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/ How to choose the right solid carbide drills \

—= Shape
~———= Shape size

————= Product category

= ST series for machining of soft steel, stainless steel —_—

Cc2

%?y_ sS40 e n ] e |
’ e
Internal coolant Straight shank I: e L L .
= S =
Interral colant Whisstie notch shank
@ First choice for drilling soft steel and stainless steel, J
® Sharp cutting edge can avoid build-up edge, suitable for drilling hole with high performance.
] [ ] i
3 Strsight 1534ST03C-0300 6 62 20 14 38
w | s | || ank 15365T05C-0300 | e & ® | = | = *
5 AR 17365T05C-0300 6 ] 28 23 36 #r
T3 E— 1534ST03C0310 | e & e | s e
34 5 sk 15365TO5C-0310 | s 1 28 b 38
I 5 ; W";ﬁ:"“" 17365TO5C-0310 | & 8 2 | 23 | 38 -
3 Straignt 15345T03C-0320 | 8 ] 20 14 38 %
32 | 5 ! shank | 15368T05C-0320 | e (] 26 | 23 | 8 #r
5 AR Sl 17365T05C-0320 & &8 28 23 36
s ; e 1534ST03C-0325 | e & o | u | w 2
3.25 5 E:;::tl shank | 15368T05C-0325 | s ] 28 @ k. %
i 5 ! |t ot 17365T05C-0325 | ® & L] | 23 | 38 %
3 Straight 15345T03C-0330 6 62 20 14 £
3.3 I 5 ; nban 15365T05C-0330 | 8 L] 28 | 23 | 38
5 (Whitde Bchen 17365T05C-0330 6 E L] 23 38 &
EArET T i aE e e
3.4 5 wrank 15365TO5C-0340 | & 8 28 2 8 x
I 5 ; :W"f,':*'“”‘ 17365TO5C-0340 | & % 28 | 23 | 8 W
3 s 15345T03C-0350 ] -] 20 14 6 Y
15 5 ! aenk | 15365T05C-0350 | 6 (] 28 | ‘n | 8 i
5 Whity mcheh 17365TO5C-0350 | & o 28 23 | 3. 2
i grade | produce %a order}

£3Very suitable (Suitable

" p> Applicable material table

Workpiece material
Grads | Carbon | Pre-hardensd steel, Hardened steel [ Heat
i see | Caon | st | oo | Mo | s | cogper | S,
HES180 Nlnystaal| ~ADHRC | ~S0HRC | ~BO0HRC | allay
KDG303 < Q
L
=
o B e ) TN T
Code key L3 Cutting paramatars 4 Cutting parameters »I_ Non-standard customization ’
[+1] ce3 CBT-C93 €34-C98

L———= Applicable workpiece
material range

————————= Product features

Specifications
Type, depth of drilling, cooling system, type
of shank, basic dimensions and grade.

‘= Code key, cutting parameters,
technical information, non-standard customization
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c4

C5-C98

C5
Ccé
C9-C78

C79-C86

C87-C93
C94-C98

C99-C129

C100
C103-C121
C122-C123
C124-C126
C127
C128-129

C130-C143

C131

€132-€135
C136-C140
C141-C142

C143
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GDO3 S —— 02-025 /0|0 0|0
Internal
GD03C Sem— | 03025 O (0 0|0 0|0
3 i External
Twist drill | GDO5 S — || 92025 | O |0 00|00 C9-C44 | CT79-C8O
Internal "
GDO05C SEEeE— | ing| 23925 |0 | 0| 010100
Internal .
GDosC SRR | ing| 23218 |00 01010/0
1 1588SL Internal R
Twist drill 12/20/30C cooling 23020 | O | ©|0|©@ |0 |0 C48-C51 cs1
Twist drill| 1534SP SmsSe——— \" %01 0|0 0|0|0|0 C52-C53 | C82
Internal
15345703C SEESEE— | 2272|000 ©
o Twist drill| 1536ST05C | G ee— | | 03020 O | O | © o C55-C67 | C83
= Interal
g 1736ST05C SESSENETIT= | 23020 [0 | 0| 0 o
2. 1105SC03 SemSes——— T o201 olo
=] Twist drill " C68-71 c83
5 1101SC05 =S S ——— T o|®
: Vg S — :
3 fute oy | 1165PA03 g | 23020 ole|le|o cr2-C75 | Cs4
-
g Straight | 1576PC05 e || 04020 oo
2 fute il vl W | e
niemai
1579PC15C | —— || 06014 @0
Extemal
11435C90 I— | coing | 25020 oo
Centering ° = cooling &4 cii
drill _ Extemal
11435C120 | oolng | 25920 o|o
250 Intemal| 012050 | @ | @ @ | @ |O | O C103-C114 |C130-C129
02/03/04/05 w— | coclivg
U dill
20 E——
02/03/04/05 cooling @13@50 | © | ©@ O | ©@ | O C118-C121|C130-C129
ZTK Internal
015/03/04/08 “ conlng| 212925| 0101 0 1@ | © C132-C135| C151

@ Very suitable OSuitable
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Grade introduction of solid carbide drills

Grade introduction of solid carbide drills

- Coated grade
_ . KDG3013

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

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

g P < . -—‘i...,.l

AICrN substrate composite coating KDG3013 Conventional coating

e ()
KDG303
Ultra-fine carbide substrate with high strength, b gl
toughness and wear resistance, in combination

w
o

=
{=:]
E

5=
a

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

L

Common TiAIN coating nc-TiAIN coating

thermal stability and chemical stability provide
effective protection for the cutting edge.

Grade introduction of solid carbide drills

© Uncoated grade

YK20F

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

IO
YK3OF
Ultra-fine carbide substrate with high strength, toughness and wear resistance
gives the cutting edge perfect strength.
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"Drilling Tools Y/

Solid carbide drills code key

/ Solid carbide drills code key \

Type to tool ~ Mode of cooling . Type of shank
GD P Twist Drills for General Machining £ P Intrnal cooling 5 P slim shank
p Default P Extemal cooling| | Default P meet DING535HA standard )
Length code Speclﬂcation
03 b 3d 0600 P Nominal diameter in compliance with DIN6535HA regulation |
05 p5d =
.08 p8d
(Code Description
1 | As per DIN338
2 | As per DIN1897 P T
3 | As per QU/ZZQ(T0)01.001.002 Code Description
4 | As per DING537K SL | Deep twist drills
5 | As per DING537K ST | Twist drill for soft steel, stainless steel
& _tAspar BANGRATE 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(TO)01.001.002 PA | Three flute drill for AL alloy and cast iron
9 | As per the rule ZZC-E in QJ/IZZQ(T0)01.001.002 PC | Straight flute drill for aluminum, cast iron
Length code J | Geometry
{ Code Description | ( Code Description \

1 Drills Default| External coolant

‘ o Internal coolant

=]
=
g
=]

-

o

o
i 4

~ Typetotool ~ Mode of cooling
I
3 | Type of shank | Type of drill Spec'lficatlon

Stralght shank 0 Twist drill Nominal diameter of

drill

iCode Description [ Code Description | Code Description ‘

1
2 | Square head straight shank as per DIN1U 3 Multiple functions twist drill
| 3 | Double flattened straight shank as per DIN1809 4 Centering drill
| 5 | Straight shank as per DINBS35HA ' 5 | Step dril
| 7 | Whistle notch shank as per DIN6535HE 7 Straight flute drill
| 9 | Tapered shank 8 | Deep drill

Identification of drilling depth

;Curlz'ng dep_th shown when the tool is non-pilot drill| | Point angle identification shown when tool is pilot drill
| Code | Description Code | Description
gg ! :i:g:g ‘ pilot drill with 90° point angle
08 | (7~8) d [
12| (12)d. 1| 120 pilot drill with 120° point angle
15 | (15)d |
[ 20 (20) d |
.30 (30)d |

Cé



Twnst Drillsifor:
General Machining

Applicatio
Versatile, for h
machining in a varie

@ 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)
Ve=100m/min; f=0.15mm/r; H=27mm
cooling system: water soluble cooling

Tool life(m)

wear, still '}
-

tool: GD0O5C-1000

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

Tool life(m)

outstanding machining precision

quality of hole wall:

tool: GD03C-0820

workpiece material: C7T0S6(HRC30)
Ve=120m/min: #=0.23mm/r: H=30mm:
cooling system: water soluble cooling

GD series drill A company

excellent chip breaking performance

chip breaking performance:
tool: GDO5C-0600

workpiece material: 1Cr18NigTi(HB180)
Ve=75m/min; f=0.2mm/r; H=30mm:
cooling system: water soluble cooling

ﬁq@

q.

A company

GD series drill



GD series

GD series General machining

¢ SEPUgpe——

External coolant Straight shank

<

Internal coolant Straight shank

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

3 GD03-0200S 3 58 13 9 28 o
5 GD05-0200S 3 58 18 14 28 O
2.0 [ I NO.2-64UNF ||
3 GD03-0200 4 58 13 9 28 ®
5 GD05-0200 4 58 18 14 28 °
3 GD03-02108 3 58 13 9 28 o}
5 GD05-0210S 3 58 18 14 28 (5]
2'1 ............................. NS oA R A e A ST A N03_4BUNC ........
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
5 ; GD05-0215S 3 58 18 14 28 o)
218 Extelma;l Stlr_lalg:t NO.3-56UNF
3 | coolant) shan GD03-0215 4 58 13 ] 28 ® 2
5 GD05-0215 4 58 18 14 28 ® 3
3 GD03-0220S 3 58 13 9 28 o 5]
- 5 GD05-0220S 3 58 18 14 28 (@]
’ 3 GD03-0220 4 58 13 9 28 ™
5 GD05-0220 4 58 18 14 28 ®
3 GD03-0230S 3 58 13 9 28 o)
24 5 GD05-0230S 3 58 18 14 28 M2.5%0.45 (o)
’ 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
P> Applicable material table ©Very suitable OSuitable
Workpiece material
" Carbon Pre-hardened steel, Hardened steel - Heat
Sanise | Castion | ol | Aumium | Copor | e
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC y alloy
KDG3013 O o o o (o} o | o
Codm Cutting pa@ Technical inf@ Non-standard customizalin/nt:_n__ID
| C6 | C79-C80 [ c87-C93 C94-C98 |
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External coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Internal coolant

o

| External

coolant

Straight

shank

Straight shank

'\
51407} = F-—-1 4
Ia
Iz I3
I
51407 L Hieenniing o
I3
Iz l4
I

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

GD03-0235S 3 58 17 12 28 0
GD05-0235S 3 58 22 17 28 0
S e e L FLS ol Sose R S PSR (e e N T NO_4_40UNC AONCRCNNSNOCERIRORe | . i
GD03-0235 4 58 17 12 28 @
GD05-0235 4 58 22 17 28 ES
GD03-0240S 3 58 17 12 28 o
GD05-0240S 3 58 22 17 28 0
--------- NO.4-48UNF
GD03-0240 4 58 17 12 28 ®
GD05-0240 4 58 22 17 28 ©
GD03-0250S 3 58 17 12 28 o
GD05-0250S 3 58 22 17 28 0
......................................................................................................................... M3x0.5 e e
GD03-0250 4 58 17 12 28 ©
GD05-0250 4 58 22 17 28 @
GD03-0255S 3 58 17 12 28 0
GD05-0255S 3 58 22 17 28 0
------ NO.4-40UNC |-
GD03-0255 4 58 17 12 28
GD05-0255 4 58 22 17 28 ®
GD03-0260S 3 58 17 12 28 0
GD05-0260S 3 58 22 17 28 o
S | IS — P B ] i — . NO‘MSUNF PRI
GD03-0260 4 58 17 12 28 ®
GD05-0260 4 58 22 17 28 @
GD03-0265S 3 58 17 12 28 o}
GD05-0265S 3 58 22 17 28 0
NO.5-40UNC
GD03-0265 4 58 17 12 28 ®
GD05-0265 4 58 22 17 28 ®
GD03-0270S 3 58 17 12 28 0
GD05-0270S 3 58 22 17 28 o
et ¥ Rl ¥ T e SPRTYY e N0'5_44UNF WA
GD03-0270 4 58 17 12 28 @
GD05-0270 4 58 22 17 28 £

c10

@ Stock available

O Make-to-order



3 GD03-0280S
5 GD05-0280S 3 \ o
2.8 f M3x0.5
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)
5 GD05-0285S 3 | s8 22 17 28 , o
2.85 .................................................................... NOGQZUNC ...........................................
3 GD03-0285 4 58 17 12 28 ®
5 GD05-0285 4 | 58 22 17 28 °
_______ 3 | Extemnal oo A < . O . _ e
29 5 coolant GD05-0290S8 3 ‘ 58 22 17 28 NO.5-40UNC O
' 3 GD03-0290 4 58 17 12 28 NO.5-44UNF| @
5 GD05-0290 4 | 58 22 17 28 '
3 D03-02 3
2.95 ........... R Y PO A o A T e N06_40UNF | PREE T NEEINRREERRREN, | [ ol o
3 GD03-0295 4 58 17 12 28 ®
5 GD05-0295 4 | 58 22 17 28 ®
3| |swagn GD03G00s | 3 | ez | 2 | 4 | 3% | 0.
5 shank | GpD05-0300S 3 | 66 28 23 36 o
_______ 3 | Internal O PO O . O O .. SO A N O S|
b GD05C-0300S | 3 66 28 23 36 @
30 3 e | coustsoo | 6 | e | m | v | w | | | .
5 | coolant GD05-0300 6 | 66 28 23 36 @
3 GD03C-0300 6 62 20 14 36 ®
Internal
5 | coolant L | ‘ ______ w2 s 0 | o
8 GDO08C-0300 6 72 34 29 36
3 lewemal | GDOSeMes | 4 | e | 20 | e | s .
5 | coolant GD05-0310S 4 66 28 23 36 ™
S it GDO03C-0310S 4 | e2 20 14 36 °
5 |coolant GD05C-0310S | 4 66 28 23 36 °
ad D ecomall GD0303t0 | 6 | 6 | 2 | 4 | 3% | ° .
5 coolant GD05-0310 6 66 28 23 36 @]
3 GD03C-0310 6 62 20 14 36 o
R R s e e R R
B | e GD05C-0310 6 | 28 23 36 (o)
8 GD08C-0310 6 | 72 34 29 36

w
o

=
{=:]
E

5=
a

GD series

@ Stock available O Make-to-order

Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs.

BZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Grade | wild steel C;g;?“ Fire-hardened stees, Hardened Steei || gisiness Castiron | Nodular | Aluminum | Copper mgig?;nt
_ HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®! il | e ] A ) ey
KDG3013 O © © O o (o] O
/—'_'_'_‘_
Code key d Cutting pa@ Technical inf@ Non-standard cuslomiza@
c6 C79-C80 (c87-C93 €94-C98
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) GD series
GD series General machining N
} 51407} S H-—--1 4
e — =
Iz l4
External coolant Straight shank I1
* - S0 S NS e
I3
Internal coolant Straight shank l2 : la
3
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.

