| 4.4 | 0.8 * [ [ ] * SPMX110408-LM | 11.5 |4.76|4.4 | 0.8 * [} [} *
SPMX140512-EM| 14.3 | 5.2 |5.5[1.2 * [ J [ J * SPMX140512-LM| 14.3 | 5.2 |5.5|1.2 * [ J [ J *

* Recommended grade (always stock available)
@ Available grade (always stock available)
O Make-to-order

* Recommended grade (always stock available)
@ Available grade (always stock available)

O Make-to-order

~
Basic dimension(mm) | CVD grade PVD grade Basic dimension(mm) | CVD grade PVD grade

Type vBe33g| YB9315| YBS203| YB9320 Type YB633g| YB9315| YBS203 | YB9320
oic| s [od| 1 |pames | er | e 01| s |00 1 [Peren (| I | e

©0%) | “eige) | edge) | edge) *0%) | "edge) | edge) | edge)
SPMX040203-XM| 4.0 |2.38|2.2|0.3| > [ J [ J * SPMX040203-XR| 4.0 {2.38/2.2|0.3| > [ J [ ] *
SPMX050204-XM| 5.0 |2.38|2.2|04| % ([ ] ([ ] * SPMX050204-XR| 5.0 [2.38/2.2|0.4| > [ ] [ *
SPMX060204-XM| 6.0 |2.38|2.5/0.4| > [ J [ J * SPMX060204-XR| 6.0 [2.38/2.5|0.4| > [ ] [ J *
SPMX07T308-XM| 7.94 |3.97|2.8|0.8| * [ ] [ ] * SPMX07T308-XR| 7.94 |3.97|2.8(0.8| * [ ] [ *
SPMX090408-XM| 9.8 | 4.3 |4.1/0.8| > [ ] [ ] * SPMX090408-XR| 9.8 | 4.3 |4.1/0.8| * [ ] [ *
SPMX110408-XM| 11.5 |4.76|4.4 | 0.8 | * [ ] [ ] * SPMX110408-XR | 11.5 |4.76|4.4 (0.8 | [ ] [ ] *
SPMX140512-XM| 14.3 | 5.2 |5.51.2| > [ J [ J * SPMX140512-XR| 14.3 | 5.2 |55|1.2| > [ J [ J *
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% Recommended grade (always stock available)
@ Available grade (always stock available)

O Make-to-order

% Recommended grade (always stock available)
@ Available grade (always stock available)

O Make-to-order



Indexable inserts for U drills

— ZTD applicable inserts N

S
Basic dimension(mm) Grade
Type 1 . s ad . YB6338 YBG205 YBG212
(peripheral edge) | (peripheral edge) |  (inner edge)
SPGT050204-PM 5 5 2.38 22 0.4 * * *
SPGT060204-PM 6 6 2.38 2.6 0.4 * * *
SPGT07T308-PM 7.94 7.94 3.97 2.8 0.8 * * *
SPGT090408-PM 9.8 9.8 4.3 4.2 0.8 * * *
SPGT110408-PM 1.5 1.5 4.76 4.4 0.8 * * *
SPGT140512-PM 14.3 14.3 5.2 5.756 1.2 * * *

% Recommended grade (always stock available) @ Available grade (always stock available) O Make-to-order

®

Basic dimension(mm) Grade 5

Type . ol . o . YB6338 YBG205 YBG212 5

: (peripheral edge) | (peripheral edge) (inner edge) 2

SPGT050204-EM 5 5 238 22 0.4 * * * 2

SPGT060204-EM 6 6 2.38 2.6 0.4 * * * %

SPGT07T308-EM 7.94 7.94 3.97 2.8 0.8 * * * g

SPGT090408-EM 9.8 Qs 43 4.2 0.8 * * * a
SPGT110408-EM 1.5 11.5 4.76 4.4 0.8 * * *
SPGT140512-EM 14.3 14.3 512, E¥75 1.2 * * *

* Recommended grade (always stock available) @ Available grade (always stock available) O Make-to-order

=EM chipbreaker characteristics

Recommended chipbreaker for M kind materials drilling.
With G-class accuracy, sharp cutting edges, and high
strength, better performance of resist 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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BORING TOOL

Indexable inserts for U drills

Drilling Tools

-53 -PG
i
E - jﬂd
e -
Basic dimension(mm) Grade
Type
L dgl1.C 5 d r YBG202 YB6338

WCMX030208R-53 3.8 5.56 2.38 238 0.8 * *
WCMX040208R-53 43 6.35 2.38 3.1 0.8 * *
WCMX050308R-53 5.4 7.94 3.18 3.2 0.8 * *
WCMX06T308R-53 6.5 9.525 3.97 3.7 0.8 * *
WCMX080412R-53 8.7 12.7 4.76 43 1.2 * *
WCMX030208R-PG 3.8 5.56 2.38 2.8 0.8 * o
WCMX040208R-PG 43 6.35 2.38 3.1 0.8 * o
WCMX050308R-PG 5.4 7.94 3.18 3.2 0.8 * °
WCMX06T308R-PG 6.5 9.525 3.97 3.7 0.8 * °
WCMX080412R-PG 8.7 12.7 476 43 1.2 * o

* Recommended grade (always stock available)

=P G chipbreaker characteristics

@ Available grade (always stock available)

Unique design of corrugated edge ensures high edge strength
and good chip breaking performance, for machining of carbon
steel and alloy steel.
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-53 chipbreaker characteristics

O Make-to-order

Sharp cutting edge beneficial to gaining low
roughness surface, mainly applicable for low load
cutting of aluminum alloy, mild steel and cast iron.




B 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 vertical to the drill centre axis. In addition, an indexable drill can carry out initial

Technical information for U drills

penetration of convex, concave, inclined and irregular 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 unevenly loaded,
which may result in the premature drill abrasion. If the angle of the inclined 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 1/3 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 inclined surface. The feed should be reduced to
lower than the value recommended for the initial penetration of concave surfaces.

When drilling into irregular 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)

Dexmxn Ve (m/min): cutting speed Vi (mm/min): feed speed
Ve=— Dc(mm): drill diameter Vf= fr Xn (mm/mln) fr (mm/rev): feed rate per revolution
1000 n (rev/min): rotating speed n (rev/min): spindle speed
¢ Example @ Example
Spindle speed is1600 rev/min, drill diameter is Spindle speed is1500 rev/min, feed rate per

20mm, thus cutting speed is:

Ve =

Dexaxn _ 20%3.14x1600

1000 1000

@® Machining time

Te (min): machining time

fr (mm/rev): feed rate per revolution
i: number of holes Id (mm): drilling depth Q = 4x1000
n (rev/min): spindle speed

® Feed speed

revolution is 0.1mm/rev, thus feed speed is:

=100 (m/min) Vi=firxn =0.1x1500 = 150 (mm/min)

@® Metal removal rate

Q (cm*/min): metal removal rate
Dc(mm): drill diameter
Vs (mm/min): feed speed

Vixz x D¢’

¢ Example @ Example

Drilling a hole with a diameter of 20mm and a depth of Drill diameter is 20mm, feed speed is 160mm/reyv,
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 x 1000 100 x 1000 .
= lc):x = > 314 = 1600 (rev/min) 0- VixaxDe* _ 160x3.14x20° _ o, (cn'/min)
' 4x1000 4x1000 (@
O (.3 E—. UL Sy Y Y,

nxfir 1600 x 0.1
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Technical information for U drills

/ Recommended cutting parameters for ZSD \

ISO

: Diameter Dc Feed rate fn Cutting speed Vc
Materials Hardness HB 9 p_
mm mm/r m/min
12.0-21.5 0.04-0.09
22.0-33.5 0.05-0.09
Carbon steel 80-200 340-415 0.06-0.10 200(170-240)
42.0-50.0 0.07-0.11
12.0-21.5 0.04-0.09
22.0-33.5 0.05-0.12
Low alloy steel 150-260 34,0415 0.06.0.14 170(140-220)
42.0-50.0 0.08-0.16
12.0-21.5 0.04-0.09
) 22.0-33.5 0.05-0.12
Hign alloy steel 150-320 340-415 0.06-0.16 150(120-180)
42.0-50.0 0.08-0.18
12.0-21.5 0.04-0.08
22.0-33.5 0.05-0.08
Cast steel 180-250 34.0-415 0.06-0.10 140(120-170)
42.0-50.0 0.07-0.11
Stainless steel ;ggg;g 8-82‘8‘?2
Ferntg 150-270 34,0415 0.06-0.16 160(110-230)
Martensite 42.0-50.0 0.08-0.18
12.0-21.5 0.04-0.09
) 22.0-33.5 0.05-0.11
Austenite 150-275 340415 0.06.0.13 140(110-220)
42.0-50.0 0.08-0.14
12.0-21.5 0.04-0.10
Malleable cast 22.0-33.5 0.05-0.14
- 150-230 34.0-415 0.08-0.16 160(120-220)
42.0-50.0 0.10-0.20
12.0-21.5 0.04-0.10
) 22.0-33.5 0.05-0.14
Gray cast iron 150-220 34,0415 0.08.0.16 200(170-240)
42.0-50.0 0.10-0.20
12.0-21.5 0.04-0.09
Nodular cast 22.0-33.5 0.05-0.12
iron 160-250 340115 0.06.0.14 160(130-200)
42.0-50.0 0.08-0.16
12.0-21.5 0.04-0.10
Non ferrous 22.0-33.5 0.05-0.14
mcEEls 60-110 34.0-415 0.08-0.16 300(250-350)
42.0-50.0 0.10-0.20
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Technical information for U drills

/ Recommended cutting parameters for ZTD \
1SO Materials Hardness HB Diameter Dc Feed rate fn Cutting sp.eed Ve
mm mm/r m/min
13.0-21.0 0.05-0.09
22.0-33.0 0.05-0.09
Carbon steel 80-200 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 0.05-0.12
Low alloy steel 150-260 34.0-41.0 0.06-0.14 170(140-220)
42.0-50.0 0.08-0.16
51.0-58.0 0.10-0.20
13.0-21.0 0.05-0.09
22.0-33.0 0.05-0.12
Hign 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 steel 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 34.0-41.0 0.06-0.16 160(110-230)
Martensite 42.0-50.0 0.08-0.18
nn 51.0-58.0 0.10-0.22
13.0-21.0 0.05-0.09
22.0-33.0 0.05-0.11
Austenite 150-275 34.0-41.0 0.06-0.13 140(110-220) ”
42.0-50.0 0.08-0.14 =
51.0-58.0 0.10-0.16 3
8
13.0-21.0 0.05-0.10 <
22.0-33.0 0.05-0.14 2
Ma"ei";g:? ezl 150-230 34.0-41.0 0.08-0.16 160(120-220) g
42.0-50.0 0.10-0.20 £
51.0-58.0 0.12-0.24 E
£
13.0-21.0 0.05-0.10 3
22.0-33.0 0.05-0.14
Gray cast iron 150-220 34.0-41.0 0.08-0.16 200(170-240)
42.0-50.0 0.10-0.20
51.0-58.0 0.12-0.24
13.0-21.0 0.05-0.09
Nodul 22.0-33.0 0.05-0.12
2 ‘i’r:; cast 160-250 34.0-41.0 0.06-0.14 160(130-200)
42.0-50.0 0.08-0.16
51.0-58.0 0.10-0.20
13.0-21.0 0.05-0.10
Non 22.0-33.0 0.05-0.14
?:e:gfgus 60-110 34.0-41.0 0.08-0.16 300(250-350)
42.0-50.0 0.10-0.20
51.0-58.0 0.12-0.24
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Z T’( series

Interchangeable head dril A

accurate cooling supply
p and good chip control durin

High-performance Interchangeable ‘ ) machiging; . ?
head drill with unique structure
design, can reduce machining T

d improve production el R
COS!‘ a,n mp . P . ' Both axial, radial
effici gn.cy, Achi eve-h g h positioning surface and
precision and high thread interface coordinately
efficiency cutting. g clamping to ensure

stable and reliable
tool head assembly;

Unique cutting edge design,
with good versatility
can ensure smooth o
cutting, achieve low
resistance and efficient
machining.

»
2 N oy ALAD
Low resistance design,

achieve high efficiency
cutting

‘" J

Fer Cast fren-l®

General:purposelmachiningzGD); Enhanced cutting edge
The combination of curve prolong tool life

and straight cutting edge
generates good universality

Three types of drill-head, able to meet
requirements for.various materials, prolong
[ Case study tool life, achieve machining stability.