_______ 3 | External GD03-0315S 4 62 20 14 36 e
5 | coolant GD05-0315S 4 66 28 23 36 e
3 | s GD03C-03158 4 62 20 14 | o |
5 | coolant GDO05C-0315S 4 66 28 23 36 °
3.15 - I NO.6-32UNG |-+
3 |External ObssgIs | 8 | W | & | | S o
5 | coolant GD05-0315 6 66 28 23 36 o
m | S wemal| | oooscosts | o | e 2 | w % | o_|
= 5 coolant GDO05C-0315 6 66 28 23 36
= [ R ] e PR e R e R e L e L O O o o e paeny s
= 3 | Extemal GD03-0320S 4 62 20 14 36
& ST Conant GD05-0320S 4 66 28 23 36
o 5 | GD03C-03208 4 62 20 14 36
g 5 | coolant GDO05C-0320S 4 66 28 23 36
3 3.2 3 External| o' GD03-0320 6 62 | 20 14 36 NO6-40UNF| O
5 | coolant GD05-0320 6 66 28 23 36 o
3 GD03C-0320 6 62 20 14 36 o
e GD05C-0320 6 66 28 23 36 o
8 GD08C-0320 6 72 34 29 36 o)
3 Extema ooosoxzss | 4 | ez | 2 | 14 | 3 .
5 | coolant GD05-0325S 4 66 28 23 36 ™
O it GD03C-0325S 4 62 20 14 36 ®
25 5 | coolant GDO05C-0325S 4 66 28 23 36 ®
] 3 | Extenal GD03-0325 6 62 | 20 14 36 o
5 | coolant GD05-0325 6 66 28 23 36 o)
- [— GD03C-0325 6 62 20 14 % | 6)
5 | coolant GD05C-0325 6 66 28 23 36 o)

@ Stock available O Make-to-order
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3 |external GD03-0330S 4 62 20 14 36 ]
5 coolant GD05-0330S8 4 66 28 23 36 ]
e GD03C-0330S | 4 62 20 14 36 @
5 | coolant GDO5C-0330S | 4 | 66 28 23 36 ®
a3 BN . . GD03-0330 6 | 62 | 20 14 % | max07 o
5 | coolant GD05-0330 6 66 28 23 36 o)
3 GD03C-0330 6 | 62 20 14 36 0
5 |meme GD05C-033 6 66 28 23 36 o
GD08C-0330 6 | 72 34 29 36 o)
External GD03-0340S 4 | 62 20 14 36 | ®
coolant GD05.0340S | 4 | 66 | 28 23 36 °
Internal
coolant
34 | 3 External
5 | coolant GD05-0340 o
3 GD03C-0340 o)
51 el GD05C-0340 o
8 | |swign| cposcoseo | s | &
_______ Y| oxamar| °™ | G00S0I808 —
5 | coolant GD05-0350S ®
(2]
3 | intemal WAoo WSO I O O 0 .. O - I e 8
5, |2ooe GD05C-0350S Mdx0.5 ® g
35 3 | External GD03-0350 NO.8-32UNC| 0 B
5 | coolant GD05-0350 NO.8-36UNF o) -
I i B | | A ”
3 GD03C-0350 (@ &
5 lcoolant| | Gooscoss0 | 8 | B8 ) & L A ) 8 | | 8 g
8 GDO08C-0350 o)
3. |extervial GD03-0360S ]
3 i GD05-0360S _ ©
3 | intemal GD03C-0360S °
5 | coolant GD05C-0360S &
3.6 3 | extemal GD03-0360 o
5 | coolant GD05-0360 o
3 GDO03C-0360 o
. Pt GD05C-0360 o
8 GD08C-0360 o
Note: For drilling depth (I/d) of 8 ,namely GDOBC series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
pZ> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade ; Carbon | Pre-hardened steel, Hardened steel . : Heat
Sikles | Caston | Jodur | Aupium | Coppr | esin
_ HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC ¥ y alloy
KDG3013 ) © © @) © © O
/—'_'_H_
Code key d Cutting pa@ Technical inf@ Non-standard cuslomiza@
C6 C79-C80 | Cc87-C93 C94-C98
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External coolant

<

Internal coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Straight shank

'\
51407} S F-—-1 4
Ia
Iz I3
I
40T SRS s g
I3
Iz l4
I

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

_______ 3 | External GD03-0370S 4 20 14 36 e
5 | coolant GD05-0370S 4 66 28 23 36 e
L, . GD03C-0370S 4 62 20 14 | ] °
5 | coolant GD05C-0370S 4 66 28 23 36 ™
3.7 3 |External Sl Rl 6 [.% | 2 | .W» 36 Max0.7 o
5 | coolant GD05-0370 6 66 28 23 36 o
3 GD03C-0370 6 62 20 14 36 ¢)
_______________ o
....... 5 | coolant GD05C-0370 6 66 28 23 36 O
8 GD08C-0370 6 72 34 29 36 o
3 Extemal QDESOSR03 | 4 | Be | A | AF | 38 @
5 | coolant GD05-0380S 4 74 36 29 36 °
_______ 3 | intemal GD03C-0380S 4 66 24 17 36
coolant
5 Straight| GDOSC-0380S | 4 | 74 | 36 2 36 xos .
38 | 3 | External| S"™ | GD03-0380 6 66 24 17 36 Inossoumel S
5 | coolant GD05-0380 6 74 36 29 36 o
3 GD03C-0380 8 66 24 17 36 s)
_______________ ——
_______ 8 oottt GD05C-0380 6 74 36 29 36 e
8 GD08C-0380 6 81 43 36 36 6]
_______ 3 |Extemal GD03-0385S 4 66 2 17 36 e
5 | coolant GD05-0385S 4 74 36 29 36 ®
3 |intenal b TR R I N W WO L) .. S O I ®
5 | coolant GD05C-0385S 4 74 36 29 36 ®
86 lmceaatcanal e e e NO.8-36UNF [+--roevor
_____ 3 lexema | ODO343S | 6 | e | 28 | 17 | 3% e
5 | coolant GDO05-0385 6 74 36 29 36 0
_______ 3 | intemal GD03C-0385 6 66 24 17 36 o ]
5 | coolant GDO05C-0385 6 74 36 29 36 o

C14

@ Stock available

O Make-to-order



3 | External GD03-0390S 4 66 24 17 36 (]
______ 5 | coolant GD05-0390S 4 74 6 | 29 36 ]
L [— GDo3C-03%0S | 4 | 68 | 24 17| 3 °
"""" 5 | coolant GDO5C-0390S | 4 | 74 | 36 | 29 36 ®
39 | 3 lowema | COBO® | o | e | 2 | @ | w | 0
5 |coolant GD05-0390 6 74 36 29 36 o
______ s s sleez4 e >
______ S | | cowscos o | m | w | m | % I -
GD08C-0390 6 | @ 43 36 36 o]
Extainal GD03-0400S 4 | 66 24 17 s | | ®
o el s ‘ ..... e
|.-,tema| _____ s — oo e e —— o i g
coolant GDO5C-0400S 4 | 7 | 36 29 36 . ' ' e
e | B External . OO O I SO . N | SN | I .. A
5 | coolant GD05-0400 6 } 74 36 29 36 (@)
3 GD03C-0400 6 66 24 17 36 | o)
5 |G| | cooscomo | & |7 | s | o | % | | o
A I o R - W T < - O
3 |eqemall 2™ | GD03-04108 5 66 24 17 36 o
_______ T B R v e B e —
3 inismal GDO03C-0410S 5 ‘ 66 24 17 36 (o) §
N oot e 0 N~ v I s i o é’
o [ — E mma[ ...... e e ] ______ o R R e N S S = E
g |coolant GD05-0410 6 | 74 36 29 36 ' ° b
g R e T e I S : %
5 coomm| | Gooscosto | e | 7 | % | 2 | % | s | -
8 GD08C-0410 6 | 81 | 43 36 36 _ 0
________ - Extema; e e R e i o RS B e
5| coolant GD05-04208 5 | 74 | 36 29 36 o
- |.-.tema| ey i Sp— — —— o ——
s coot e 5‘” _____ s e
4.2 3 |Extemal GD03-0420 6 66 24 17 36 M5x0.8 e
W e e } ...... Ep i e A i
3 GD03C-0420 6 66 24 17 36 ]
5 oot | GDOSCOA0 | 6 | 74 | 3 | 2 | % I
8 GDO08C-0420 6 81 43 36 36 0
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @® Stock available O Make-to-order
pZ> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | wild steel C;g;?‘“ Fire-hardened stees, Hardened Steei || gisiness Castiron | Nodular ' Aluminum | Copper mgig?;nt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Ste¢! ] ARy alloy
KDG3013 o) © © 0 © © @]
Code‘k/eyf—ﬂ d Cutting pa@ Technical inf@ Non-standard cuslomiza@
C6 C79-C80 | Cc87-C93 C94-C98

C15
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Internal coolant

GD series

GD series General machining

¢ DOEPeg—

External coolant

Straight shank

Straight shank

'\
51407} S F-—-1 4
Ia
Iz I3
I
51407 e Hieenniing o
I3
Iz l4
I

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

_______ 3 |External GD03-0430S 5 66 17 36 (@)
5 | coolant GD05-0430S 5 74 36 29 36 o
3 linternal GD03C-04308 5 66 24 17 36 o
5 | coolant GD05C-0430S 5 74 36 29 36 o)
43 | 3| cuena Goosesss | s | e | 2 | 7 | 3 .
5 | coolant GD05-0430 6 74 36 29 36
3 GDO03C-0430 6 66 24 17 36
"""""""" Internal
_______ 5 | oot GDO05C-0430 6 74 36 29 36
8 GDO08C-0430 6 81 43 36 36
3 exema cooseasss | s | e | 2 | w7 | %
5 | coolant GD05-0435S 5 74 36 29 36
_______ 3 | internal GD03C-0435S 5 66 24 17 36
5 | coolant . GD05C-0435S 5 74 36 29 36 0
4.35 el St;alg::t s B o : o Sl Sl ~INO.10-24UNC| -+
_______ 3 |Exteral shan GD03-0435 6 66 24 17 36 e
5 | coolant GD05-0435 6 74 36 29 36 @
_______ 3 | internal GDO03C-0435 6 66 24 17 36 e |
5 | coolant GDO05C-0435 6 74 36 29 36 ™
3 lewera | Goosomws | s | e | a4 | w7 | s ||| o
5 | coolant GD05-0440S 5 74 36 29 36 ]
_______ 3 | intemnal GD03C-0440S 5 66 24 17 36 o)
5 | coolant GDO05C-0440S 5 74 36 29 36 o)
a4 3 |External GD03-0440 6 66 24 17 36 ®
5 | coolant GD05-0440 6 74 36 29 36 °
3 GD03C-0440 6 66 24 17 36 ®
Internal
_______ I ookt GDO05C-0440 6 74 36 29 36 ®
8 GDO08C-0440 6 81 43 36 36 (o)

C16

@ Stock available

O Make-to-order



_______ 3 Extemnal ODOE0AAEs 8. 2 e e
5 coolant GD05-0445S8 5 74 36 29 36 O
_______ 3 | Intemal GDO3C0445S | 5 | 68 | 24 | 17 o g
5 | coolant GD05C-0445S 5 74 36 29 36 o
4-45 = - = 3w s e = e == 2 i 2 = = a5 = = = |N0_10_32UNF = P
______ 3 Extemal L B WO l‘"‘ﬁ B0 < . . ! e
5 |Coolant GD05-0445 6 74 36 29 36 °
. [— GD03C-0445 6 | 66 24 17 36 ®
5 | coolant GD05C-0445 6 74 36 29 36 ™
_______ 3 |External GD03-0450 5 | 66 24 | 17 36 o
5 coolant GD05-0450S8 5 74 36 29 36 O
______ 3 | intermal GD03C-04508 | 5 | 66 24 17 36 o
5 coolant O
: NO.12-24UNC :
4.5 3 External M5%0.5 ®
coolant L
GDO03C-0450 6 j 66 24 17 36
Internal
coolant | | SDesC04B0. | B | L. A, 23 1 B
________ 5 | swagn| ODOSC040 | 6 | 81 | 43 | 3 | 3
shank |
3 Extemal OS-01808 | 8 | 08 | 2% | AR ] s
5 | coolant GD05-0460S 5 74 36 29 36
3 | intemnat GD03C-0460S 5 66 24 17 36 . o)
5 | coolant GDOSC-0460S | 5 | 74 | 36 29 36 o
e L ] 3 |External| | SDesossn | 5 | B o L L L e e o
S| ookt GDO05-0460 6 ] 74 36 29 36 ®
3 GD03C-0460 6 66 24 17 36 ®
. S— s oA | W OO VO << s o) - | A N | .
5 | coolant GDosC-0460 | 6 | 74 | 36 | 29 | 36 S
8 GD08C-0460 6 81 43 36 36 o)
3| Extema GDo3o4ess | s | s | 24 | 7 | 3% | o
5 | coolant GD05-04655 5 74 36 29 36 o
3 |intemal | GDO3C-0465S | 5 | 66 | ol L2 B | Sl
5 | coolant GD05C-0465S 5 74 36 29 36 o)
4.65 e e S oS A Stk PETAL POV Lo OIS et o VLT FIOLLC TR FUCS e PPERp NI | M5x0.8 .................
3 Extemal  GDO3-0465 | 6 | 66 | 24 LU =
5 | coolant GD05-0465 6 74 36 29 36 ®
30 internal GD03C-0465 6 j 66 24 17 36 °
5 coolant GD05C-0465 6 74 36 29 36 ®

w
o

=
{=:]
E

5=
a

GD series

Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Grade | wild steel C;g;?“ Fire-hardened stees, Hardened Steei || gisiness Castiron | Nodular | Aluminum | Copper mgig?;nt
_ HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®! il | e ] A ) ey
KDG3013 O © © O o (o] O
/—'_'_'_‘_
Code key d Cutting pa@ Technical inf@ Non-standard cuslomiza@
c6 C79-C80 (c87-C93 €94-C98

C17
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External coolant

<

Internal coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Straight shank

'\
51407} S F-—-1 4
Ia
Iz I3
I
51407 e s g
I3
Iz l4
I

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

_______ 3 | External GD03-0470S 5 66 24 17 36 e
5 | coolant GD05-0470S 5 74 36 29 36 o
L, . GD03C-0470S 5 66 24 17 % o
5 | coolant GD05C-0470S 5 74 36 29 36 o)
47 | 3 Evera GDUSO4T0 | 6 | 68 | 24 | 17 | 3 NOA228UNF .
5 | coolant GD05-0470 6 74 36 29 36 ™
3 GD03C-0470 6 66 24 17 36 ®
"""""""" Internal
_______ S| cooin oooscoaro | 6 | 74 | B | 2 | % ..
8 GD08C-0470 6 81 43 36 36 o
3 exena coossems | s | e | = | 2 | 3 o
5 | coolant GD05-0480S 5 82 44 35 36 o
_______ 3 | intemal GD03C-0480S 5 66 28 20 36
5 | coolant GD05C-0480S 5 82 44 35 36 Q
a8 | 3 | extemal Staioht| GD03-0480 6 66 28 20 36 Msx05 | | °
5 | coolant GD05-0480 6 82 44 35 36 @
3 GD03C-0480 6 66 28 20 36 ®
_______________ ——
....... 5 coolant GDUSC-DlIBO 5 82 44 35 36 .
8 GDO08C-0480 6 95 57 48 36 6]
_______ 3 |Extemal GD03-0490S 5 66 28 20 36 o
5 | coolant GD05-0490S 5 82 44 35 36 o)
3 |mema| | Goo3cosos| s | e | oz | o | . | | | o
5 | coolant GD05C-0490S 5 82 44 35 36 o
49 | 3 gwema | GDOS04 | 6 | s | 2 | 2 | % .
5 | coolant GD05-0490 6 82 44 35 36 ®
3 GD03C-0490 6 66 28 20 36 @
"""""""" Internal
5 | coolant ODOECAN. || B | o8 | M | 9 | B &
8 GDO08C-0490 6 95 57 48 36 6)

Cc18

@ Stock available

O Make-to-order



3  |external GD03-0500S 5 66 28 20 36 o
5 coolant GDO05-05008 5 | a2 44 35 36 (@)
8 e GD03C-0500S 5 66 28 20 36 o)
5 | coolant GDOSC0500S | 5 = 82 | 44 35 36 o)
5.0 3 |Extenal GD03-0500 6 66 28 20 36 MBx1  NO.12-24UNC @
5 | coolant GD05-0500 6 | 82 44 35 36 ™
3 GDO03C-0500 6 | 66 28 20 36 °
5 lr:n;g:::tl GDO5C-0500 6 | 82 44 35 36 ®
8 GD08C-0500 6 95 57 48 36 o)
0 —— GD03-0510 6 ‘ 66 28 20 36 ®
5 | coolant GD05-0510 6 82 44 35 36 ™
5.1 3 1/4-20UNC NO.12-28UNF, @
gt Intemal o0
o » | coolant bt
8
3 |edemat GD03-0520 6 66 28 20 36 °
5 | coolant GD05-0520 6 | 82 44 35 36 ®
5.2 3 Staight GDo3C-0520 6 66 28 20 36 °
5 | coolant GDosc-0s20 | 6 | 82 | 44 | %5 | % | e
8 GD08C-0520 6 95 57 48 36 o
3 | External GD03-0525 6 ] 66 28 20 36 ® =
5 coolant GD05-0525 6 82 44 35 6 ® S
5.25 =L SO RO o e e outu 0 2 CRRRILI DU MUPRRN| [NORVR. L L SN NPy LR [V (211 4 T S IS — -~
< | p—— GD03C-0525 6 | 66 28 20 36 @ =
5 | coolant GD05C-0525 6 82 44 35 36 ® B
3 |Extemal a0 G T ‘ ______ O I L - o Y
5 | coolant GD05-0530 6 | 82 24 35 36 | ° 2
53 3 GD03C-0530 6 ] 66 28 20 26 : ° a
5 |ntema| Gnosc-osao B 82 ..... 4 4 ..... =) 35 36 RIS DRNRERICCUS SO SRESIOCUS SNSRI . . (D
... coolant PN bl | WO = S| R RO O | VOO . WO | N T
8 GDO08C-0530 6 | 95 57 48 36 (@
3 |eemal | oD0sos® | 6 | e | m | a | % | || N
g cootant GD05-0540 6 | 82 | 44 35 36 _ ®
5.4 3 GD03C-0540 6 66 28 20 36 °
Vi -
5 | coolant Lopuscasag) | 6 | e | % . B e o | I o
8 GDO08C-0540 6 | 95 57 48 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
pZ> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | wild steel C;g;?“ Pre-hardened steel, Hardened steel | stainless | ot iron | Nodular | Aluminum | Copper regig?atnt
_ HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®! il | e ] A ) ey
KDG3013 o) © © ] © (o] o)
/—'_'_'_‘_
Code key d Cutting pa@ Technical inf@ Non-standard cuslomiza@
cé C79-C80 [ c87-C93 €94-C98
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Internal coolant

External coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Straight shank

'\
51407} = F-—-1 4
Ia
Iz I3
I
51407 L Hieenniing o
I3
Iz l4
I

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

_______ 3 | External GD03-0550 6 66 28 20 36 ®
5 | coolant GD05-0550 6 82 44 35 36 e
5.5 3 GD03C-0550 6 66 28 20 36 | 1/4-28UNF ®
"""""""" Internal
_______ L 2l GD05C-0550 6 82 44 35 36 ™
8 GDO08C-0550 6 95 57 48 36 o
_______ 3 | Extomal GD03-0555 6 66 28 20 36 ™
G 5 | coolant GDO05-0555 6 82 44 35 36 ®
_______ 3 Intemal GDO3C-0558 6 &6 8 2 « | o .
5 | coolant GD05C-0555 6 82 44 35 36 ™
3 Extemal apesosay | % | Pe | e | @8 | 36 8
5 | coolant GD05-0560 6 82 44 35 36 ®
5.6 3 GDO03C-0560 6 66 28 20 36 MEx1
"""""""" Internal
5. coolant GDOEC-GSBO o 9z 2 s .35. 36 : ¢ :
8 Straight| GDOBC-0560 6 95 57 48 36 o
shank
_______ 3 Extemnal St DL B SR D P e .
5 | coolant GD05-0570 6 82 44 35 36 ®
5.7 3 GD03C-0570 6 66 28 20 36 MBX0.75 ®
_______________ iernal
% | coolant it TR TN U O P o P T &
8 GDO08C-0570 6 95 57 48 36 0
_______ 3 |Extemal GD03-0575 6 66 28 20 36 e
5 | coolant GD05-0575 6 82 44 35 36 ®
5_75 .............................. AR SRR BTN PR s R RS TR Vil YRS T ) P AR e A X, 1!4_20UNC ...................
_______ 3 | intemal GD03C-0575 6 66 28 20 36 e
5 | coolant GDO05C-0575 6 82 44 35 36 °
3 |extemal GD03-0580 6 66 28 20 36 ®
5 | coolant GD05-0580 6 82 44 35 36 ®
5.8 3 GDO03C-0580 6 66 28 20 36 ®
R S— i T T = === -2 =
- [plecliae GD05C-0580 6 82 44 35 36 @
8 GD08C-0580 6 95 57 48 36 o)

C20

@ Stock available

O Make-to-order



O i GD03-0590 6
coolant GD05-0590 6
GD03C-0590 6 | 66 | 28 0 | 36
. ; — K
6

5.9

Internal
= 5 ... coolant GDOSC-ﬂ 59.9.
8

GDO08C-0590

T PR GD03-0595 6 66 28 20 36
coolant GD05-0595

Internal GDO03C-059

5 6
5.95
3 6
2 !
6

@
1 | 1/4-28UNF
@

5 | coolant GD05C-0595
3 | Estaingl GD03-0600
5 | coolant GD05-0600 6 | 82 | 44 35 36

6.0 3 M7x1
5 Internal

coolant

. [ GD03-0610S 7 | 7 34 24 36
_______ 5 | %M Siaigny GD0S0610S | 7 | o1 | 53 | 43 | 36
shank
3| nterna oposcoetos | 7 79 | s | o2 o3 |0
7 91 53 43 36
61 5 |extemal| | ! Sibsaitio Sl b L L Lo a4l . R W
5 | coolant GD05-0610 8 91 53 43 36 e
3 GD03C-0610 8 | 7 34 24 36 °
_______ 5 | coolant _GDOSCO610. | 8 | 91
GDO8C-0610 8 | 14 | 76 66 36 :
7

Exisrial GD03-0620S

5 coolant GDO05C-0610S

91 53 43 36 f ™

w
o

=
{=:]
E

5=
a

79 34 24 36

soclart GD05-0620S o 53 43 36 j o

| Intemnal | | Obesraeme | T L . . i < | TR AR 2
ORIt GDOSC-0620S | 7 o 53 43 36 o

External GD03-0620
okt GD05-0620

GD series

79 | 24 36

o1 | s 43 36

GD03C-0620 79 | 34 24 36

B o O O R O o I A .. S W
coolant D RO

8 GD08C0620 | 8 | 114 | 76 66 36 0

Note: For drilling depth (I/d) of 8 ,namely GDOB8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order

6.2

il wio wiaolewioe

lw
‘e e 0 @

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Heat
resistant
alloy

Nodular | Aluminum | Copper
cast iron alloy alloy

Grade | Mildsteel | Carbon | Pre-hardened steel, Hardened steel | gyoiniass
HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®!

. KDG3013 O © © O o o @]

/ﬁ_'_‘_ /_—w
Code key d Cutting pa@ Technical inf@ Non-standard customization tools

c6 C79-C80 | C87-C93 €94-C98

Cast iron

C21



GD series

GD series General machining

¢ DOEPeg—

<

Internal coolant

External coolant

Straight shank

Straight shank

'\
51407} = F-—-1 4
Ia
Iz I3
I
51407 L Hieenniing o
I3
Iz l4
I

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

o
=
5
@
o
8
=3
w

s8uas a9

_______ 3 | External GD03-0630S 7 79 34 24 36 e
5 | coolant GD05-0630S 7 91 53 43 36 o
L, . GD03C-0630S 7 79 34 24 36 o
5 | coolant GD05C-0630S 7 91 53 43 36 o)
6.3 5 Extemal anes a0 ST o ey
5 | coolant GD05-0630 8 91 53 43 36 ™
3 GD03C-0630 8 79 34 24 36 ®
"""""""" Internal
....... 5 | coolant GD05C-0630 8 91 53 43 36 .
8 GD08C-0630 8 114 76 66 36 o
3 Extemal s i PRCATOOD) O2 00 T 900 O. TO . g
5 | coolant GD05-0640S 7 91 53 43 36 o
_______ 3 | intemal GD03C-0640S 7 79 34 24 36 e]
5 | coolant GD05C-0640S 7 91 53 43 36 Q
64 | 3 | extemal Staioht| GD03-0640 8 79 34 2 36 °
5 | coolant GD05-0640 8 91 53 43 36 @
3 GDO03C-0640 8 79 34 24 36 ®
"""""""" Internal
_______ 8 oottt GDO05C-0640 8 91 53 43 36 ™
8 GDO08C-0640 8 114 76 66 36 o)
_______ 3 |Extemal GD03-0650S 7 79 - 24 36 o
5 | coolant GD05-0650S 7 91 53 43 36 o)
3 |intenal b I OO IO W WO . T .. S I W 0.
5 | coolant GDO05C-0650S 7 91 53 43 36 o
65 | S |External aenetes g2l E e E, L
5 | coolant GD05-0650 8 91 53 43 36 ®
3 GD03C-0650 8 79 34 24 36 @
"""""""" Internal
5 coolant Jobgpcpesd | 6 | M | 33 | 4 | & &
8 GDO08C-0650 8 114 76 66 36 o)

C22

@ Stock available

O Make-to-order




3 |external GD03-0660S 7 79 34 24 36 0
5 | coolant GD05-0660S 7 \ 91 53 43 36 0
O GDO03C-0660S 7 79 34 24 36 o
5 | coolant GDO5C-0660S | 7 | 91 53 43 36 o)
6.6 3 |exernal GD03-0660 8 79 34 24 36 |5/16-18UNC | M7x1 ®
5 |coolant GD05-0660 8 | 9 53 43 36 ®
3 GD03C-0660 8 | 79 34 24 36 ®
S| e GD05C-0660 8 | of 53 43 36 ®
GD08C-0660 8 114 76 66 36 0
— GD03-0670S 7 ‘ 79 34 24 36 0
coolant GD05-0670S 7 91 53 43 36 o
| Internal
coolant
67 | 3 External
5 | coolant GD05-0670 8 91 53 43 36 ®
3 GD03C-0670 8 | 79 34 24 36 ®
5 L“;g:::t' GD05C-0670 8 91 53 43 36 ®
Straight [ S
8 | G| Gooscoe7o | 8 | 14 | 76 | e | % | | | O
_______ 3 |Extemal _ODOBEAS | L TR L s R 0 A
5 | coolant GDO05-0675S 7 ] 91 53 43 36 o
o
& i GD03C-0675S 7 79 34 24 36 o '3
675 5 | coolant GDO05C-0675S 7 | o 53 43 36 — (e =
i B N . By e e e b ey e e b s B S B =
3 |extemal GD03-0675 8 79 34 24 36 ® =
5 | coolant GDO05-0675 8 | o1 | s | 43 36 o b
= | el o (L s L e L e | O | ”
3 |iwarial GD03C-0675 8 | 79 34 24 36 ° &
5 | coolant GD05C-0675 8 | o1 53 43 36 ® a
........................... o RS et e et R T e e S S e e e S e DO SRSMORCETRE] SOMMOCOUE DRSO NN | -5 -k ()
3 Extemal | GDOS06808 | 7 | 19 | 3 | 4 g6 9
S coosant GD05-0680S 7 9 53 43 36 o
3 | internal GD03C-0680S 7 | 79 34 24 36 _ o
5 | coolant GDO5C-0680S | 7 o 53 43 36 _ O
6.8 3 |extemal GD03-0680 8 | 79 34 2 36 : )
g |coolant GD05-0680 8 9 53 43 36 ®
3 GD03C-0680 8 79 34 24 36 ' @
Internal |
_______ 5 | coolant _GDoscoeso | & | o1 | s | 43 | 3 | | | @
8 GD08C-0680 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
pZ> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | wild steel C;g;?“ Fire-hardened stees, Hardened Steei || gisiness Castiron | Nodular | Aluminum | Copper mgig?;nt
_ HB=180 | Aloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! Gastion | allioy L alloy
KDG3013 O © © 0 (o] © @
/—'_'_'_‘_
Code key d Cutting pa@ Technical inf@ Non-standard cuslomiza@
C6 C79-C80 (c87-Co3 €94-C98

C23



<

Internal coolant

External coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Straight shank

'\
51407} S F-—-1 4
Ia
Iz I3
I
51407 e frmesminng
I3
Iz l4
I

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

_______ 3 | External GD03-0690S 7 79 34 24 36 e
5 | coolant GD05-0690S 7 91 53 43 36 o
L, . GD03C-0690S 7 79 34 24 % o
5 | coolant GD05C-0690S 7 91 53 43 36 o)
69 | 3 Euema GD0306%0 | B | 79 | 3 | 2 | 3 |S1624UNF .
5 | coolant GD05-0690 8 91 53 43 36 ™
= 3 GD03C-0690 8 79 34 24 36 ®
- | Internal
E:T ....... 5 ______ coolant GD05C-0690 8 91 53 43 36 .............. e
‘g. 8 GD08C-0690 8 114 76 66 36 o
(=]
® 3 Extemal s I PRCATOOD) O.2 00 TR0 . T . g
o 5 | coolant GD05-0700S 7 91 53 43 36 o
g _______ 3 | internal GD03C-0700S | 7 79 34 24 36 0
2 5 | coolant GD05C-0700S 7 91 53 43 36 Q
7.0 | ¢ 3 ______ External | Straight GD03-0700 8 79 34 24 36 M8x=1 [ ]
5 | coolant| shank | Gpg5.0700 8 91 53 43 36 @
3 GDO03C-0700 8 79 34 24 36 ®
"""""""" Internal
_______ 8 oottt GDO05C-0700 8 91 53 43 36 ™
8 GDO08C-0700 8 116 76 66 36 o)
_______ 3 |Extemal GD03-0710 8 79 41 29 36 ®
5 | coolant GD05-0710 8 91 53 43 36 °
7.1 3 GD03C-0710 8 79 41 29 36 ®
L . v B AR e | ) SRS |
_______ 5 | it GDO05C-0710 8 91 53 43 36 ™
8 GD08C-0710 8 116 76 66 36 (@)
3 |extemal GD03-0720 8 79 41 29 36 ®
5 | coolant GD05-0720 8 91 53 43 36 e
7.2 3 GD03C-0720 8 79 41 29 36 ®
T S— i ol T O T I == S| -2 =
-1, [plecliae GD05C-0720 8 91 53 43 36 ™
8 GD08C-0720 8 116 76 66 36 o)

C24

@ Stock available

O Make-to-order



7| [— GD03-0730 8
coolant GDO05-0730 8 _
GD03C-0730 8 | 0 | 4 20 | 3 | 5/16-18UNC
: ; _— B
8

7.3

Internal
= 5 ... coolant GDOSC-ﬂ 73.9.
8

: GD08C-0730

5 |essnai GD03-0740 8 79 1 29 36

coolant GD05-0740
GD03C-0740

7.4

8
8
S Intamal GD05C-0740 8 | o 53 a3 36
=
8

coolant : |
GD08C-0740
External GD03-0745
coolant M8x1.25

7.45 ! -
5/16-24UNF

Internal
coolant

o, [, GD03-0750 8 j 79 e 29 36
5 | coolant GD05-0750 8 91 53 43 36 _
78 | 3 | lovuon| GDo3Cors0 | & | 7o | 41 | m | | |
nternal | shank |
5 | coolant GDEBC0780° | & | 9 | S8 | A3 | 2B
8 GD08C-0750 8 116 76 66 36
3 [Sibme GD03-0760 8 79 41 29 36 .
5 | coolant GD05-0760 8 ‘ 91 53 43 36
3 8

"""""" GD03C-0760 79 | a 20 36 | Mex
_______________ e B e e e

7.6
cooiant GD05C-0760 8 | o 53 43 36
GD08C-0760 8 116 76 66 36

coolant GD05-0770 91 53 43 36

3
5

77 (NN GD03C-0770 | 8 | 79 | 41 20 36 @
8

w
o

=
{=:]
E

5=
a

GD series

o S L[> SO o - SO N O (- o | L R )
coolant GDO05C-0770 8 9 53 43 36
8

®
GD08C-0770 . 116 76 66 36 _ O

Jedoma| | oDoso7e0 | 8 | 7o | 4 | 2 | % | | ] e
coolant GD05-0780 8 ‘ 91 53 43 36 &
GD03C-0780 8 e

o R T b B L e e sl S

s GD05C-0780 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

7.8 79 41 29 36

oW ;W

o
©
-
%]
@
®

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Heat
resistant
alloy

Grade | \ildsteel | Carbon | Pre-hardened steel, Hardened steel Notar | Akminun | copoer

cast iron alloy alloy

Stainless
HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®!