Excellent machining accuracy Excellent chip-breaking performance
Tool holder specification: ZTK03-ED160-G20C

Tool head specification: \
EDC1630-080-GD §
Workpiece material: 50Mn (HB240) W
Cutting data: Vc=120m/min ; ;
\ 4
£=0.30mmr ; £ .J‘ y
K

Tool holder specification :

ZTKO03-ED125-G16C

Tool head specification :

EDC1260-060-GD

Workpiece material: 42CrMo (HRC30)

Cutting data: Vc=100m/min ;
f=0.20mm/r ; ap=30mm

ap=30mm

Cooling type: internal coolant supply ZTK  Similar products of companyA  Cooling type: internal coolant supply zT Similar products of company A

Conclusion: Under the same working conditions, the surface accuracy, verticality and chip breaking performance
of our ZTK series interchangeable drill holes are better than similar products of Company A.
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Interchangeable head drills code key

/ Code key of Interchangeable head drill tool holder \

-
015 1.5D 16
20
= = 120-250 ) Range 25
05 5D Range
08 8D 12.0mm-25. Omm 32
Tool diameter Shank dlameter

@’mﬁ@

o )
Tool type Shank type [ Internal identification j
Code Description Code Description
LZTK Interchangeable head drllj G | Cylindrical shank
\_XP | Weldon shank )

/" Code key of Interchangeable head drill head \

( GD | General machining h

1200-2590 )
12.0mm-25. 9mm

Tool diameter

KD Cast iron machining

Range

LD Aluminum machining

Application range

.
[ Product series Couplmg size code
060-125

C131
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Interchangeable head drills

Drilling Tools

7

ZTK015 13D
[ interchangeai head arit

Used for shanks with 12.0mm - 25.9mm A
diameter drill head } '
8 m g é Picture 1
E—»L I L1
L2
2] (]:D g é Picture 2
L L1
L2
Basic dimension(mm) Shank
Type Stock Coupling Wrench
@D L @D1 | @D L1 L2 form
ZTKO015 -ED120-G16C A 12-12.9 18.0 16 20 48 83.0 060 |Picture 1| ZTK12-15.9
Cylindrical -ED130-G16C A 13-13.9 19.5 16 20 48 855 065 |Picture 1| ZTK12-15.9
shank -ED140-G20C A 14149 | 210 20 25 50 91.0 070 |Picture 1| ZTK12-15.9
-ED150-G20C A 15-15.9 225 20 25 50 9.5 075 |Picture 1| ZTK12-15.9
-ED160-G20C A 16-16.9 24.0 20 25 50 100.0 080 |Picture 1| ZTK16-20.9
-ED170-G20C A 17-17.9 255 20 25 50 102.5 085 |Picture 1| ZTK16-20.9
-ED180-G25C A 18-18.9 27.0 25 32 56 112.0 090 |Picture 1| ZTK16-20.9
-ED190-G25C A 19-19.9 285 25 32 56 1145 095 |Picture 1| ZTK16-20.9
-ED200-G25C A 20-20.9 30.0 25 32 56 116.0 100 |Picture 1| ZTK16-20.9
-ED210-G25C A 21-21.9 315 25 32 56 125.5 105 |Picture 1| ZTK21-25.9
-ED220-G25C A 22-22.9 33.0 25 32 56 128.0 110 | Picture 1| ZTK21-25.9
-ED230-G32C A 23-23.9 345 32 42 60 131.5 115 | Picture 1| ZTK21-25.9
-ED240-G32C A 24-24.9 36.0 32 42 60 134.0 120 | Picture 1| ZTK21-25.9
-ED250-G32C A 25-25.9 375 32 42 60 137.5 125 | Picture 1| ZTK21-25.9
Weldon -ED120-XP16C A 12-12.9 18.0 16 20 48 83.0 060 |Picture 2| ZTK12-15.9
shank -ED130-XP16C A 13-13.9 19.5 16 20 48 85.5 065 |Picture 2| ZTK12-15.9
-ED140-XP20C A 14-14.9 210 20 25 50 91.0 070 | Picture 2| ZTK12-15.9
-ED150-XP20C A 15-15.9 225 20 25 50 9.5 075 | Picture 2| ZTK12-15.9
-ED160-XP20C A 16-16.9 24.0 20 25 50 100.0 080 |Picture 2| ZTK16-20.9
-ED170-XP20C A 17-17.9 255 20 25 50 102.5 085 |Picture 2| ZTK16-20.9
-ED180-XP25C A 18-18.9 27.0 25 32 56 112.0 090 |Picture 2| ZTK16-20.9
-ED190-XP25C A 19-19.9 285 25 32 56 1145 095 |Picture 2| ZTK16-20.9
-ED200-XP25C A 20-20.9 30.0 25 32 56 116.0 100 | Picture 2| ZTK16-20.9
-ED210-XP25C A 21-21.9 315 25 32 56 125.5 105 | Picture 2| ZTK21-25.9
-ED220-XP25C A 22-22.9 33.0 25 32 56 128.0 110 | Picture 2| ZTK21-25.9
-ED230-XP32C A 23-23.9 345 32 42 60 131.5 115 | Picture 2| ZTK21-25.9
-ED240-XP32C A 24-24.9 36.0 32 42 60 134.0 120 |Picture 2| ZTK21-25.9
-ED250-XP32C A 25-25.9 375 32 42 60 137.5 125 | Picture 2| ZTK21-25.9

ARegular Stock /\Made-to-order
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Interchangeable head drills