. KDG3013 O © © O o o @]

/ﬁ_'_‘_ /_—w
Code key d Cutting pa@ Technical inf@ Non-standard customization tools

c6 C79-C80 | C87-C93 €94-C98

Cast iron

C25
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Internal coolant

External coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Straight shank

79

'\
51407} S F-—-1 4
Ia
Iz I3
I
51407 e Hieenniing o
I3
Iz l4
I

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

3 | External GD03-0790 8 41 29 36 °
5 | coolant GD05-0790 8 91 53 43 36 e
3 GDO03C-0790 8 79 41 29 36 ®
"""""""" Internal
_______ Il e GD05C-0790 8 91 53 43 36 ™
8 GDO08C-0790 8 116 76 66 36 o
_______ 3 |External GD03-0800 8 79 41 29 36 ™
5 | coolant GD05-0800 8 91 53 43 36 ®
3 GDO03C-0800 8 79 41 29 36 | 3/8-16UNC ®
_______________ -
it GDO05C-0800 8 91 53 43 36 ™
GDOSC-0800 8 116 76 66 36 o
= GD03-0810S 9 89 47 35 40 o
coolant GD05-0810S 9 103 61 49 40 o
Internal GDO3C-0810S | @ | 8 | 47 35 4 | o
coolant | o signt| GDOSC-0810S | 9 103 | 61 49 40 o
shank
oxena | cosesto | w0 | s | a7 | s | w0 | .
coolant GD05-0810 10 103 61 49 40 ®
GD03C-0810 10 89 47 35 40 ™
Internal
| coolant it o] TR N . TV . S O . B0 | IO, WSS N .
GDO08C-0810 10 142 95 83 40 o
External GD03-0820S 9 89 47 35 40 o)
5 | coolant GD05-0820S 9 103 61 49 40 o)
3 |intemal GDO03C-0820S 9 89 47 35 40 o
5 | coolant GDO05C-0820S 9 103 61 49 40 (@)
3 | extemal GD03-0820 10 89 47 35 40 ®
5 | coolant GD05-0820 10 103 61 49 40 ®
3 GD03C-0820 10 89 47 35 40 ®
R S o= | = e e
- [plecliae GDO05C-0820 10 103 61 49 40 ™
8 GDO08C-0820 10 142 95 83 40 o)

C26

@ Stock available

O Make-to-order




_______ 3 |Extemal GD03-0830S
coolant GD05-0830S
—_— GD03C-0830S
"""""""" coolant GDO05C-0830S : _
- o e N—

5 | coolant GD05-0830 10 103 61 49 40

GD03C-0830 10 | 89 47 35 40
Internal
______________ coolant _QDabe-083 LA OO O CO . T IO SO0 RO OO ... )
GDO08C-0830 10 | 142 95 83 40 o)
External GD03-0840S 9 | 89 47 35 40 | o)
(6

" it 2 ._..GDus.oms | g ........ ‘ ..... mé... Lo 51 ....... 49 ....... 40

103 61 49 40

8.3

Internal
coolant

8.4 External

coolant GD05-0840 10 } 103 61 49 40
GD03C-0840 10 89 47 35 40 |
_______________ internal o
e oDosc0s40 | o | f03 | 6t | 49 | 40 | e

|Saraigiit) QDOBCOBA0 | 10° | 42 | 95 | 83 | 40

| External| M@ | GDo3-08s0s | o

T GD05-0850S 9 103 | 61 49 40
3 intenal GD03C-0850S | © | 89 | 47 35 40
5

coolant GD05C-0850S o | 103 61 49 40 o)
.................................................................................. l................ B s B PP PO S TR U IO R M10x1_5 | PSSO VRS RN SR oS

GD03-0850 10 [ ]
External | 3/8-24UNF |
[ ]

coolant GD05-0850 10 103 61 49 40

 GD03C-0850 | 10 | 89 47 35 40
GD05C-0850 10 103 | 61 49 40

GD08C-0850 10 | 142 95 83 40 _ ol
GD03-08605 9 89 47 35 40

8.5

w
o

=
{=:]
E

5=
a

| Internal
_| coolant

® o
GD series

External
caslart GD05-0860S 9 | 103 61 49 40

Q

(4
GD03C-0860S = 9 89 5= g g | -
T s S R e

®

3
5
3 | intemal | & | AF
5 | coolant GD05C-0860S 9 ‘ 103 61 49 40
5
3

8.6 _|External 6003'0350 0 | 89 47 35 40

coolant GD05-0860 10 } 103 61 49 40
GD03C-0860

Internal
..| coolant GDOSG-D&BO e R ) R S S T LU IR SISO ISNREICRONITSRPON | . 17

8 ~ GDO08C-0860 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

Lo

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Heat
resistant
alloy

Nodular | Aluminum | Copper
cast iron alloy alloy

Grade | Mildsteel | Carbon | Pre-hardened steel, Hardened steel | gyoiniass
_ HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®!
KDG3013 @] © (@] O Q (o] 0O

/ﬁ_'_‘_ /_—w
Code key d Cutting pa@ Technical inf@ Non-standard customization tools

c6 C79-C80 | C87-C93 €94-C98

Cast iron

Cc27



<

Internal coolant

External coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Straight shank

'\
51407} = F-—-1 4
Ia
Iz I3
I
51407 L Hieenniing o
I3
Iz l4
I

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

3 |Exemal GD03-0870S 9 89 47 35 40 e
5 | coolant GD05-0870S 9 103 61 49 40 o)
3 | intemal GD03C-0870S 9 89 47 a5 40 o
5 | coolant GD05C-0870S 9 103 61 49 40 o)
87 | 3 rerma GD030870 | 10 | s | 47 | % | 40 .
5 | coolant GD05-0870 10 103 61 49 40 ™
= 3 GD03C-0870 10 89 47 35 40 ®
- | Internal
f:T _______ 5 ______ coolant GD05C-0870 10 103 61 49 “ |\ . ........
‘g. 8 GD08C-0870 10 142 95 83 40 o
(=]
@ 3 Extemal apesoerss | @ | % | 47 i . Q.
o 5 | coolant GD05-0875S 9 103 61 49 40 o
g SR — GD03C-0875S | 9 89 47 35 40 0
= | - coolant
5 : GDO05C-0875S 9 103 61 49 40 @)
& 875 [ Straight ... : et vl MAOK126 | -
_______ 3 | External GD03-0875 10 89 47 35 40 ™
5 | coolant GD05-0875 10 103 61 49 40 @
3 |intarnal GD03C-0875 10 89 47 35 40 ®
5 | coolant GDO05C-0875 10 103 61 49 40 ™
3 lowna| | GDOOSmOS | o | e | &7 | 35 | 40 o
5 | coolant GD05-0880S 9 103 61 49 40 o
3 it GD03C-0880S 9 89 47 35 40 0
5 | coolant GDO05C-0880S 9 103 61 49 40 6]
88 | 3 | External GD03-0880 10 89 47 35 o | 3/B-16UNC | o
5 | coolant GD05-0880 10 103 61 49 40 °
3 GD03C-0880 10 89 47 a5 40 ®
) el GD05C-0880 10 103 | 61 49 40 @
8 GDO08C-0880 10 142 95 83 40 ¢]

C28

@ Stock available

O Make-to-order



_______ 3 | External
5 coolant
_______ 3 | Internal
5 coolant
89 | ¢ 3 ______ External
5 coolant
3
5 Internal
______________ coolant
| External
coolant
Internal
coolant
°0 | 3 External
5 coolant
3
"""" 5 | Intemnal
______________ coolant
8
_______ 3 | External
5 coolant
9.1 3
5 Internal
_______________ coolant
8
3 External
5 coolant
9.2 3
5 Internal
...~ coolant
8
3 External
5 coolant
9.3 3
2777 Internal
5
....o.....| coolant
8

GD03-0890S 9 47 35
GD05-0890S o | 103 | 61 a9 o |
GD03C-08%0S | 9 | 89 | 47 35 40
GD05C-0890S | 9 | 103 | &1 | a9 o |
 GD03-08%0 | 10 | 89 | 47 35 40
_____ T B e e e
______ e e
GD05C-089 0 | 103 | e a9 40
______ e I p—
GD03-0900S o | s | 47 35 w© |
B R R DB
_____ e B B e s i
GDO5C-0900S o | 103 61 49 40
bl e e Sl B U
GD05-0900 0 | 103 | 61 | 49 | 40
GD03C-0900 10 8o | 47 35 a0
st comcome | | ws | @ | w | e
GD0BC-0900 10 | 142 | 9 83 40
e s st
______ g S S s =
GDO3C0910 | 10 | 89 | 47 35 40 '
 GD05C-0910 | 10 | 103 | &1 | 49 | 40
...... B e e e
GD03-0920 0 | s | 47 35 40
e e e S e e
LI —
______ T N
o B Bt Rt Bl 2.
GD03-0930 10 | s | 47 35 40
e B ot B e e e
L e e
GD05C-0930 10 | 103 | 61 a9 40
SR e s

il

(=]

e

o

=

| B

a
___________________ 2
L ] <]
w
® o
................... (D

[ ]

Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs.

@ Stock available

O Make-to-order

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Grade | wild steel C;g;?“ Fire-hardened stees, Hardened Steei || gisiness Castiron | Nodular | Aluminum | Copper mgig?;nt
_ HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®! il | e ] A ) ey
KDG3013 O © © O o (o] O
/—'_'_'_‘_
Code key d Cutting pa@ Technical inf@ Non-standard cuslomiza@
c6 C79-C80 (c87-C93 €94-C98

C29
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Internal coolant

GD series

GD series General machining

¢ DOEPeg—

External coolant

Straight shank

Straight shank

'\
51407} = F-—-1 4
Ia
Iz I3
I
51407 L Hieenniing o
I3
Iz l4
I

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

_______ 3 |External GD03-0935 10 89 47 35 40 e
5 | coolant GD05-0935 10 103 61 49 40 e
Q.35 |} I oottt L MA0X1.E [
3 | GDO03C-0935 10 89 47 35 a0 | T o |
5 | coolant GD05C-0935 10 103 61 49 40 °
3 |External ODESOMD | 0 | S | AT | R | oG .
5 | coolant GD05-0940 10 103 61 49 40 ™
9.4 3 GDO03C-0940 10 89 47 35 40 | 7/16-14UNC ®
_______________ o : .
______ 5 | coolant I hd
8 GD08C-0940 10 142 95 83 40 o
3 | External O OO Wl < P R LU )
5 | coolant GD05-0945 10 103 61 49 40
9.45 ; M10x1.25
_______ 3 | internal GDO03C-0945 10 89 47 35 40 _
5 | coolant GDO05C-0945 10 103 61 49 40 °
3 ______ External Straight GD03-0950 10 89 47 a5 40 [ ]
5 | coolant| shank | Gpps.0950 10 103 61 49 40 ®
9.5 3 GDO03C-0950 10 89 47 35 40 @
"""""""" Internal
_______ 5 | coolant GDO05C-0950 10 103 61 49 40 e
8 GDO08C-0950 10 142 95 83 40 !
_______ 3 |Exteral GD03-0960 10 89 47 a5 40 e
5 | coolant GDO05-0960 10 103 61 49 40 @
9.6 3 GD03C-0960 10 89 47 a5 40 M10%1 ®
______________ i
5 ______ coolant GD05C-0960 10 103 61 49 @ . .........
8 GD08C-0960 10 142 95 83 40 o
_______ 80| Extemal GD03-0970 10 89 47 35 40 ™
5 | coolant GD05-0970 10 103 61 49 40 °
9.7 3 GDO03C-0970 10 89 47 35 40 @
_ N, - . = .
_______ 5 |'ooart GD05C-0970 10 103 61 49 40 ™
8 GDO08C-0970 10 142 95 83 40 (@)

C30

@ Stock available

O Make-to-order



_____ 3 |Exteral ODOZ0880 | W0 | mR | A | 88 L oM |
coolant GD05-0980 10 \ 103 61 49 40 ®
GD03C-0980 10 89 47 35 40 ' °
tome

0

Internal ;
% | coolant | GDOSC-0980 | 10 | 103 | 61 | 49 | 40
8 GDO08C-0980 10 142 95 83 40

_______ 3 |External GD03-0990 10 | 89 a7 | 35 40 e
coolant GD05-0990 10 | 103 61 49 40 ®
GDO03C-0990 10 | 89 47 35 40 | 7/116-20UNF ™

Internal
coolant G DO 50-0 990 ________ 1 U ____________ 103 ............ 81 ______________ 49 _______________ 40 _______

[ ]
GD08C-0990 10 | 142 95 83 40 Q
External GD03-1000 10 89 | 47 35 40 °

coolant GD05-1000
D03C-100

9.9

10.0

| Internal
coolant

GDO08C-1000 10 | 142 95 83 40
Extaivial GD03-1010S 1 | 102 | 55 40 45

| oolent | ek | GDOs-totos | 11 | w8 | 71 | s | 4 | | | O
| Internal GDosc-ot0s | 41 | fo2 | 85 | 40 | 45 || O
coolant GD05C-1010S | 11 118 71 56 45 : o
s I gl e dend v ] _____ e s e B e e
5 | coolant GD05-1010 12 118 71 56 45
3

GD°3C—1010 ....... 1 2| ..... 102 ........... 55 .............. 40 .............. 45 .......................... . ........

Internal
5 Sl GDO05C-1010 12 118 71 56 . 45 i @
8 @]

GDOSC-1010 | 12 | 162 | 114 | 99 a5

© GD03-1020S 1| 102 | 55 40 45

w
o

=
{=:]
E

5=
a

coolant GD05-1020S 1 ] 118 71 56 45 :

o
(@)

| Internal _ O003C-40203 | 0z | 88 o s | Lo
| (o}
®

GD series

coolant GD05C-1020S 1 | 118 71 56 45

External GD03-1020 12 | 102 55 40 45

" coolant ~ GD05-1020 2 | ne | 71 56 a5 ®

GD03C-1020 | 12 | 102 | 55 40 45
5| coolant sl el s e .0 | N
8 GD08C-1020 12 162 114 88 45 O

Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order

10.2

o wlole olwl oo

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Heat
resistant
alloy

Nodular | Aluminum | Copper
cast iron alloy alloy

Grade | Mildsteel | Carbon | Pre-hardened steel, Hardened steel | gyoiniass
HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®!

. KDG3013 O © © O o o @]

/ﬁ_'_‘_ /_—w
Code key d Cutting pa@ Technical inf@ Non-standard customization tools

c6 C79-C80 | C87-C93 €94-C98

Cast iron

C31



<

External coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Internal coolant

Straight shank

'\
51407} S F-—-1 4
Ia
Iz I3
I
40T SRS s g
I3
Iz l4
I

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

_______ 3 |External GD03-1025S 1 102 55 40 45 (@)
5 | coolant GD05-1025S 1 18 71 56 45 o
3 linternal GD03C-10258 | 11 102 55 40 45 o
5 | coolant GD05C-1025S 1 118 71 56 45 o)
10.25 M12x1.75
3| Extema Goo3t025 | 1z | 102 | 55 | 40 | 4 .
5 | coolant GD05-1025 12 118 71 56 45 ™
m || 3 | internal GDO03C-1025 12 102 55 40 45 ®
= 5 coolant GD05C-1025 12 118 71 56 45 ®
= P L | T ey Y 1 | | | U | NI NI | DT T | E——
‘g. _______ 3 |Exteral GD03-1030S 1 102 55 40 s | ] o
& 5 |Conant GD05-1030S 11 18 | 71 56 45
o DS el GDO03C-1030S | 11 102 55 40 45
g 5 | coolant GD05C-1030S 11 118 71 56 45
g 10.3 3 Extemal Straight| GD03-1030 | 12 | 102 | 55 40 45 716-14UNC |
5 | coolant| shank | Gpgs.1030 12 118 71 56 45
3 GD03C-1030 12 102 55 40 45 @
_______________ T
....... 5 | coolant GD05C-1030 12 e L 96 43 .
8 GD08C-1030 12 162 14 99 45 (o)
3 lewera | GDotows | w1 | ez | s | 40 | e ||| o
5 | coolant GD05-1040S 1 118 71 56 45 0
_______ 3 | internal GD03C-1040S | 11 102 55 40 45 o)
5 | coolant GDO05C-1040S | 11 118 71 56 45 o)
104 3 |External GD03-1040 12 102 55 40 45 ™
S codart GD05-1040 12 18 | 71 56 45 ®
3 GD03C-1040 12 102 55 40 45 ®
Internal
_______ I oot GDO05C-1040 12 118 71 56 45 ®
8 GDO08C-1040 12 162 14 99 45 (o)

C32

@ Stock available

O Make-to-order



_______ 3 |External GDO03-10505

coolant GD05-1050S

_______________ Internal G[mc” 0_503 - ) | i 99 40 o
coolant GD05C-1050S 1o 18 71 56 45 O
GD03-1050 bl l 102 55 40 45 M12x1.5 | 7/16-20UNF [ ]
[ ]

105 W External

5 coolant ----.6005-1050 12 118 71 56 45

3 GD03C-1050 12 | 102 55 40 45
5

Internal
coolant GD05C-1050 12 118 71 56 45

8 GD08C-1050 12 | 162 | 114 99 45

o)
3| Extemal DO O . O . L ... O . O P NSRS ..
5 | coolant GD05-1060S | 11 | 118 | 71 56 45 o

intera GD03C-1060S " 102 55 40 45 _ s o
coolant GD05C-1060S 1| 118 71 56 45 (]

10.6 External

coolant GD05-1060
GD03C-1060

Internal

9 coolant GD050-1060
Straight |

shank

GD08C-1060
External GD03-10708

coolant GD05-1070S

Q
o GDo3C-10708 | 11 | 102 | 55 40 45 | 0

Sooiarg GD05C-1070S | 11 | 118 | 71 56 45 f o
External GD03-1070 12 | 102 | 55 40 a5 |
cooknt GD05-1070 12 118 71 56 45

GD03C1070 | 12 | 102 55 40 45 :
GD05C-1070 12 18 | 71 56 45

GD08C-1070 12 | 162 114 99 45 _ o)
GD03-10755 1 102 55 40 45

10.7

w
o

=
{=:]
E

5=
a

| Internal
_| coolant

® o
GD series

External
o GD05-1075S M 18 | 7 56 a5

Q

@]
GD03C-1075S | 11 | 102 | 55 40 45 ] o

@

|dntemal| 0 | CYRSRSRAEESSy | | oEe | e

3
5
3
5 i S 11‘118 g - 56 45
3
5
3

10.75 M12x1.25 |

External GD03-1075 12 | 102 55 40 45

coolant GD05-1075 12 } 118 71 56 45
_______________ Internal _GpDoC1o75 | 12 | 102 | S5 | 40 | 45

g | coolant GD05C-1075 12 | 18 | 7 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

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Heat
resistant
alloy

Grade | \ildsteel | Carbon | Pre-hardened steel, Hardened steel Notar | Akminun | copoer

cast iron alloy alloy

Stainless
HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®!