nterch CELENCELRGIN ZTKO0O3 3D
B

Used for shanks with 12.0mm - 25.9mm A
diameter drill head } !
8 m g g Picture 1
-t | P TE—
S (]:D g g Picture 2
g ) PEE—
Basic dimension(mm) Shank
Type Stock Coupling Wrench
@D L @D1 | @D: L1 L2 form
ZTKO3 -ED120-G16C A 12-12.4 36.0 16 20 48 101.0 060 |Picture 1| ZTK12-15.9
Cylindrical -ED125-G16C A | 125129 | 370 16 20 48 103.0 060 |Picturel| ZTK12-15.9
shank -ED130-G16C A 13-134 | 39.0 16 20 48 105.0 065 |Picturel| ZTK12-15.9
-ED135-G16C A | 135139 | 410 16 20 48 107.0 065 |Picturel| ZTK12-15.9
-ED140-G20C A 14-144 | 420 20 25 50 112.0 070 |Picture 1| ZTK12-15.9
-ED145-G20C A | 145149 | 440 20 25 50 114.0 070 |Picture 1| ZTK12-15.9
-ED150-G20C A 15159 | 45.0 20 25 50 119.0 075 |Picture 1| ZTK12-15.9
-ED160-G20C A 16-169 | 48.0 20 25 50 124.0 080 |Picture 1| ZTK16-20.9
-ED170-G20C A 17-17.9 51.0 20 25 50 128.0 085 |Picture 1| ZTK16-20.9
-ED180-G25C A 18-18.9 54.0 25 32 56 139.0 090 |Picture 1| ZTK16-20.9
-ED190-G25C A 19-19.9 57.0 25 32 56 143.0 095 |Picture 1| ZTK16-20.9
-ED200-G25C A | 20209 | 600 25 32 56 146.0 100 |Picture 1| ZTK16-20.9
-ED210-G25C A | 21219 | 630 25 32 56 157.0 105 |Picture 1| ZTK21-25.9
-ED220-G25C A | 22229 | 660 25 32 56 161.0 110 |Picture 1| ZTK21-25.9
-ED230-G32C A | 23239 | 690 32 42 60 166.0 115 |Picture 1| ZTK21-25.9 é
-ED240-G32C A | 24249 72.0 32 42 60 170.0 120  |Picture 1| ZTK21-25.9 2
-ED250-G32C A | 25259 75.0 32 42 60 175.0 125 |Picture 1| ZTK21-25.9 %
Weldon -ED120-XP16C A 12-12.4 36.0 16 20 48 101.0 060 |Picture 2| ZTK12-15.9 fg
shank -ED125-XP16C A | 125129 | 370 16 20 48 103.0 060 |Picture 2| ZTK12-15.9 2
-ED130-XP16C A 13-13.4 39.0 16 20 48 105.0 065 |Picture2| ZTK12-15.9 g
-ED135-XP16C A | 135139 | 410 16 20 48 107.0 065 |Picture 2| ZTK12-15.9 E
-ED140-XP20C A 14144 | 42,0 20 25 50 112.0 070 |Picture 2| ZTK12-15.9
-ED145-XP20C A | 145149 | 440 20 25 50 114.0 070 |Picture 2| ZTK12-15.9
-ED150-XP20C A 15-159 | 45.0 20 25 50 119.0 075 |Picture 2| ZTK12-15.9
-ED160-XP20C A 16-169 | 48.0 20 25 50 124.0 080 |Picture 2| ZTK16-20.9
-ED170-XP20C A 17-17.9 51.0 20 25 50 128.0 085 |Picture 2| ZTK16-20.9
-ED180-XP25C A 18-18.9 54.0 25 32 56 139.0 090 |Picture 2| ZTK16-20.9
-ED190-XP25C A 19-19.9 57.0 25 32 56 143.0 095 |Picture 2| ZTK16-20.9
-ED200-XP25C A | 20209 | 600 25 32 56 146.0 100 |Picture 2| ZTK16-20.9
-ED210-XP25C A | 21219 | 630 25 32 56 157.0 105 |Picture 2| ZTK21-25.9
-ED220-XP25C A | 22229 | 660 25 32 56 161.0 110 |Picture 2| ZTK21-25.9
-ED230-XP32C A | 23239 | 690 32 42 60 166.0 115 |Picture 2| ZTK21-25.9
-ED240-XP32C A | 24249 72.0 32 42 60 170.0 120  |Picture 2| ZTK21-25.9
-ED250-XP32C A | 25259 75.0 32 42 60 175.0 125 |Picture 2| ZTK21-25.9

ARegular Stock /\Made-to-order

C133



s||up pesy a|qeabueyoieu|

Drilling Tools

Interchangeable head drills

nterch CEL N CELR AN ZTKOS5 5D
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Used for shanks with 12.0mm - 25.9mm A
diameter drill head
8 g é Picture 1
L L1
c \v‘ - L2
= ==
S C ) é Picture 2
L -] L1
L2
Type Stock sasic dmension(mm) Coupling Shank Wrench
@D L @D1 | @D2 L1 L2 form
ZTKO5 -ED120-G16C A 12-124 | 60.0 16 20 48 125.0 060 |Picture 1| ZTK12-15.9
Cylindrical -ED125-G16C A | 125129 | 620 16 20 48 128.0 060 |Picture 1| ZTK12-15.9
shank -ED130-G16C A | 13134 | 650 16 20 48 131.0 065 |Picture 1| ZTK12-15.9
-ED135-G16C A | 135139 | 680 16 20 48 134.0 065 |Picture 1| ZTK12-15.9
-ED140-G20C A 14-144 | 700 20 25 50 141.0 070 |Picture 1| ZTK12-15.9
-ED145-G20C A | 145149 | 730 20 25 50 143.0 070 |Picture 1| ZTK12-15.9
-ED150-G20C A 15-159 | 75.0 20 25 50 149.0 075 |Picture 1| ZTK12-15.9
-ED160-G20C A 16-169 | 80.0 20 25 50 156.0 080 |Picture 1| ZTK16-20.9
-ED170-G20C A 17-17.9 | 85.0 20 25 50 162.0 085 |Picture 1| ZTK16-20.9
-ED180-G25C A 18-189 | 90.0 25 32 56 175.0 090 |Picture 1| ZTK16-20.9
-ED190-G25C A 19-19.9 | 95.0 25 32 56 181.0 095 |Picture 1| ZTK16-20.9
-ED200-G25C A | 20209 | 100.0 25 32 56 188.0 100 |Picture 1| ZTK16-20.9
-ED210-G25C A | 21219 | 1050 25 32 56 199.0 105 |Picture 1| ZTK21-25.9
-ED220-G25C A | 22229 | 1100 25 32 56 205.0 110 |Picture 1| ZTK21-25.9
-ED230-G32C A | 23239 | 1150 32 42 60 212.0 115  |Picture 1| ZTK21-25.9
-ED240-G32C A | 24249 | 1200 32 42 60 218.0 120  |Picture 1| ZTK21-25.9
-ED250-G32C A | 25259 | 1250 32 42 60 225.0 125 |Picture 1| ZTK21-25.9
Weldon -ED120-XP16C A 12-124 | 60.0 16 20 48 125.0 060 |Picture 2| ZTK12-15.9
shank -ED125-XP16C A | 125129 | 620 16 20 48 128.0 060 |Picture 2| ZTK12-15.9
-ED130-XP16C A 13-134 | 65.0 16 20 48 131.0 065 |Picture 2| ZTK12-15.9
-ED135-XP16C A | 135139 | 680 16 20 48 134.0 065 |Picture 2| ZTK12-15.9
-ED140-XP20C A 14-144 | 700 20 25 50 141.0 070 | Picture 2| ZTK12-15.9
-ED145-XP20C A | 145149 | 730 20 25 50 143.0 070 | Picture 2| ZTK12-15.9
-ED150-XP20C A 15159 | 75.0 20 25 50 149.0 075 | Picture 2| ZTK12-15.9
-ED160-XP20C A 16-169 | 80.0 20 25 50 156.0 080 |Picture 2| ZTK16-20.9
-ED170-XP20C A 17-17.9 | 85.0 20 25 50 162.0 085 |Picture 2| ZTK16-20.9
-ED180-XP25C A 18-189 | 90.0 25 32 56 175.0 090 |Picture 2| ZTK16-20.9
-ED190-XP25C A 19-19.9 | 95.0 25 32 56 181.0 095 |Picture 2| ZTK16-20.9
-ED200-XP25C A | 20209 | 100.0 25 32 56 188.0 100 |Picture 2| ZTK16-20.9
-ED210-XP25C A | 21219 | 1050 25 32 56 199.0 105 |Picture 2| ZTK21-25.9
-ED220-XP25C A | 22229 | 1100 25 32 56 205.0 110 |Picture 2| ZTK21-25.9
-ED230-XP32C A | 23239 | 1150 32 42 60 212.0 115 |Picture 2| ZTK21-25.9
-ED240-XP32C A | 24249 | 1200 32 42 60 218.0 120  |Picture 2| ZTK21-25.9
-ED250-XP32C A | 25259 | 1250 32 42 60 225.0 125 | Picture 2| ZTK21-25.9
ARegular Stock /\Made-to-order