. KDG3013 O © © O o o @]

/ﬁ_ﬂ_ /_—w
Code key d Cutting pa@ Technical inf@ Non-standard customization tools

ce C79-C80 | C87-C93 C94-C98

Cast iron

C33
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Internal coolant

External coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Straight shank

'\
51407} S F-—-1 4
Ia
Iz I3
I
51407 e Hieenniing o
I3
Iz l4
I

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

_______ 3 | External GD03-1080S 1 102 55 40 45 e)
5 | coolant GD05-1080S 1 18 71 56 45 o
3 | s GDO03C-1080S | 11 102 55 40 45 o)
5 | coolant GDO05C-1080S 1 18 71 56 45 (@)
108 | 3 leona | GDOMMO | 2 | 0z | S5 | 40 | 45 | ¥2tauNC .
5 | coolant GD05-1080 12 118 71 56 45 ™
= 3 GD03C-1080 12 102 55 40 45 ®
B | e P I .5 00 WO - S | NN | .. S|
4 | | S || | cooscoso | iz | s | 71 | e | e || | -
5 8 GD08C-1080 12 162 114 99 45 o
(=]
@ 3 Extemal o s veg Lol e L O
o 5 | coolant GDO05-1090S 1 118 71 56 45 o)
o
s || L f—— GD03C-1090S | 11 102 55 40 45 e]
2 5 | coolant GDO05C-1090S 11 118 71 56 45 o)
_______________ —
109 | 3 Eyiemal shame | GD03-1090 12 102 | 55 40 45 °
5 | coolant GD05-1090 12 118 71 56 45 ®
3 GD03C-1090 12 102 55 40 45 @
"""""""" Internal
_______ 5 | cootant GDO05C-1090 12 118 71 56 45 e
8 GDO08C-1090 12 162 114 99 45 O
_______ 3 | Extemal GD03-1100S 1 102 55 40 45 o
5 | coolant GD05-1100S 1 118 71 56 45 (o)
_______ > |mema| | Gooscttoos | w |tz | s | 40 | o4 ||| o
5 | coolant GDO05C-1100S | 11 118 71 56 45 o
M0 | 3 exema| | GOOIMO | 12 | 102 | &5 | 40 | 45 .
5 | coolant GD05-1100 12 118 71 56 45 ®
3 GD03C-1100 12 102 55 40 45 ®
"""""""" Internal il
O Cooiant GDOSC-1100 | 12 | 118 71 56 45 °
8 GD08C-1100 12 162 114 99 45 o)

C34

@ Stock available O Make-to-order




3 | eternal GD03-1110 12 102 55 | 40 45
coolant GD05-1110 12 118 71 56 45
GD03C-1110 12 | 102 55 40 45

B

[ ]

@

o GDOSC-1110 | 12 | 118 | 71 56 45 _ | e
GBERCIS L1z | 110 e e e

@

@

@

5 ... coolant Sl e Lk I
8 GD08C-1110 12 ] 162 114 99 45

External

coolant GD05-1120 12 | 118 71 56 45
GD03C-112 12 102 | 55 40 45

Internal
S coolart GD05C-1120 12 | 118 71 56 45

[ ]
GDO08C-1120 12 . 162 114 ag 45 Q
GD03-1125 2 | 102 | s 40 45 °

External
coolant

®
11.25 | M12x1.75 |-
Internal ot

coolant

3 |External GD03-1130
5 | coolant | aight| GD05-1130

13 | 3 shank | GD03C-1130 2 | 102 | 5 40 45 °
______________ Fienai |
2| coolant o . A O . A .
8 GD0BC-1130 12

3 External GD03-1135 12 102 | 55 40 45
g | coolant GD05-1135 12 ‘ 18 | 71 56 45
)

.. L | M12x1.5

®
®
Internal SRESS 80 | T L TB L8R L R o
®
[ ]

Gookt GD05C-1135 12 ] 118 71 56 45

w
o

=
{=:]
E

5=
a

External GD03-1140 12 102 55 40 45 .

soclart GD05-1140 12 | 18 | 7 56 45
GD03C-1140 12 102 | 55 40 a5

GDO05C-1140 12 | 118 71 56 45 °

GD series

| Internal
.| coolant

GD08C-1140 12 162 114 99 45

9]
External GD03-1145 12 | 102 55 40 45 ®
[ ]

coolant GD05-1145 12 118 71 56 45
. e e b b e e VRN 1L | O - S | e N, | MA2%4.25  |-rmmsrensmsseanas
W GD03C-1145 12 | 102 55 40 45

oy i " i o . — i
Note: For drilling depth (I/d) of 8 ,namely GDOB8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order

11.45

wlioniw ol wialiewia

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Heat
resistant
alloy

Grade | \ildsteel | Carbon | Pre-hardened steel, Hardened steel Notar | Akminun | copoer

cast iron alloy alloy

Stainless
HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®!

. KDG3013 O © © O o o @]

/ﬁ_'_‘_ /_—w
Code key d Cutting pa@ Technical inf@ Non-standard customization tools

c6 C79-C80 | C87-C93 €94-C98

Cast iron

C35
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Internal coolant

External coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Straight shank

'\
51407} = F-—-1 4
Ia
Iz I3
I
514070 Sl e |
I3
Iz l4
I

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

_______ 3 | External GD03-1150 12 102 55 40 45 ™
5 | coolant GD05-1150 12 18 71 56 45 e
11.5 3 GD03C-1150 12 102 55 40 45 | 1/2-20UNF ®
s |oBre GD05C-1150 12 18 | 71 56 45 °
8 GD08C-1150 12 162 114 99 45 o
_______ 3 | Extomal GD03-1160 12 102 55 40 45 °
= 5 | coolant GDO05-1160 12 118 71 56 45 ®
E 11.6 3 GD03C-1160 12 102 55 40 45 @
3 | I PR (T I PSSR PP RO SRR TS ST PUUOPSTDSRT SOTPY RS
0w Internal
3 | | o e GDO05C-1160 12 18 71 56 45 @
& 8 GDO08C-1160 12 162 114 99 45 o
o 8 edemal GD03-1170 12 102 55 40 45 ®
g 5 | coolant GD05-1170 12 118 71 56 45 °
2 11.7 3 GD03C-1170 12 102 55 40 45 ®
5 L'L‘glr::: GDO05C-1170 12 118 71 56 45 ™
8 Straight| GDO8C-1170 12 162 114 99 45 6]
3 |extemall ™™ | GDO03-1180 12 102 | 55 40 45 ®
5 | coolant GD05-1180 12 118 71 56 45 ™
11.8 3 GD03C-1180 12 102 55 40 45 1/2-13UNC ®
5 L“;glr::: GDO05C-1180 12 118 71 56 45 @
8 GD08C-1180 12 162 114 99 45 0
3 lewema | G0 | w2 | | s | w0 | e | .
5 | coolant GD05-1190 12 118 71 56 45 ™
11.9 3 GD03C-1190 12 102 55 40 45 ®
5 L“;glr::t' GD05C-1190 12 118 71 56 45 ®
8 GD08C-1190 12 162 114 99 45 0
3 |ewna | GOS0 | 2 |tz | S5 | 40 | 45 .
5 | coolant GD05-1200 12 118 71 56 45 @
12.0 3 GD03C-1200 12 102 55 40 45 M14x2 ®
_______________ Fiienal
5 | coolant el s B D I ) IGTD  c  F >
8 GD08C-1200 12 162 114 99 45 o)

C36

@ Stock available

O Make-to-order



7| [— GD03-1210

5 coolant GD05-1210 .
121 Jos e | 1/2-20UNF
3 Internal GDQ30-1 210 1 | e 2 = e .

coolant GDO05C-1210 14 124 77 60 45
GD03-1220 14 l 107 60 43 45

______________ External

™
®
5 | coolant GD05-1220 14 124 77 60 45 ™
12.2 ................................................................................................................... N A e | N gﬁﬁ-‘izUNC Y P
. [— GD03C-1220 14 | 107 60 43 45 ®
5 ™

coolant GD05C-1220 14 124 77 60 45

External GD03-1225 14 | 107 60 43 45 @

1225 5 | coolant GD05-1225 14 | 124 77 60 45 | ®
' idberd GD03C-1225 | 14 | 107 | 60 43 45 ®

coolant

| External
coolant

123

Internal
coolant

> |edoral | D080 | 4 | o7 | e | 43 | 45 .

coolant | Straight |- 3
____5 ...... | shank GLIS 1259...

12.5 3 GD03C-1250
_______________ Internal
Bi | ociant GD05C-1250
8 GD08C-1250 14 ‘ 178 133 116 45
_______________ External O s D 000 L LR OO P . WL IRPROI oo e, 00,
Gookt GD05-1270 14 ] 124 77 60 45 _
GD03C-1270 14 107 60 43 45
GDO05C-1270 14 | 124 77 60 45
GDO08C-1270 14 178 133 116 45

w
o

=
{=:]
E

5=
a

12.7
| Internal
_| coolant

[ON |
GD series

3 |Extemal GDO3d275 | 4 | 107 | 60 | 43 | 45 | | | .
5 | coolant GD05-1275 14 124 77 60 45
3 GD03C-1275 14 | 107 60 43 45

e
12.75
_____________ Internal : U S
5 [Shalant GD05C-1275 14 | 124 | 77 60 45 _ °
: @
®

External casotedan L e || e e A ]
coolant GD05-1280 14 | 124 77 60 45

GD03C-1280 14 } 107 60 43 45
Internal
_______________ coolant _GDosC-1280 | 14 | 124 | 77 | € | 48 | 0 | | e

8 GD08C-1280 14 | 178 133 116 45 | (@]
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order

3

5
12.8 3

5

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Heat
resistant
alloy

Grade | \ildsteel | Carbon | Pre-hardened steel, Hardened steel Notar | Akminun | copoer

cast iron alloy alloy

Stainless
HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®!

. KDG3013 O © © O o o @]

/ﬁ_ﬂ_ /_—w
Code key d Cutting pa@ Technical inf@ Non-standard customization tools

ce C79-C80 | C87-C93 C94-C98

Cast iron

C37



s8uas a9

o
=
5
@
o
8
=3
w

<

Internal coolant

External coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Straight shank

'\
51407} = F-—-1 4
Ia
Iz I3
I
51407 L Hieenniing o
I3
Iz l4
I

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

_______ 3 | External GD03-1290 14 107 60 43 45 ™
5 | coolant GD05-1290 14 124 77 60 45 e
12.9 ................ ] | (S IS S | N —— 9;16‘18UNF I—
3 | s GD03C-1290 14 107 60 43 45 ™
5 | coolant GD05C-1290 14 124 77 60 45 °
3 |External ODE1590 ol B L IO 48 *
5 | coolant GD05-1300 14 124 77 60 45 L
13.0 3 GDO03C-1300 14 107 60 43 45 @
_______________ o Al .
______ 5 | coolant A R e A
8 GD08C-1300 14 178 133 116 45 o
3 | External o 10 el ool O N . 0 BN W )
5. |cRelst GD05-1310 14 124 | 77 60 45
134 M14x2
_______ L f—— GD03C-1310 14 107 60 43 45 _
coolant
_______ 5 | coolant | ight| GDOSC-1310 | 14 124 | 77 80 45 e
3 |exemal shank | Gp3-1335 14 107 60 43 s | o
13,35 5 | coolant GD05-1335 14 124 77 60 45 M14x1.5 ®
T 3 |intemal GD03C-1335 14 107 60 43 s 916-12UNC| @ |
5 | coolant GD05C-1335 14 124 77 60 45 ™
3 | External She e L O R - L . W 9.
5 | coolant GD05-1350 14 124 77 60 45 ®
135 3 GD03C-1350 14 107 60 43 45 | 5/8-11UNC ®
Internal
_______ 5 | coolant B L e OB O PO .. OO -
8 GD08C-1350 14 178 133 116 45 o
3 External CROR436R | 14 | 107 | &0 e | .
5 | coolant GD05-1365 14 124 77 60 45 ®
L E - B e e I e e e s Ll i 9/16-1BUNF ||
_______ 3 | intemal GD03C-1365 14 107 60 | 43 45 e
5 | coolant GDO05C-1365 14 124 77 60 45 °

C38

@ Stock available

O Make-to-order



_____ 3 |Exteral _ODORAZSR0 | M L W L B8 | 4 L |
i@ 5 coolant GD05-1380 14 \124 77 80 45 ®
’ 3 | GD03C-1380 14 107 60 43 45 e
°®

°®

coolant GD05C-1380 14 | 124 | 77 60 45
External GD03-1400 14 | 107 | 60 43 45

s | coolant GD05-1400 14| 124 77 60 45 °
3 GD03C-1400 14 | 107 60 43 45 M16x2 ®
Internal |

e GDOSC-1400 | 14 | 124 | 77 60 45 o

GD08C-1400 14 178 133 116 45

8 o
3 |Exteral GDO3-1425 | 16 | 115 | 65 | 45 | 48 | @
5 | coolant GD05-1425 16 133 83 63 48 ®
14.25 ............. P T

_| Internal
coolant

14.0

External |
coolant GD05-1430 16 133 83 63 48

triirial GD03C-1430 16 | 115 | 65 45 48

coolant GDO05C-1430 16 | 133 83 63 48 °
Extemal Straight| GD03-1450 | 16 | 15 | &5 | 45 =0 -
™

ek b 0 O o
.................................................................................................................. T PP PO S LT U e M16x1-5 o e i T o e i
GD03C-1450 16 ] °
5/8-18UNF
®

GD05C-1450 16 133 83 63 48

G D080—1450 16 | 204 152 132 48 | O

External GD03-1475 16 115 65 45 48

3
5 | coolant GD05-1475 16 ‘ 133 83 63 a8
14-75 ot R e D el L e
3
5

5
143
3

14.5
Internal
.| coolant

w
o

=
{=:]
E

5=
a

| Internal e LI LI =

GD series

coolant GDO05C-1475 16 ] 133 83 63 48 :

]

]
o 6003.1430 15115 pr = 45 43 TURPSSSRRIETCONS] SUMISICOICRREI . .

[ ]

coolant GD05-1480 16 | 133 83 63 48

3
5

14.8 3 GD03C-1480 16 115 65 45 48 | 5/8-11UNC
5

i |nte|'na| IR o i AT RL e e AL R, Bt o RO PR ke SR PO it Pt it i s -~ e S
coolant GDO5C-1480 | 16 | 133 | 88 | 63 a8 o

GD08C-1480 16 204 152 132 48
External GD03-1500 16 | 115 65 45 48

coolant GD05-1500 16 133 83 63 48
GD03C-1500 16 ‘ 115 65 45 48

_______________ —
% | coolant IR o0 L AN L VO O .. O .. N, W ®
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

15.0

Lo

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Heat
resistant
alloy

Grade | \ildsteel | Carbon | Pre-hardened steel, Hardened steel Notar | Akminun | copoer

cast iron alloy alloy

Stainless
HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®!