C134



Interchangeable head drills

nterchangeable head drill Jir4 g .(11:3:)
B

Used for shanks with 12.0mm - 25.9mm h
diameter drill head
8 ] é Picture 1
L ! L1
L2
R A
8 (]:D g é Picture 2
r L —| L1
L2
Type Stock Sasic dmension(mim) Coupling Shank Wrench
@D L @D1 | @D2 L1 L2 form

ZTKO8 -ED120-G16C A 12124 | 96.0 16 20 48 161.0 060 |Picture 1| ZTK12-15.9

Cylindrical -ED125-G16C A | 125129 | 995 16 20 48 165.5 060 |Picture 1| ZTK12-15.9

shank -ED130-G16C A 13-134 | 104.0 16 20 48 170.0 065 |Picture 1| ZTK12-15.9

-ED135-G16C A | 135139 | 1085 16 20 48 174.5 065 |Picture 1| ZTK12-15.9

-ED140-G20C A 14-144 | 1120 20 25 50 183.0 070 |Picture 1| ZTK12-15.9

-ED145-G20C A | 145149 | 1165 20 25 50 186.5 070 |Picture 1| ZTK12-15.9

-ED150-G20C A 15-159 | 120.0 20 25 50 194.0 075 |Picture 1| ZTK12-15.9

-ED160-G20C A 16-16.9 | 128.0 20 25 50 204.0 080 |Picture 1| ZTK16-20.9

-ED170-G20C A 17-17.9 | 136.0 20 25 50 213.0 085 |Picture 1| ZTK16-20.9

-ED180-G25C A 18-18.9 | 144.0 25 32 56 229.0 090 |Picture 1| ZTK16-20.9

-ED190-G25C A 19-19.9 | 152.0 25 32 56 238.0 095 |Picture 1| ZTK16-20.9

-ED200-G25C A | 20209 | 160.0 25 32 56 248.0 100 | Picture 1| ZTK16-20.9

-ED210-G25C A | 21219 | 1680 25 32 56 262.0 105 | Picture 1| ZTK21-25.9

-ED220-G25C A | 22229 | 1760 25 32 56 271.0 110 |Picture 1| ZTK21-25.9
-ED230-G32C A | 23239 | 1840 32 42 60 281.0 15 |Picture 1| ZTK21-25.9 é
-ED240-G32C A | 24249 | 1920 32 42 60 290.0 120  |Picture 1| ZTK21-25.9 2
-ED250-G32C A | 25259 | 2000 32 42 60 300.0 125  |Picture 1| ZTK21-25.9 %
Weldon -ED120-XP16C A 12124 | 96.0 16 20 48 161.0 060 |Picture 2| ZTK12-15.9 fg
shank -ED125-XP16C A | 125129 | 995 16 20 48 165.5 060 |Picture 2| ZTK12-15.9 2
-ED130-XP16C A 13-134 | 104.0 16 20 48 170.0 065 |Picture 2| ZTK12-15.9 g
-ED135-XP16C A | 135139 | 1085 16 20 48 174.5 065 |Picture 2| ZTK12-15.9 E

-ED140-XP20C A 14144 | 112.0 20 25 50 183.8 070 |Picture 2| ZTK12-15.9

-ED145-XP20C A | 145149 | 1165 20 25 50 186.5 070 | Picture 2| ZTK12-15.9

-ED150-XP20C A 15-159 | 120.0 20 25 50 194.0 075 | Picture 2| ZTK12-15.9

-ED160-XP20C A 16-16.9 | 128.0 20 25 50 204.0 080 | Picture 2| ZTK16-20.9

-ED170-XP20C A 17-17.9 | 136.0 20 25 50 213.0 085 |Picture 2| ZTK16-20.9

-ED180-XP25C A 18-18.9 | 144.0 25 32 56 229.0 090 |Picture 2| ZTK16-20.9

-ED190-XP25C A 19-19.9 | 152.0 25 32 56 238.0 095 |Picture 2| ZTK16-20.9

-ED200-XP25C A | 20209 | 160.0 25 32 56 248.0 100 | Picture 2| ZTK16-20.9

-ED210-XP25C A | 21219 | 1680 25 32 56 262.0 105 | Picture 2| ZTK21-25.9

-ED220-XP25C A | 22229 | 1760 25 32 56 271.0 110 |Picture 2| ZTK21-25.9

-ED230-XP32C A | 23239 | 1840 32 42 60 281.0 115 | Picture 2| ZTK21-25.9

-ED240-XP32C A | 24249 | 1920 32 42 60 290.0 120  |Picture 2| ZTK21-25.9

-ED250-XP32C A | 25259 | 2000 32 42 60 300.0 125  |Picture 2| ZTK21-25.9

ARegular Stock /\Made-to-order
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Interchangeable head drills