. KDG3013 O © © O o o @]

/ﬁ_'_‘_ /_—w
Code key d Cutting pa@ Technical inf@ Non-standard customization tools

c6 C79-C80 | C87-C93 €94-C98

Cast iron

C39
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Internal coolant

External coolant

GD series

GD series General machining

¢ DOEPeg—

Straight shank

Straight shank

'\
51407} S F-—-1 4
Ia
Iz I3
I
51407 e Hieenniing o
I3
Iz l4
I

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

_______ 3 |External GD03-1510 16 115 65 45 48 e
5 | coolant GDO05-1510 16 133 83 63 48 e
f54 | [— epmmrememmee] | T —— . ..o NETERD: | (——
3 | s GD03C-1510 16 115 65 45 a8 | T o |
5 | coolant GD05C-1510 16 133 83 63 48 °
3 |External ODE12 oo O 2 B 8 .
5 | coolant GD05-1525 16 133 83 63 48 ™
15.25 | 1 BIBABUNF [
_______ S wema | GDOCAszs | 6 | s | es | 45 | 48 e
5 coolant GDO05C-1525 16 133 83 63 48
_______ 3 |External GD03-1535 16 15 65 45 48
5 | coolant GDO05-1535 16 133 83 63 48
15.35 A | I I T SR A PO AR B la B M16x1.5
5 | GD03C-1535 16 15 65 45 48
5 | coolant GDO05C-1535 16 133 83 63 48
_______ 3 . |Extomal|Straignt| GD034880 | 16 | 115 | @5 o L B N ..
5 | coolant| shank | Gpgs.1550 16 133 83 63 48 ™
15.5 3 GD03C-1550 16 115 65 45 48 M18x2.5 ®
_______ S oot GDO05C-1550 16 133 83 63 48 @
8 GD08C-1550 16 204 152 132 48 O
g — Goostsso | te | ws | e | e | .
o 5 | coolant GD05-1580 16 133 83 63 48 ®
- GD03C-1580 16 115 65 45 48 °
5 | coolant GDO05C-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 GDO03C-1600 16 115 65 45 48 M18x2 ®
Internal
_______ 5/ | oot GD05C-1600 16 133 8 | 63 48 °
8 GDO08C-1600 16 204 152 132 48 (o)

C40

@ Stock available

O Make-to-order



_____ 3 |Exteral _OROIES0 | e | tes | T | 8L L A8 |
coolant GD05-1650 18 \ 143 93 71 48 ®
GD03C-1650 18 | 123 73 51 48 3/4-10UNC | ®
tome

0

16.5

Internal ;
% | coolant _GDosc-eso | 8 | 43 | o3 | 71 | 48
8 GDO08C-1650 18 223 171 149 48

3 | External GD03-1675 18 | 123 73 | & 8 e
coolant GDO05-1675 % | 143 = = g .
Internal GDO3C-1675 | 18 | 123 | 73 &1 P .

coolant GD05C-1675 18 143 93 71 48

[ ]

| External GDO3-680 | 18 | 128 | 73 | s | 48 | o
coolant GD05-1680 18 143 93 71 48 ™

168 |liiaeiii iy e R e R s T b e L T e S sl MTBRZS  hibss

_| Internal
coolant

5
16.75
3

D05C-1

External

coolant GD05-1700 18 | 143 93 71 48
GD03C-1700 18 | 123 73 51 48

5 | GDosc-700 | 18 | 143 | 3 | 71 | 48 | @
8 | Staignt| GDOBC-A700 | 18 | 228 | 171 | 149 | 48 | | O
3 |external| "™ | GDO03-1750 18 | 123 | 73 51 a8 ' ®

_______________ e L R R

5 ®
M20x2.5
17.5 3 GD03C-1750 18 123 73 51 48 [ ]
5

17.0

- el sl | T N N1 ) . - S e BIAABUNF  |-eeeeerm oo e
Internal
coolant GD05C-1750 18 | 143 93 71 48 °

GD08C-1750 18 223 171 149 48
— GD03-1780 18 | 123 | 73 51 48

8
3

5 | coolant  GD05-1780 18 | 143 93 7 48
5

w
o

=
{=:]
E

5=
a

17.8

GD series

GDO03C-1780 18 l 123 73 51 48 |

®
coolant GD05C-1780 18 143 93 71 48 ™
: ®
™

External GD03-1790 18 ! 123 73 51 48

3
e 5 | coolant GD05-1790 18 143 93 71 48
’ 3

= RS L b S R e e DR e e D S I FEa N SN O R ARt L Nl UMK BN S i 3!4_10UNC ...................
il GD03C-1790 18 | 123 73 51 48 °

coolant GD05C-1790 18 143 93 71 48
Extenal GD03-1800 18 | 128 | 73 51 48

coolant GD05-1800 18 143 93 71 48
GD03C-1800 18 ‘ 123 73 51 48 M20x2

Internal I
| coolant GDOSSAB0 | 1o L T 2 {1 S NSO ... S

— e 1s|223 S e =
Note: For drilling depth (I/d) of 8 ,namely GDOBC series, tolerance of shank diameter is hs. @ Stock available O Make-to-order

18.0

Lo

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Heat
resistant
alloy

Nodular | Aluminum | Copper
cast iron alloy alloy

Grade | Mildsteel | Carbon | Pre-hardened steel, Hardened steel | gyoiniass
HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®!

. KDG3013 O © © O o o @]

/ﬁ_'_‘_ /_—w
Code key d Cutting pa@ Technical inf@ Non-standard customization tools

c6 C79-C80 | C87-C93 €94-C98

Cast iron
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Internal coolant

GD series

GD series General machining

¢ DOEPeg—

External coolant

Straight shank

Straight shank

'\
51407} S F-—-1 4
Ia
Iz I3
I
51407 ST e |
I3
Iz l4
I

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

_______ 3 |External GD03-1830 20 131 79 55 50 e
5 | coolant GD05-1830 20 153 101 77 50 e
18.3 ................ S I | e D B ] e 3’4_1BUNF ...................
3 | s GD03C-1830 20 131 79 55 so | || o |
5 | coolant GDO05C-1830 20 153 101 77 50 °
3 |External ‘ODES=1050 oo | 484 | A e || a0 *
i 5 | coolant GD05-1850 20 153 101 77 50 ™
S ntemal| | GDosC-1850 | 20 | 13 | 79 | 8 | s0 | | °
5 coolant GDO05C-1850 20 153 101 77 50 @
_______ 3 |Exteral GD03-1880 20 131 79 55 50 e
5 | coolant GDO05-1880 20 153 101 77 50 ®
18.8 T e [ k G e e e w R e iR e M20x2.5 ST
_____ SR P GD03C-1880 20 131 79 55 50 ™
5 | coolant GDO05C-1880 20 153 101 77 50
_______ 3 Extemal _GDM900 | 2R | 1Rt | 7R o8 5 . -
coolant
- 5 Straight|  GD05-1900 20 153 101 77 50 ™
N shank
3 | internal _GRO3C-1800. | 20 | t9) | 78 | &6 ) 80 .
5 | coolant GDO05C-1900 20 153 101 77 50 @
_______ 3 |External GD03-1950 20 131 79 55 50 e
105 5 | coolant GD05-1950 20 153 101 77 50 M22x2.5 ®
T 3 | intemal GD03C-1950 20 131 79 55 s0 | 7BOUNC °
5 | coolant GD05C-1950 20 153 101 77 50 °®
______ 3 Extemal B o O O . 0 OO O, o Lo
— 5 | coolant GD05-1980 20 153 101 77 50 ™
3 lmtenal| | GDosc-1980 | 20 | e | S ] 55 1. e R I N, s |
5 | coolant GDO05C-1980 20 153 101 77 50 ™
_______ 3 |External GD03-2000 20 131 79 55 50 ®
5 | coolant GD05-2000 20 153 101 77 50 e
20.0 L e . - . . M22%2 o
_______ 3 | internal GD03C-2000 20 131 79 55 50 ™
5 | coolant GDO05C-2000 20 153 101 77 50 ®

C42

@ Stock available

O Make-to-order



3 External GD03-2040 20 141 86 60 50 Q

coolant GD05-2040 20 | 167 112 85 50
— GD03C-2040 | 20 | 141 | 86 60 50
_______________ gl i s B P ey R s
- EXter_r_]a[ Qe e ea e ey E | ——
5 | coolant GD05-2050 20 | 167 112 85 so | | | o

20.5 [Tl intemal ST 5 | T 86 ............ 5 . i |

o}
coolant GD05C-2050 20 ‘ 167 | 112 85 50 o

5
204
3

_______________ External
coolant GD05-2100 20 ‘ 167 112 85 50

Internal GD03C-2100 20 141 86 60 50

coolant GD05C-2100 20 | 167 | 12 85 50
D03-214

Q
21.0 M24x%3 7/8-9UNC | O .

| External
coolant

21'4 ..... i e S et TI8-1AUNF  |--mmemies

—_— GD03C-2140 20 | 141 86 60 50
coolant GD05C-2140 20 | 167 | 112 85 50

External GD03-2150 20 _ 141 86 60 50 0]
|| S E T
internal | 5" | GD03C-2150 | 20 | 141 | 86 60 50 : o
fidend I ™ oot | e U e

External GD03-2200 20 141 86 60 50

coolant GD05-2200 20 | 167 12 85 50 o
22.0 PSR St N e g o R o e S L R e, M24x2 ............................................
T GD03C-2200 20 141 86 60 50

coolant GD0sC-2200 | 20 | 167 | 112 | 85 50

21.5

w
o

=
{=:]
E

5=
a

BN GD03-2225 25 | 153 95 65 56 o
coolant GD05-2225 25 ] 184 126 98 56 Q

= e g A e e A e e N AR AL LU P Sy B R 1_3UNC ROACHIRIOCU, * - 0 ) - 2 L

Internal GD03C-2225 25 153 95 65 56 o]

O

0

GD series

22.25

coolant GDO05C-2225 25 | 184 126 98 56

External GD03-2250 25 | 153 95 65 56 |

coolant GD05-2250 25 | 184 | 126 98 56 o

| Internal panmecaatt, L st e L Lol e
coolant GD05C-2250 25 | 184 | 126 98 56

225

External GD03-2300 25 153 95 65 56

_— saolqut GD05-2300 25 | 184 | 126 g8 56
) Internal GD03C-2300 | 25 | 153 | 95 85 56 o

G 2eoiar GDO05C-2300 25 | 184 | 126 98 56 o]
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order

Lo

pZ> Applicable material table ©Very suitable OSuitable

Workpiece material

Heat
resistant
alloy

Grade | \ildsteel | Carbon | Pre-hardened steel, Hardened steel Notar | Akminun | copoer

cast iron alloy alloy

Stainless
HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®!

. KDG3013 O © © O o o @]

/ﬁ_'_‘_ /_—w
Code key d Cutting pa@ Technical inf@ Non-standard customization tools

c6 C79-C80 | C87-C93 €94-C98

Cast iron

C43



GD series
- - -
GD series General machining ~
: 51407} - 2 H-—— 4
1 e — e
lz ls m)
External coolant Straight shank _ I1 il
F 5 B4 PSS S [ ennd
T T T Iz
Internal coolant Straight shank l2 : la
il

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

______ 3 | External _1GBAo-e825 =B | W8 | B8 | | S I N
5 | coolant GD05-2325 25 ‘ 184 126 98 56 o
23[25 el ... . SRRSO | SIS SO | | RS | BESE S 1-12UNF ———
_______ 3 | internal GD03C-2325 25 | 153 95 65 56 | o
5 | coolant GDO5C2326 | 25 | 184 | 126 98 56 o
3 |edemal GD03-2350 25 | 189 95 65 56 o
255 5 | coolant GD05-2350 25 | 184 | 126 98 56 o)
o 3| intemal _'GDOSC-2360, | 28 | N | SE | B8 | 88| el S
£ 5 | coolant GDO05C-2350 25 ] 184 126 98 56 o
= 3 __|Extemal GD03-2400 o LI LB L 25 o S I .-
(=]
& 5 | coolant o aight| GD05-2400 25 ‘ 184 | 126 98 56 0
- 24.0 i o M27x3 1-8UNC
o | L 3 | nternal GDO03C-2400 25 | 18 95 65 s | | | o
= 5 | coolant GD05C-2400 25 | 184 | 126 98 56 e]
I X i il e L AR R e S s :
=
& 3 Extenal JGbMassh | 25 ) R | 85 | R ) 88 i L2
5 | coolant GD05-2450 25 \ 184 | 126 98 56 o)
4.8 | = e I 1-12UNF e
3 | intemal . QURSE 2460 5. ) W8 | 88 i . oa— L
S| et GD05C-2450 25 ] 184 126 98 56 o
______ 3 __|External oo T O A O O O - L=
250 5 | coolant GDO05-2500 25 | 184 | 126 98 56 M27%2 o
______ 3 | Intemal _OD036-260 AN T T T | N .
§ | coolant GDO05C-2500 25 | 184 126 98 56 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 ©Very suitable OSuitable
Workpiece material
Grade | wild steel C;;be?‘“ Fire-hardened stees, Hardened Steei || gisiness Castiron | Nodular | Aluminum | Copper r&:'ig?;nt
_ HB<180 | lioy steel | ~40HRC | ~50HRC | ~60HRC | S°®! il | e ] A ) ey
KDG3013| O (o] © o} Q o @
Code@ Cutting pa%t_e—rg Technical inf@n Non-standard customiza@
cé C79-C80 C87-C93 C94-C98

C44




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

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

Unique cutting edge
design, good chip
breaking capability

even for sticky, softer
materials, high versatility.

1588SL scries

deep hole twist drills {/

!

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

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




Work piece: crank shaft
- Work piece material: 40Cr )
; Machining area: inclined oil hole S
Tool type: 15885L20C-0690/KDG303
Cutting parameters: Ve =80~120m/min

Work piece: cylinder

Work material: HT300

Machined area: crank shaft joint surface drilling
£.=0.2~0.4mmi/r Drilling depth: 30mm

Cooling system: Water soluble liquid Tool type: 1588SL12C-0850/KDG303

Drilling depth: 105mm Recommend parameters: Vc=80m/min fr=0.2mm/r

Cooling system: water-soluble liquid

Comparison of tool life(number of machined holes)

2500
15885L Product of

2000
‘ company A
! 1500 RO
| 1000
E 500
| 0

:I-Gﬁmp'arison of tool life(tool wear)

Cutting speed (m/min)

Feed rate per revolution/(mmi/r)

Good chip breaking capability and stable machining

with different cutting speed and feed rate. -' 1588SL(regular wear) Product of
company A(falling)

C46



4000
3500
3000
2500
2000
1500
1000

500

-500
-1000

{O Stable machining precision

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

Cutting force of 1588SL N Cutting force of Product of company A
4000
3500
3000 -
— Fy (MU} 2500 i — Fy (M.U.)
2000 IM% .
— Fx (M.U.) 1500 : I.,%I I — Fx (M.U.)
RsNisniaery iy 1000{ -
f - — Fz (M.U.) 500 _ _ — Fz (M.U.)
0 _*q,—-:
-500
2 4 6 8 10 12 14 L TR T 6 8 10 12 14
Time (s) Time (s)

Comparison of Machined Hole's Acc

[
50 270
X x
27000
| 1 10.0um{X1000) - 180.0°
180" -y
1588SL

Workpiece: Die

Machined materials: 738H

Machined area: Hole of sidewall

Drilling depth: 70mm

Tool type: 1588SL12C-0600/KDG303

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

Cooling system: Water-soluble liquid | —10.0um(Xx1000)
180° ¥

2700
+X

Product of company A
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Straight shank

Internal coolant

SL series

) SL series Deep-hole machining

Is
[

3.0

3.1

3.4

35

3.6

3.7

3.8

4.1

1588SL12C-0300

1588SL20C-0380
-15335|_30c 0330_-"
3 15335[_120 nagu" S e st e e
- 15333|_20c 0350
15838L3[)C-039I]. .

1588SL20C-0300
1588SL30C-0300

1588SL12C-0310

1588SL20C-0310 ‘

1588SL30C-0310
1588SL12C-0320

1588SL30C-0330

15885L12C-0340
1588SL20C-0340

|16888L30C-0340] 6

1588SL12C-0350

15885L20C-0350 _
1588SL30C-0350

15885L20C-0360

1588SL30C-0360

1588SL12C-0370
1588SL20C-0370

1588SL30C-0370
1588SL12C-0380

1588SL.20C-0400

1588SL12C-0410

1588SL20C-0410

1588SL30C-0410

o

£ 15833{_20{: 0320__. Side Sl
1588SL30C-0320

158335_300 0400

.1ssas|_zoc .0420
[1ssssuoc 0420

___'l1sssSLzoc 0430

115885L30C- 0430
mpsassuzc 0440
11588S5L20C- 0440
mpsaasuoc 0440

MI‘ISSBSLZUC 0450
|15885L30C-0450

~ |1588SL12C-0430

115885L12C- 0450

o oo =

6 102
[ 5 ......... 192
______ a ). 102

6 148
e 5 ......... 192

6

|1688SL.20C-0460

 |1588SL12C-0460) 6 102

| 1 588SL12C-0470

_...I?E?‘??':.'.?_c:‘_’_“_‘?‘.’.
115885L.20C-0480

1588SL30C-0480
~ 11588SL12C- 0490

m‘1saasuzc 0500
11588SL20C- 0500
”'[15333Lscc 0500
115885L12C-0510

1588SL20C-0510

2 |1588S|

) |15335LGc 0470
I15883L300 0470

: '\1ssssmoc 0490 6
11588SL30C- 0490

1 588SL30C-0510

6
6 |158 | 118 | 106
""" 6 | 208 |168| 156
6 |16| 78| 72
______ S B
6 228|188 | 170

140
96._. |

- 15885L.20C-0520
____{15a35Lanc-nszn
 1588SL12C-0530

30 |1588SL30C-0530

oo o

C48



12 |1588SL12C-0540, 6 | 116
54 | 20 |1588SL20C-0540| 6 | 168
30 [1588SL30C-0540 6 | 228
12 |1588SL12C-0550, 6 | 116
55 | 20 |1588SL20C-0550| 6 | 168
30 1588SL30C-0550 6 | 228
12 [1588SL12C-0560| 6 | 116
56 | 20 |1588SL20C-0560 6 | 180
30 |1588SL30C-0560 6 | 240
| 12 |1s88sL12c-0570, 6 | 116
57 | 20 |1588SL20C-0570| 6 | 180
30 |1588SL30C-0570| 6 | 240

12 | 1588SL12C-0580

58 | 20 |1588SL20C-0580
30 1588SL30C-0580 6 | 240
12 [1588SL12C-0590| 6 | 116 |
59 | 20 |1588SL20C-0590| 6 | 180 |
30 |1588SL30C-0590| 6 | 240 |
12 [1588SL12C-0600 6 | 116
60 | 20 |1588SL20C-0600 6 | 180
30 |1588SL30C-0600| 6 | 240
12 |1588SL12C-0610, 8 | 131
61 | 20 |1588SL20C-0610| 8 | 192
30 |1588SL30C-0610| 8 | 260
12 |1588SL12C-0620 8 | 131
62 | 20 |1588SL20C-0620| 8 | 192
30 |1588SL30C-0620 8 | 260
12 |1588SL12C-0630| 8 | 131
63 | 20 |1588SL20C-0630] & | 192
30 |1588SL30C-0630] 8 | 260
12 1588SL12C-0640) 8 | 131
64 | 20 |1588SL20C-0640| 8 | 192
30 1588SL30C-0640 8 | 260
12 |1588SL12C-0650 8 | 131
65 | 20 |1588SL20C-0650| 8 | 192
30 |1588SL30C-0650, 8 | 260

78 T2 36
128| 116 | 36
188 | 170 | 36
78| 72 | 3
128 | 116 | 36
188 | 170 | 36
e o
140 | 126 | 36
200| 182 | 36
e
140 | 126 | 36
200| 182 | 36

200| 182 | 36
IR
140| 126 | 36
200| 182 | 36
e M
140 | 126 | 36
200 182 | 36
03 | 84 | 36
150 | 132 | 36
220| 202 | 36
e
i i
220 202 |3
S o
150 | 132 | 36
220| 202 | 36
93 | 84 | 36
e e
220| 202 | 36
S B e
150 | 132 | 36
220 202 | 36

di
12D(m7)

20300

6.6

6.7

7.0

T3

7.2

7.3

7.4

7.5

Driling

Type
(ird)

12 |1588SL12C-0660 8 131 | 93 | 84 | 36
20 (1588SL20C-0660| 8 202 162 | 144 | 36
"56'”'|15333L30c 0660| 8 | 272|232 | 214 | 36

12 1588SL12C-0670 8 131| 93 | 84 36
"'éiim|15335L20c 0670, 8 | 202|162 | 144 | 36
30 1588SL30C-0670 8 272 232 214 | 36
(12 1smsiizcoes0 s | 131|o3 | w4 |6
20 1588SL20C-0680 8 202 162 144 36
30 1588SL30C-0680| 8 | 272 |232| 214 | 36
12 1588SL12C-0690 8 131| 93 | 84 | 36
20 {15335LGc 0690, 8 | 202|162 | 144 | 36
30 |1588SL30C-0690 8 | 272 | 232 | 214 | 36
.__..1.?_...l.‘.’.????.':.‘.??.‘.‘_’f?.‘.’. O |
20 [1588SL20C-07000 8 202 | 162 | 144

__________ 30 1588SL30C-0700 & 272 232 214 | 36

12 |1588SL12C-0710, 8 146 108 | 96 | 36
20 ssssizocorio] s 213 173 155 | 36
30 1588SL30C-0710 8 200 | 250 232 | 36
""15""|15335L12c 0720, 8 146 108| 9 | 36
20 |1588SL20C.0720 8 | 213 |173| 155 | 36
mé'rim|i'éééé'l'.'édi:"ﬁ?'éb """ 8 |200 250 | 232 | 36

12 |1588SL12C-0730) 8 146 | 108 96 | 36
"_'é'ri':'_'psaisSLzoc 0730| 8 |213[173| 155 |36
30 1588SL30C-0730 8 290 | 250 232 | 36
12 1588SL12C0740 8 145 108 96 | %6
20 |1588SL20C-0740) 8 213|173 | 155 | 36
|30 1588SL30C-0740 8 | 200 250 | 232 | 36
12 |1588SL12C-0750, 8 146|108 96 | 36
20 '|15835LGc-0750 8 |213|173| 155 | 36
30 |1588SL30C-0750| 8 | 290 | 250 | 232 | 36

12 \1ssssuzc 0760 8 146 108 9 | 36
20 |1588SL20C-0760| 8 223 | 183 | 165 | 36
30 |15885Lsoc 0760 8 | 305 | 265
12 |1588SL12C-0770| 8 146 | 108

1588SL20C-0770 & 223 | 183 _

30 |1588SL30C-0770 & | 305|265 246 | 36

B>> Applicable material table

DVery suitable OSuitable

| Workpiece material
Grade | wild steel Csaitrez?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re::'izta;nt
HB=180 Allo i . ! & steel cast iron alloy alloy
y steel 40HRC 50HRC 60HRC alloy
KDG303 O o © o | © o ©) ®
/f_h /-,—w o /_—w
Code key Cutting parameters Technical information  # Non-standard customization tools
Cé Cca1 CB0-CB6 C94-C98

C49
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SL series

) SL series Deep-hole machining

Straight shank

Internal coolant

7.8

8.1

8.2

8.3

8.4

8.5

8.6

8.9

1588SL12C-0780

15885L.20C-0780

1588SL30C-0780

1588SL12C-0790
115885L.20C-0790
1588SL30C-0790
11588SL12C-0800

15838LZDC 0800

1588SL30C-0800
1588SL12C-0810

15885L20C-0810

1588SL30C-0810

|1588SL12C-0820 10 | 162

1588SL12C-0830

|15885L20C-0830

1588SL30C-0830
1588SL12C-0840

1588SL30C-0840

1 5833L1 ZC 0850

|15885L.20C-0850
1588SL30C-0850
|1588SL12C-0860
1588SL20C-0860

1588SL30C-0860

1588SL12C-0870

1588SL20C-0870

1588SL30C-0870

15

15885L20C-0880 10

8 | 146|108 96 | 36 12 |1588SL12C-0900| 10 | 162 | 120 | 108 | 40
8 223|183 165 | 36 || 90 | 20 |1588SL20C-0800) 10 | 249|205 186 | 40
8 |305 265 246 | 36 30 |1588SL30C-0900| 10 | 340|295 | 275 | 40
8 |146|108| 96 |36 || | 12 |1588SL12C-0910| 10 | 174 | 132 | 120 | 40
8 |223 183| 165 | 36 91 | 20 |1588SL20C-0910| 10 | 262|218 | 196 | 40
e e i Lo B S Euacun b e e
e By i E e S e e B M
8 92 | 20 |1588SL20C-0920| 10 | 262|218 | 196 | 40
8 30 |1588SL30C-0920) 10 | 360 | 315 | 202 | 40
12 |1588SL12C-0030| 10 | 174 | 132 | 120 | 40
""""" 93 | 20 |1588SL20C-0930| 10 | 262 |218| 196 | 40
30 1588SL30C-0930| 10 | 360 | 315 | 292 | 40
"""""" 12 1588SL12C-0940| 10 | 174 | 132 | 120 | 40
94 | 20 |1588SL20C-0940| 10 | 262 | 218 | 196 | 40
30 |1588SL30C-0940| 10 | 360 | 315 | 202 | 40
12 |1588SL12C-0950| 10 | 174 | 132 | 120 | 40
95 | 20 |1588SL20C-0950| 10 |262 218 | 196 | 40
.......................................................... g S e e o
12 |1588SL12C-0960 10 |174 132 | 120 | 40
] | L P
10 265 | 40 30 |1588SL30C-0960| 10 |372 | 328 | 305 | 40
0 108 | 40 12 |1588SL12C-0070 10 | 174 | 132 | 120 | 40
10 | 176 | 40 || 97 | 20 |1588SL20C-0970| 10 |272|228| 206 | 40
10 |"265 |40 || | 30 |1588SL30C-0970| 10 | 372|328 | 305 | 40
10 08 |40 || 12 |1588SL12C-0980| 10 | 174 | 132 | 120 | 40
10 | 186 | 40 98 | 20 |1588SL20C-0980| 10 |272|228 | 206 | 40
EVE o5 a0 || | 30 |1588SL30C-0980| 10 | 372|328 | 305 | 40
10 108 | 40 12 |1588SL12C-0990 10 | 174 | 132 | 120 | 40
e B s i | e e
10 30 |1588SL30C-0990 372 (328 | 305 | 40
100 | 20 |1588SL20C-1000) 10 | 272 | 228 | 206 | 40
1 a0 30 |1588SL30C-1000 10 | 372 328 | 305 | 40
w0 || 12 |1588SL12C-1010| 12 | 204 | 156 | 144 | 45
40 101 1750 l1sessizoc1010] 12 | 292 | 242 | 220 | 45

40

1588SL30C-0890

C50




SL series

Basic dimension(mm)
05 ekt oM e b cucinia st e R Bl e i el B o B
20 |1588SL20C-1020 | 1588SL20C-1170| 12 325 | 275 250 45
103 e S e
20 |1588SL20C-1030 15885L20C-1180| 12 325 | 275 250 45
104 _______ e e e T S B it s R o
20 |1588SL20C-1040 1588SL20C-1190| 12 | 325|275 | 250 | 45
105 | 12 |1588SL12C-1050 12 2 |1588SL12C-1200 12 | 204|166 | 144 | 45
20 |1588SL20C-1050 1588SL20C-1200| 12 | 325 | 275 | 250 | 45
05 | 12 1588SL12C-1080 12 15885L12C-1250| 14 | 230 182 | 168 | 45
20 |1588SL20C-1060 1588SL20C-1250| 14 | 323 | 275 | 250 | 45
07 | 12 1588SL12C-1070 12 |15888L12C-1270| 14 | 230 | 182 | 168 | 45
20 |1588S5L20C-1070 1588SL12C-1280| 14 | 230 | 182 | 168 | 45
_— 1588SL12C-1080 12 | 204 156 | 144 (22 | 1R0RSLAAC 100 T || Ss0iSe2 e || S
20 |15885L20C-1080 12 300 | 250 228 45 20 265 45
oo | 12 |1588SL12C-1090 12 | 204 156 | 144 |45 || | 12 200|182 168 | 45
20 |1588SL20C-1090 12 300 | 250 | 228 45 20 |15885L20C-1350| 14 338 | 290 265 45
1o | 12 |188SL12C-1100 12 |204 15| 144 |45 | | o 12 |1588SL12C-1400 14 |230 | 182 | 168 | 45
20 12 300 250 | 228 45 20 |1588SL20C-1400 14 367 | 318 290 45
iy |12 [1888SL12C-AMO, 12 | 204 186 | 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
Ka 12 |1588SL12C-1120 12 | 204 | 156 | 144 | 45 | | 155 | 12 |1588SL12C-1550| 16 | 260 | 208 | 194 | 48
20 |1588SL20C-1120 12 _______ 315 265 ________ 240 ________ 4 5 _______ 160 12 153851.130-1600 16 _.260 208_. 194 48 %
s | 12 |1988SL12C-1130 12 |204 | 156 144 | 45 | | 165 | 12 1588SL12C-1650) 18 | 286 204 | 218 | 48 ‘;
20 |1588SL20C-1130 12 315 | 265 240 45 17.0 12 |1588SL12C-1700| 18 286 | 234 218 48 .
14 | 12 |1588SL12C-1140 12 204 156 | 144 | 45 | | 175 | 12 |1588SL12C-1750 18 | 286 234 | 218 | 48 | NG
20 [1588SL20C-1140, 12 | 315 265 240 | 45 | | 180 | 12 |1588SL12C-1800 18 | 286 | 234 | 218 | 48
\s | 12 |1588SL12C-1150, 12 204 156 | 144 | 45 | | 185 | 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
.o | 12 |1588SL12C-1160 12 | 204 156| 144 |45 || 195 | 12 |1588SL12C-t980 20 | 310|258 | 240 | 48 ’
20 [1588SL20C-1160, 12 | 325 275 250 | 45 | | 200 | 12 |1588SL12C-2000| 20 | 310 | 258 | 240 | 48
b>> Applicable material table @Very suitable OSuitable
' _ Workpiece material
Grade | g steel C:i;be?‘" Pre-hardened s.teel, Hardened steel | giainless Castiron | Nodular | Aluminum | Copper relt-:'izta;nt
HB<180 | Ajjoy steel | ~40HRC | ~50HRC | ~GOHRC |  Steel Caghion | lioy allay alloy
KDG303 O o o o (o} o o 0
Code/l-;;_—m Cutting pa@ Technical information  # Non-standard cuslomizal(loo__ln
Cé Cca1 CB0-CB6 C94-C98

C51
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1534SP series Guide-hole machining
r ﬁ _ I e G e oy
& .

SP series

Internal coolant

Straight shank

B

1534SP03C-0303

[ R LR T IR R

1534SP03C-0513

1534SP03C-0423

1534SP03C-0313

| 1534sP03C-0323 |

1534SP03C-0333

1534SP03C-0343
1534SP03C-0353

1534SP03C-0363
1534SP03C-0373

} | 1534SP03C-0383

1534SP03C-0393

1534SP03C-0413

34SP

1534SP03C-0443

1534SP03C-0453

1534SP03C-0463

15345P03C-0473

1534SP03C-0493
15345P03C-0503

15345#030-0523
1534SP03C-0533

1534SP03C-0543|
1534SP03C-0553

kb
20

20

1534SP03C-0563

1534SP03C-0573
1534SP03C-0583

1534SP03C-0593

. .1534SPI}SC-I-3603. .

15634SP03C-0613

1534SP03C-0623
15345P03C-0633

1534SP03C-0643

wWw W W

1534SP03C-0653

© | o

1534SP03C-0663

I
79

k
34

1534SP03C-0673

1534SP03C-0683

1534SP03C-0693
1534SP03C-0703

| 1534sP03c-0713 |

1534SP03C-0723
1534SP03C-0733

1534SP03C-0743 |

15345P03C-0753

1534SP03C-0773

1534SP03C-0783 '

1534SP03C-0813

1534SP03C-0823
1534SP03C-0833

1534SP03C-0853
1534SP03C-0863

1534SP03C-0873

1534SP03C-0883

1534SP03C-0893 |

1534SP03C-0903
1534SP03C-0913

1534SP03C-0763

79

o 0 o 00 O, 00 0 oW
1
]

34

1534SP03C-0803

1534SP03C-0933
1534SP03C-0943

1534SP03C-0953

1534SP03C-0963

1534SP03C-097

1534SP03C-0983
1534SP03C-0993

1534SP03C-1003

WW W W W W W W W

1534SP03C-1013




SP series

Basic dimension(mm)
I le
10,23 o 1534SP03C-1023 12 102 55 40 45 11.53
o ooyt R B W M it | i
10.43 2 1534SP03C-1043 12 102 I 55 40 45 11.73
1053 | 3 | 1534SP03C-1053 12 | 102 | 55 | 40 | 45 || 1183
1063 | 3 |1534SP03C-1063 12 | 102 | 55 | 40 | 45 || 1193
1073 | 3 |1534SP03C-1073| 12 | 102 | 55 | 40 | 45 || 1203
1083 | 3 |1534sPo3c-1083| 12 | 102 | 55 | 40 | 45 || 1258
10,9.3 3 ] 15343"03(:-1093 . 12 1é2 - 55 40 .45 . 12.73
1103 | 3 | 1534SP03C-1103| 12 | 102 | 55 | 40 | 45 || 1283
1113 | 3 |1534SP03C-1113| 12 | 102 55 | 40 | 45 || 13.03
11:23 3 1534S5P03C-1123 12 102 : 55 40 45 13.53
o oo SR B it s B | B
1143 | 3 |1534SP03C-1143| 12 | 102 | 55 | 40 | 45 ||

Basic dimension(mm)
dz(h: Tl Ia ls
1534SP03C-1153 | 12 | 102 | 55 | 40 | 45

1534SP03C-1163 12 102 | 55 40 45
15345P03C-1173 | 12 102 | 55 40 45

1534SP03C-1183 | 12 | 102 | 55 40 45

3
3
3
3
3 . -15345P030;1193. 12 102 55 40 45
3
3

1534SP03C-1203| 12 | 102 55 | 40 | 45

1534SP03C-1253| 14 | 107 | 60 | 43 | 45
1534SP03C-1273 14 107 60 43 45

3
3 |1534SP03C-1303| 14 107 | 60 43 45
3 |1534SP03C-1353 | 14 107 | 60 43 45

1534SP03C-1403 | 14 | 107 | 60 | 43 | 45

D

[ Recommended Machining Method of SL series Deep-hole Drills

1.Hole-guided Machining

__E — -8

® 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.

2.Deep-hole Machining (Inserting into the Pre-drilling

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

@ Non-stopped machining with fixed speed and feed rates. (Completed
at one time, nota “Step-by-Step” machining).

b>> Applicable material table

Holes)

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

#nsert 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).

4.Deep-hole Machining (Retract from hole)

C seves—

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

@ Quickly secedes the deep-hole drills back to the location
where it begins to machine.

#Retract under the same conditions of inserting pre-drilling
holes.

©Very suitable OSuitable

Workpiece material

Grade | yiig steel | Carbon | Pre-hardened steel, Hardened steel | gginjess | ;o | Nodular | Aluminum | Copper | Heat
HB=180 | pjjoy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 0 0 () o) | (o] © o} o}
Code key Cutting parameters Technical information  # Non-standard customization tools
Ccé c82 C87-C93 C94-C98

C53
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machining of soft steel and stainless steel

Optimized drill point design with strengthened
chisel edge and ensures easy and fast cutting
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)

2500

Primary
cutting edge

2115
20001

15008 1245

1000

Chip breaking

500

0 . g Similar product of company A 15634ST03C-0800

Similar product of 1534ST03C-0800
company A

Number of hole drilled ( pcs )

C54
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ST series

ST series for machining of soft steel, stainless steel ~

E— -%]
Internal coolant Straight shank -
! eSSaET b eSS
l4
Internal coolant Whistle notch shank
I

@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build-up edge, suitable for drilling hole with high performance.