Drilling Tools

(=1
=
5|
Q |
-
o !
o !
m",‘

~ EDC Interchangeable head drill ~
Diameter 12.0mm - 25.9mm
-GD PL -LD PL
- e - -
e A o
= L=
- |o I la
(=) ~—
Grade Basic dimension(mm)
Type Compatible tool holder Coupling Wrench
KDG3013 Dc PL
EDC1200-060-GD/KD/LD A 12.0 218 TKOT5.ED 12000
EDC1210-060-GD/KD/LD A 12.1 2.20 7TKO3-ED120-000
EDC1220-060-GD/KD/LD A 12.2 222 ZTKO05-ED120-0001
EDC1230-060-GD/KD/LD N 12.3 2.24 ZTK08-ED120-0001
EDC1240-060-GD/KD/LD A 12.4 2.26 -
EDC1250-060-GD/KD/LD A 12,5 2.27
EDC1260-060-GD/KD/LD A 12.6 2.29 ZTK015-ED120-00
EDC1270-060-GD/KD/LD A 127 231 £TK03-ED125-000
ZTKO5-ED125-00
EDC1280-060-GD/KD/LD A 12.8 233 S TKOB.ED125.0000
EDC1290-060-GD/KD/LD A 12.9 2.35
EDC1300-065-GD/KD/LD A 13.0 2.36
EDC1310-065-GD/KD/LD N 13.1 2.38 ZTK015-ED130-000
ZTK03-ED130-00
EDC1320-065-GD/KD/LD N 13.2 2.40
ZTK05-ED130-00
EDC1330-065-GD/KD/LD A 13.3 2.42 ZTKOB.ED130-0000
EDC1340-065-GD/KD/LD A 134 2.44
065 ZTK12-15.9
EDC1350-065-GD/KD/LD A 135 2.46
EDC1360-065-GD/KD/LD A 13.6 247 ZTK015-ED130-000
ZTKO3-ED135-00
EDC1370-065-GD/KD/LD A 13.7 2.49
ZTKO5-ED135-000
EDC1380-065-GD/KD/LD A 138 2.51 2 TKOB.ED135.000
EDC1390-065-GD/KD/LD A 13.9 253
EDC1400-070-GD/KD/LD A 14.0 255
EDC1410-070-GD/KD/LD A 14.1 2.56 ZTK015-ED140-00
ZTK03-ED140-000
EDC1420-070-GD/KD/LD A 14.2 258
ZTKO5-ED140-00
EDC1430-070-GD/KD/LD A 14.3 2.60 ZTKOB.ED140-0000
EDC1440-070-GD/KD/LD A 14.4 2,62 oo
EDC1450-070-GD/KD/LD A 145 264
EDC1460-070-GD/KD/LD A 146 2.66 ZTK015-ED140-000
EDC1470-070-GD/KD/LD N 147 2.67 ZTKO3-ED145-00
" " ZTKO05-ED145-00
EDC1480-070-GD/KD/LD A 148 2.69 ZTKOB.ED145 .00
EDC1490-070-GD/KD/LD A 14.9 271

ARegular Stock

C136

/\Made-to-order




Interchangeable head drills

Grade Basic dimension(mm)
Type Compatible tool holder Coupling Wrench

KDG3013 Dc PL
EDC1500-075-GD/KD/LD A 15.0 2.73
EDC1510-075-GD/KD/LD A 15.1 2.75
EDC1520-075-GD/KD/LD A 15.2 2.76
EDC1530-075-GD/KD/LD A 15.3 278 ZTKO15-ED150-000
EDC1540-075-GD/KD/LD A 15.4 2.80 ZTK03-ED150-00
EDC1550-075-GD/KD/LD A 15.5 2.82 ZTK05-ED150-00 o7 £TK1215.9
EDC1560-075-GD/KD/LD A 15.6 2.84 ZTKO08-ED150-001
EDC1570-075-GD/KD/LD A 15.7 2.86
EDC1580-075-GD/KD/LD A 15.8 2.87
EDC1590-075-GD/KD/LD A 159 2.89
EDC1600-080-GD/KD/LD A 16.0 291
EDC1610-080-GD/KD/LD A 16.1 2.93
EDC1620-080-GD/KD/LD A 16.2 2.95
EDC1630-080-GD/KD/LD A 16.3 2.96 ZTK015-ED160-00
EDC1640-080-GD/KD/LD A 16.4 2.98 ZTK03-ED160-00
EDC1650-080-GD/KD/LD A 16.5 3.00 ZTK05-ED160-00 080
EDC1660-080-GD/KD/LD A 16.6 3.02 ZTK08-ED160-00
EDC1670-080-GD/KD/LD A 16.7 3.04
EDC1680-080-GD/KD/LD A 16.8 3.06
EDC1690-080-GD/KD/LD A 16.9 3.07
EDC1700-085-GD/KD/LD A 17.0 3.09
EDC1710-085-GD/KD/LD A 171 3.1
EDC1720-085-GD/KD/LD A 17.2 3.13 £TK16-20.9
EDC1730-085-GD/KD/LD A 17.3 3.15 ZTKO15-ED170-000
EDC1740-085-GD/KD/LD A 17.4 3.16 ZTK03-ED170-00
EDC1750-085-GD/KD/LD A 17.5 3.18 ZTKO05-ED170-00 085 2
EDC1760-085-GD/KD/LD A 17.6 3.20 ZTK08-ED170-00 S
EDC1770-085-GD/KD/LD A 17.7 3.22 _::3
EDC1780-085-GD/KD/LD A 17.8 3.24 (%;
EDC1790-085-GD/KD/LD A 17.9 3.26 ué)
EDC1800-090-GD/KD/LD A 18.0 3.27 ZTK015-ED180-000 2
EDC1810-090-GD/KD/LD AN 18.1 3.29 ZTKO03-ED180-000 g
EDC1820-090-GD/KD/LD A 18.2 3.31 ZTKO05-ED180-00 090
EDC1830-090-GD/KD/LD A 18.3 3.33 ZTK08-ED180-00

ARegular Stock /\Made-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Mngjssltggl AI(I:S?;%T Pre-hardened steel, Hardened steel Stﬂgﬁss Cast iron g%??rlgrr] Aluarn(i)r;lum Cgﬁ)gfr re's-,ligflatnt
oy steel| ~40HRC ~50HRC ~60HRC alloy
O © O O © O ©
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Interchangeable head drills

~ EDC Interchangeable head drill

Drilling Tools

\
Diameter 12.0mm - 25.9mm
-GD PL -LD PL
_ - - .
e A o
y B S &5
~ o
(=) -~
Grade Basic dimension(mm)
Type Compatible tool holder Coupling Wrench
KDG3013 Dc PL
EDC1840-090-GD/KD/LD A 18.4 3.35
EDC1850-090-GD/KD/LD A 185 3.36 S TKO15.ED180-00
EDC1860-090-GD/KD/LD A 18.6 3.38 ZTK03-ED180-0000
090
EDC1870-090-GD/KD/LD A 18.7 3.40 ZTK05-ED180-00
EDC1880-090-GD/KD/LD A 18.8 3.42 ZTKO8-ED180-00
EDC1890-090-GD/KD/LD A 18.9 3.44
EDC1900-095-GD/KD/LD A 19.0 3.46
EDC1910-095-GD/KD/LD A 19.1 3.47
EDC1920-095-GD/KD/LD A 19.2 3.49
EDC1930-095-GD/KD/LD A 19.3 3.51 STKO15.ED190-000
EDC1940-095-GD/KD/LD A 19.4 3.53 ZTK03-ED190-0001
095
EDC1950-095-GD/KD/LD A 195 3.55 ZTK05-ED190-000
EDC1960-095-GD/KD/LD A 19.6 3.56 ZTKO8-ED190-00
ZTK16-20.9
EDC1970-095-GD/KD/LD A 19.7 3.58
EDC1980-095-GD/KD/LD A 19.8 3.60
EDC1990-095-GD/KD/LD A 19.9 3.62
EDC2000-100-GD/KD/LD A 20.0 3.64
EDC2010-100-GD/KD/LD A 20.1 3.66
EDC2020-100-GD/KD/LD A 20.2 3.67
EDC2030-100-GD/KD/LD A 20.3 3.69 STKO15.ED200-00
EDC2040-100-GD/KD/LD A 20.4 3.71 ZTK03-ED200-0101
100
EDC2050-100-GD/KD/LD A 20.5 3.73 ZTK05-ED200-001
EDC2060-100-GD/KD/LD A 20.6 3.75 Z£TK08-ED200-00
EDC2070-100-GD/KD/LD A 20.7 3.77
EDC2080-100-GD/KD/LD A 20.8 3.78
EDC2090-100-GD/KD/LD A 20.9 3.80
EDC2100-105-GD/KD/LD A 21.0 3.82
EDC2110-105-GD/KD/LD A 21.1 3.84 ZTKO015-ED210-000
EDC2120-105-GD/KD/LD A 21.2 3.86 £TKO3-ED210-00 105
: : ZTK05-ED210-000
EDC2130-105-GD/KD/LD A 21.3 3.88 ZTK08-ED210-00
EDC2140-105-GD/KD/LD A 214 3.89

ARegular Stock

C138

/\Made-to-order




Interchangeable head drills

Grade Basic dimension(mm)
Type Compatible tool holder Coupling Wrench
KDG3013 Dc PL
EDC2150-105-GD/KD/LD A 21.5 3.91
EDC2160-105-GD/KD/LD A 216 3.93 ZTK015-ED210-00
ZTKO03-ED210-00
EDC2170-105-GD/KD/LD A 21.7 3.95 105
ZTKO05-ED210-00
EDC2180-105-GD/KD/LD A 21.8 3.97 ZTKO8-ED210-00
EDC2190-105-GD/KD/LD A 21.9 3.98
EDC2200-110-GD/KD/LD A 22.0 4.00
EDC2210-110-GD/KD/LD A 221 4.02
EDC2220-110-GD/KD/LD A 22.2 4.04
EDC2230-110-GD/KD/LD A 22.3 4.06
ZTK015-ED220-00
EDC2240-110-GD/KD/LD A 22.4 4.08 ZTKO3-ED220-000 o
EDC2250-110-GD/KD/LD A 22.5 4.09 ZTK05-ED220-00
EDC2260-110-GD/KD/LD A 226 411 ZTK08-ED220-00
EDC2270-110-GD/KD/LD A 22.7 4.13 ZTK21-25.9
EDC2280-110-GD/KD/LD A 22.8 415
EDC2290-110-GD/KD/LD A 229 417
EDC2300-115-GD/KD/LD A 23.0 4.18
EDC2310-115-GD/KD/LD A 231 4.20
EDC2320-115-GD/KD/LD A 23.2 4.22
EDC2330-115-GD/KD/LD A 28%8 4.24 ZTKO15-ED230-00
EDC2340-115-GD/KD/LD A 234 4.26 ZTK03-ED230-00 s
EDC2350-115-GD/KD/LD A 235 4.27 ZTK05-ED230-00
EDC2360-115-GD/KD/LD A 236 429 ZTK08-ED230-00
EDC2370-115-GD/KD/LD A 23.7 4.31 %
EDC2380-115-GD/KD/LD A 23.8 4.33 t:;
EDC2390-115-GD/KD/LD A 23.9 4.35 %
ARegular Stock /\Made-to-order '53
2
8
[&]
o
=
B> Applicable material table OVery suitable OSuitable
Workpiece material
; Carbon Pre-hardened steel, Hardened steel ; : Heat
“}flIIIBd <slt§<(a)l steel, Stg{glgss Cast iron c’:\ig’f ‘#g; Aluarngnum Cgﬁ’g e | resistant
= Alloy steel| ~40HRC ~50HRC ~60HRC Y Y alloy
O © © O © © ©
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Drilling Tools /

Interchangeable head drills

~ EDC Interchangeable head drill ~

Diameter 12.0mm - 25.9mm
GD _ ¢$ -LD _ »&$
——— °
A f 2|, N [ﬁ g8
Grade Basic dimension(mm)
Type Compatible tool holder Coupling Wrench
KDG3013 Dc PL
EDC2400-120-GD/KD/LD A 24.0 4.37
EDC2410-120-GD/KD/LD A 241 4.38
EDC2420-120-GD/KD/LD A 24.2 4.40
EDC2430-120-GD/KD/LD A 243 4.42 ZTKO15-ED240-00
EDC2440-120-GD/KD/LD A 24.4 4.44 ZTKO03-ED240-00
EDC2450-120-GD/KD/LD A 245 4.46 ZTK05-ED240-00 120
EDC2460-120-GD/KD/LD A 246 4.48 ZTK08-ED240-00
EDC2470-120-GD/KD/LD A 247 4.49
EDC2480-120-GD/KD/LD A 24.8 4.51
EDC2490-120-GD/KD/LD A 24.9 4.53
EDC2500-125-GD/KD/LD A 25.0 4.55 £TK21-259
EDC2510-125-GD/KD/LD A 251 4.57
EDC2520-125-GD/KD/LD A 25.2 4.58
- EDC2530-125-GD/KD/LD A 2558 4.60 ZTK015-ED250-000
3 EDC2540-125-GD/KD/LD A 25.4 4.62 ZTK03-ED250-001
;—T EDC2550-125-GD/KD/LD A 25.5 4.64 ZTK05-ED250-00 125
K] EDC2560-125-GD/KD/LD A 256 4.66 ZTK08-ED250-00
% EDC2570-125-GD/KD/LD A 25.7 4.68
§ EDC2580-125-GD/KD/LD A 25.8 4.69
% EDC2590-125-GD/KD/LD A 25.9 4.70
ARegular Stock /\Made-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
i Carbon - - : H
hﬂlgjssltggl A”gtfg{ée, ~:(;: l:aCrdened~sstz:||,;::ardene:isztlt-%ieRlc 3‘2{2'355 Cast iron (l:\la%(til#(a)rl; Aluarng}um Cgl%);r rezil‘lgfént
O © © O © © @)
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@ Geometry selection and hole tolerance

Geometry -GD -KD -LD
Workpeice materials a -J m m I
application ranges M
1.5D. 3D. 5D 8D 1.5D, 3D. 5D 8D 1.5D, 3D. 5D 8D
L/D

12-18mm | 18-26mm | 12-18mm | 18-26mm | 12-18mm | 18-26mm | 12-18mm | 18-26mm | 12-18mm | 18-26mm | 12-18mm | 18-26mm

Tolerance of

hole 0/+0.043 | 0/+0.052 | 0/+0.070 | 0/+0.084 | 0/+0.043 | 0/+0.052 | 0/+0.070 | 0/+0.084 | 0/+0.043 | 0/+0.052 | 0/+0.070 | 0/+0.084

@ Cooling requirements

External coolant supply

Internal coolant supply

(Drilling depth < 2D)

Drill to 2~5mm below the
bottom of the pre-bored hold
with slow feed, start driling
with normal parameters, turn
on the internal coolant and
hovering for 2~3 seconds ;

Pre-drilling with
standard 1.5xD
drills, hole depth:
0.5D~1.5D;

Strat drilling with
normal parameters.
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. There will be a gap on radial
B - . direction after tightening with
+ wrench L=0.05~0.1mm(the
\ gap will be eliminated in

cutting automatically).

-

.

Axial deviation '

Max'0.02mm

Maximum deviation in assembly :
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@ Ssuitable workpiece shape

Processing

Interchangeable head drills

Workpiece

Points for attention during processing

content

1. For Stainless steel machining, suggest set up feed rate below 0.15mm/rev from entrance to 0.5D

Plane 0 depth position;
surface 2, In order to removal chip, suggest internal cooling, Recommend internal coolant for better
chip control, combine internal and external coolant when machining stainless steel materials.
Overlapping 1. In order to prevent dislocation, when processing the overlapping plate, The workpieces
plate needed to be fixed.
1. There could be interrupted cuts, suggest to set feed rate under half of the recommended
Cohn;:ve cutting parameters before peripheral edges fully entering the hole;

2, Fine adjustment are recommened when long chips apearing at entrence.

Cylindrical
surface
hole

O =

on the central axis of the shaft.

2, The curve part not recommend.

1, It can be used for hole machining
[

Center part machining  Curve part machining

@ Workpiece shape not recommend

Processing
content

workpiece
shape

Overlapped hole

N

Slope Half-section Reaming

<>

X
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Interchangeable head drills

/" Recommended cutting parameters of Interchangeable drills \

Diameter ( mm )

Workpiece Cutting speed
materials (m/min) 12 14 16 18 20 25
Revolution Feed rate Revolution Feed rate Revolution Feed rate Revolution| Feed rate |RE/OMION £ood rate REVOUION ooy ate
speed speed speed speed speed speed
1 mm/r 1 mm/r 1 mm/r el mm/r et mm/r e mm/r
Soft steel min min min min min min
80-150
HB<180
3200 | 0.20~0.30 | 2700 | 0.22~0.35 | 2400 | 0.25~0.36 | 2100 | 0.28~0.38 | 1900 | 0.30~0.40 | 1500 | 0.32~0.42
Carbon steel
Alloy steel 80-150 3200 | 0.20~0.30 | 2700 | 0.22~0.35 | 2400 | 0.25~0.36 | 2100 | 0.28~0.38 | 1900 | 0.30~0.40 | 1500 | 0.32~0.42
~30HRC
Pre-hardened
steel 50-80 1900 | 0.20~0.30 | 1600 | 0.22~0.35 | 1400 | 0.25~0.36 | 1200 | 0.28~0.38 | 1100 | 0.30~0.40 | 900 |0.32~0.42
~40HRC
Stainless
- 50-80 1600 | 0.12~0.20 | 1300 | 0.13~0.22 | 1200 | 0.14~0.25 | 1050 | 0.15~0.28 | 950 |0.16~0.30 | 700 |0.17~0.32
Cast iron 80-150 3200 | 0.20~0.30 | 2700 | 0.22~0.35 | 2400 | 0.25~0.36 | 2100 | 0.28~0.38 | 1900 | 0.30~0.40 | 1500 | 0.32~0.42
NOdiﬁgcaSt 60-120 | 2400 | 0.20~0.30 | 2100 | 0.22~0.35 | 1800 | 0.25~0.36 | 1600 | 0.28~0.38 | 1400 | 0.30~0.40 | 1100 | 0.32~0.42
Aluminum
alloy 90-200 4000 | 0.25~0.35 | 3400 | 0.28~0.38 | 3000 | 0.30~0.40 | 2600 | 0.33~0.43 | 2400 | 0.35~0.45 | 2000 | 0.40~0.50

Note: please set feed rate below to the recommendation parameter referring to the drill head diameters increasing(1.5D—3D—5D—8D).
Criteria: for 1.5D, 3D, 5D=80% or below, 8D=60% or below.
Cooling: adopt internal cooling or external cooling drilling no more than 2D, dry cutting is prohibited!
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Oficina central europea

ZCC Cutting Tools Europe GmbH
www.zccct-europe.com

Wanheimer Str. 57, 40472 Dusseldorf, Germany

Tel.: +49 (0)211-989240-0

Fax: +49(0)211-989240-111

E-mail: info@zccct-europe.com

© Copyright by ZCC Cutting Tools Europe GmbH
Reservados todos los derechos.

Sucursal de Francia

ZCC Cutting Tools Europe GmbH

Succursale Francaise
www.zccct-europe.com

14, Allée Charles Pathé, 18000 Bourges, France
Tel.: +33(0)2 45410140

Fax: +33(0)800 74 27 27

E-mail: ventes@zccct-europe.com