3 Straight 1534ST03C-0300 6 62 20 14 36 o
w0 [T gt L e 6‘ S — 23 " ‘ e
T Whistenotshl - 47365T05C-0300 6 66 | 28 23 36 *
[ R I . O B T T

3.1 5 shank 1536ST05C-0310 6 | o6 28 23 36 *
"""" 5 “jer  mestoscoso | e | e | 2 | o2 | % |«
3 Straight 15345T03C-0320 6 62 | 20 14 36 e
3.2 shank 1536ST05C-0320 6 | 66 28 23 % |
5 Whistle folch| - 4736ST05C-0320 6 | 66 28 23 3 | %

3 .... Smgm e e _______ ] ______ - 20 ________________ g - - ] ________ -
325 5 | lgom | | qswestoscoss 6 e 2 23 % %
5 Whisle rolch  4736ST05C-0325 6 ] 66 28 23 B | %
& Straight 1534ST03C-0330 6 62 | 20 14 36 *
33 | 5 . shemk | 15368T05C-0330 6 | 8 | 28 23 36 ] %
5 Whistenolch  1736ST05C-0330 6 66 28 23 36 *
________ 3 Straight 1534ST03C-0340 6 | 62 20 14 36 %
3.4 5 shank 1536ST05C-0340 6 66 28 23 36 1!‘:
5 Wristenoich|  47365T05C-0340 6 | 66 28 23 B | %
3 Straight 1534ST03C-0350 B 62 20 14 B | %
is - ! I—— : ‘55 - S —— ‘ ey
Ty b id il 1736ST05C-0350 6 | 66 28 23 |

¢ Recommended grade ( produce according to order)

> Applicable material table ©Very suitable OSuitable

Workpiece material

Mild steel Cgheion fire iardencd steey, Hardened stel | Stainloss Castiron | Nodular | Aluminum | Copper regigtaatnt
HB<180 | ajioy steel | ~40HRC | ~50HRC | ~BOHRC steel E cast iron alloy alloy alloy
KDG303 O @] © O
Codeg_j Cutting pa@ Technical in@_ Non-standard customizalin/nt:_n__ID
Ce c83 (Cc87-C93) 1€94-C98

C55
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Internal coolant

Internal coolant

ST series

ST series for machining of soft steel, stainless steel

Straight shank

S

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.

d2

3
R
S

D

3.7 5
i

_______ :
- T

-

_______ ;
JU -

_______ :

a0 | s
S

_______ :
41 | 5
——
S
iy [
S

2
43 | 5
e —
.

44
45

Internal
coolant

Stagnt | 18MSTOSC.0%60 O[T T B
shank 1536ST05C-0360 6 66 28 23 36 %
Whiste poteh - 1736ST05C-0360 6 66 28 23 36 #
Straight | 1534ST03C-0370 6 62 20 14 36 *
shank 1536ST05C-0370 6 23 36 *
e o T s SR R
T 1736ST05C-0370 6 23 36 ¥
Straight | 1534ST03C-0380 6 | 66 24 17 36 #
shafic 1536ST05C-0380 6 74 36 29 36 *
e noen 1736ST05C-0380 6 74 36 29 36 %
Svaign | _154ST03C030 | G I L I -
shiank 1536ST05C-0390 6 74 36 29 36 %
e ok 1736ST05C-0390 6 74 36 29 36 %
swaight |, (1904570800800 ML SLE Rl e
shank 1536ST05C-0400 6 74 36 29 36 *
Whielle nctch 1736ST05C-0400 8 74 36 29 36 *
Sragn | 1534STO3C.0410 I
hank 1536ST05C-0410 6 74 36 29 36 %
Whielle nctch 1736ST05C-0410 6 74 36 29 36 %
svaiget | 1848T0SC0020 s [l e E
shank 1536ST05C-0420 6 74 36 29 36 #
Whistle boteh - 1736ST05C-0420 6 74 36 29 36 *
Straight 1534ST03C-0430 6 66 24 17 36 #
shank 1536ST05C-0430 6 74 36 29 36 *
Whistle boteh|  1736ST05C-0430 6 74 36 29 36 #
Straight | 1534ST03C-0440 6 66 24 17 36 #
Sk 1536ST05C-0440 6 74 36 29 36 *
Whisie noleh  4736ST05C-0440 6 74 36 29 36 #
Straight | 1534ST03C-0450 6 66 24 17 36 *
shank, 1536ST05C-0450 6 74 36 29 36 *
Yelmle mueh 1736ST05C-0450 6 74 36 29 36 %

C56

¢ Recommended grade ( produce according to order)



P

ST series

B Straight 1534ST03C-0460 6 66 24 17 36 ¥
46 5 shank 1536ST05C-0460 6 74 36 29 36 %
e i e s = e —
.. Siaipny | AWAITIC006 | B L B ] R 1 _ B8 L
4.65 5 shank 1536ST05C-0465 6 74 36 29 36 %
s Whisllenoich  47365T05C-0465 6 | 74 36 29 3 5
i Straight [, ASRAST0IC 0430 g & " " e e
4.7 5 shank 1536ST05C-0470 6 74 36 29 36 ¥
5 Whistle notch  47365T05C-0470 6 74 36 29 36 %
Lo Straight | 1534THIC-0800 * o - Bl & 23 i
438 5 shank 1536ST05C-0480 6 82 44 a5 36 %
| Whistie notch| 47365 T05C-0480 6 82 44 35 3 ¥
s“a;gm e e T = S e
4.9 shank 1536ST05C-0490 6 82 44 a5 36 ?3(
Wiidie aoen 1736ST05C-0490 6 82 44 35 36 *
Staignt | 1534ST03C-0500 6 | 66 28 20 36 o
50 | 5 i [ e 1536ST05C-0500 6 82 44 35 36 %
5 Wristie rolch)  1736ST05C-0500 6 82 44 35 36 #
3 ..... s“a[ghl ______________ e - S i e—— —— -
5.1 5 shank 1536ST05C-0510 6 82 44 35 36 P
8 Whislenolch|  47365T05C-0510 | 6 82 “ | 3B % | &
p_— - BT — — T— — — T —— —
5.2 5 shank 1536ST05C-0520 6 82 44 35 36 %
5 Whistle nolch| 47365T05C-0520 6 82 44 35 36 &
Ve Straight e b b e e it i & S et ¥
53 5 shank 1536ST05C-0530 6 82 44 35 36 %
5 Whistle notch| 47365 T05C-0530 6 | 82 44 35 36 %
"""" 3 Straight 1534ST03C-0540 6 66 28 20 36 i
5.4 5 shank 1536ST05C-0540 6 82 44 35 36 #
—a o S — ——_— - - — Sa— —
3 Svagrt | 1534STOSCOSSO | 6 | e 28 0 | % | %
5.5 5 shank 1536ST05C-0550 6 82 44 35 36 %
e —— osad bt e i Fmin p— S e
¥r Recommended grade ( produce according to order)
> Applicable material table ©Very suitable OSuitable

Workpiece material

Mild steel Cgheion fire iardencd steey, Hardened stel | Stainloss Castiron | Nodular | Aluminum | Copper regigtaatnt
HB<180 | ajioy steel | ~40HRC | ~50HRC | ~BOHRC steel E cast iron alloy alloy alloy
KDG303 O @] © O
Codeg_j Cutting pa@ Technical in@_ Non-standard customizalin/nt:_n__ID
Ce c83 (Cc87-C93) 1€94-C98
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Internal coolant

3
5.55 5
5.6

5.7 5

_______ g

5.8 5
o

_______ g
R
—

_______ :

60 5
—

_______ g
O
e
e
e

S
63 | 5 |
—
S

6.4

ST series

ST series for machining of soft steel, stainless steel

Internal coolant

Internal
coolant

Straight shank

 SSS=S.

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.

pal T i igbesy o
=14
la
I
..... e
et k-1
la
I1

Straight | 1534ST03C-0555 6 | 66 28 20 36 #
shark 1536ST05C-0555 6 82 44 35 36 %
Whistle noteh  4736ST05C-0555 6 82 44 35 36 %
Swagrt | 1SuSTOSCOse) | o | | m | m | w | &
shank 1536ST05C-0560 6 82 44 35 36 i
Whistie neach 1736ST05C-0560 6 82 44 35 36 *
smw oo : g aa—— o ST—
shank 1536ST05C-0570 6 82 44 35 36 *
e e e o T — —
Straight | 1534ST03C-0580 6 | 66 28 20 36 s':
shaink 1536ST05C-0580 6 82 44 35 36 *
o T T g o i
o | w00 6w m | m % | 4
shiat 1536ST05C-0590 6 82 44 35 36 %
e T S S— — — w— —
B B I 0 I A S I S B
shenk 1536ST05C-0600 6 82 44 35 36 *
Whielle nctch 1736ST05C-0600 6 82 44 35 36 *
Stagre | 1SusTeCeet | 8 | o | w | a4 | % | %
Shonk 1536ST05C-0610 8 91 53 43 36 *
Whiklie nctch 1736ST05C-0610 8 91 53 43 36 %
S“aight 15343“,30%20 a 79 e o
shank 1536ST05C-0620 8 91 53 43 36 %
Whistle foteh - 1736ST05C-0620 8 91 53 43 36 #
S“a[gm P — — - - -
ghani 1536ST05C-0630 8 91 53 43 36 *
Whiste noich 1736ST05C-0630 8 91 53 43 36 %
sm[gm 15343Tnsc-os4o ______________________ S S e N S -
SHRnk 1536ST05C-0640 91 53 43 36 *
Y A A S, —— R

C58

¢ Recommended grade ( produce according to order)
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ST series

3 Straight 1534ST03C-0650 8 79 34 24 36 k-
6.5 5 shank 1536ST05C-0650 8 91 53 43 36 %
B W“‘;ﬁnﬁf” 1736ST05C-0650 8 91 53 43 36 Vi
3 _________ Straight | 1 _534ST03C-0680 __________ Sl 2 s ut 99 "
6.6 5 shank 1536ST05C-0660 8 91 53 43 36 *
e Whislle notch  47365T05C-0660 8 91 53 a3 36 %
.- siapghe | 18METRC 060 L A - ol e W R
6.7 5 shank 1536ST05C-0670 8 91 53 43 36 %
5| Whistle notch  47365T05C-0670 8 of 53 43 36 %
el Straight | B o s sen S o S Wi
6.75 5 shank 1536ST05C-0675 8 91 53 43 36 %
Whiste nokch 1736ST05 91 53 43 36 v
s“a;gm sy : e—— v p— S— -
6.9 shank 1536ST05C-0690 8 91 53 43 36 %
Wi aoen 1736ST05C-0690 8 91 53 43 36 h
.S"aight e e o g 2 e, R
ro. | w | SRR senk | 13308T996:0700 B L o I - 3 28 #
5 Wristie rolch)  1736ST05C-0700 8 91 53 43 36 #
3 ____ S“atgm ............. T — — a— Snn— .
74 5 shank 1536ST05C-0710 8 91 53 43 36 i
- g e e - - —_— —
T Strakgh 1534ST03C-0720 8 79 41 20 36 %
7.2 5 shank 1536ST05C-0720 8 91 53 43 36 %
o i e b - e e
N N sragn | 16MSTSCO730 8 | 79 41 | 29 | 3% | &
7.3 5 shank 1536ST05C-0730 8 91 53 43 36 %
— T e — —— S— —— — o —
_______ ; - 15345'rnac-o74o i 41 2935 ﬁ
7.4 5 shank 1536ST05C-0740 8 91 53 43 36 %
s | Whisle noteh  47365T05C-0740 8 91 53 43 36 s:r
- Straight | SSAASTEISOTEN el . L S P el P A o
7.5 5 shank 1536ST05C-0750 8 91 53 43 36 #
5 YWhus okl 1736ST05C-0750 8 91 53 43 I
¢ Recommended grade ( produce according to order)
> Applicable material table ©Very suitable OSuitable

Workpiece material

Mild steel 9::23 e;’" Pre-hardened steel, Hardened steel | gy5injess Castiron | Nodular | Aluminum | Copper re:l;ligfatn't
| | HB<180 | ajioy steel | ~40HRC | ~50HRC | ~60HRC | Steel SELHONE S0y oy alloy
KDG303 © O © O
Codeg_j Cutting pa@ Technical in@_ Non-standard customizalin/nt:_n__ID
1 C6 | c83 [ c87-C93) 1 €94-C98 |
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ST series

ST series for machining of soft steel, stainless steel ~

* -

Internal coolant

Straight shank

S

Internal coolant

3
7.6 5
3
7 | 5
—
-
Lo [
------- 5
3
R
—
e
o (-
S
_________ —
81 | 5
——
3
I
e
3
R
3
P
5
3
85 | 5
p—

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.

d2

Straight 1534ST03C-0760 8 79 41 29 36 %
shank 1536ST05C-0760 8 91 53 43 36 i
s e e e e i
Stag | 164STOCOTIO | 8 | 78 | et 2 | %k
shank 1536ST05C-0770 8 91 53 43 36 #
Wilipe foach 1736ST05C-0770 8 91 53 43 36 %
Svaign | 1834STO3C.0780 SO O O B
shank 1536ST05C-0780 8 91 53 43 36 Y
Whistie posch 1736ST05C-0780 8 91 53 43 36 ¥
Straight 1534ST03C-0790 8 79 41 29 36 *
shank 1536ST05C-0790 8 91 53 43 36 %
Whedia sich 1736ST05C-0790 8 91 53 43 36 e
Straight | 1534ST03C-0800 8 | 79 a | 20 36 e
shank 1536ST05C-0800 8 91 53 43 36 e
Whistle poteh - 1736ST05C-0800 8 91 53 43 36 *
Stra;ght __"_'_'__"_'_:'i'sé.{é"fds&;hé{ﬁ .................... P e S— L e —
shank 1536ST05C-0810 10 103 61 49 40 b
e e — — EE— c— i — — E—
Straight | 1534ST03C-0820 10 89 47 35 40 %
shank 1536ST05C-0820 10 103 61 49 40 i
Wnistenotch  17365T05C-0820 10 | 103 | e 49 40 o
Swagn | 1534ST03C-0830 (O 2 T I
shank 1536ST05C-0830 10 103 61 49 40 %
T T R " — p— -
Syagn | 1534sTOSC0s40 | RO .0 . . U . L
shank 1536ST05C-0840 10 103 61 49 40 #
Whtie fotch 1736ST05C-0840 10 103 61 49 40 *
svagre | tsustoscosso | 10 | e | &7 | 35 | 40 | &
shank 1536ST05C-0850 10 103 61 49 40 r
Wh:;{::ﬁ“ ___________ AR —— E— — — — —

C60

¢ Recommended grade ( produce according to order)
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ST series

LB Straight 1534ST03C-0860 10 89 47 35 40 ¥
8.6 5 shank 1536ST05C-0860 10 103 81 49 40 %
- e R L o L e e S
. Swage | 184STOSCOETO | 10 | & 4T 3 0k
8.7 5 shank 1536ST05C-0870 10 103 61 49 40 %
- Whsle notch  47365T05C-0870 10 | 103 61 a9 a0 #
s Straiont I T e il
8.8 5 shank 1536ST05C-0880 10 103 61 49 40 ¥
s | Whistle notch  47365T05C-0880 1 | 103 | 6 49 40 %
e Staignt | 15345T03C.0850 o e | o | s | e | «
8.9 5 shank 1536ST05C-0890 10 103 61 49 40 %
' Whistle nowch 1736ST05C-0890 10 103 61 49 40 %
s“a;gm e e e e
9.0 shank 1536ST05C-0900 10 103 61 49 40 %
Wiidie aoen 1736ST05C-0900 10 103 61 49 40 *
| Svaignt | 1534STo3c0et0 | 10 | s | 47 | 35 40 %
o1 [INGIREIE R shank 1536ST05C-0910 10 | 103 61 49 40 %
5 Whiatle feen 1736ST05C-0910 10 103 61 49 40 ¥
3 ..... s"a[ghl ______________ e e e S — e pe— -
9.3 5 shank 1536ST05C-0930 10 103 61 49 40 i
5 Whislenolch  47365T05C-0930 | 10 | 103 | 61 | 49 | 40 | &
—— - F R — — So— — — — —
9.4 5 shank 1536ST05C-0940 10 103 61 49 40 #
s Whistenolh  47365T05C-0940 | 10 | 103 | 61 | 49 | 40 | %
Ve Straight s e b e i 5 % Sl ¥
9.5 5 shank 1536ST05C-0950 10 103 61 49 40 %
5 Whiste noch 47368 T05C-0950 10 | 103 61 49 40 #
"""" 3 - 1534ST03C-0960 10 | 89 a7 | 3 w |
9.6 5 shank 1536ST05C-0960 10 103 61 49 40 #
- o e — — - - — — —
L ) s N T 2 B S I
9.7 5 shank 1536ST05C-0970 10 103 61 49 40 %
e —— esadbs el s e I o i e
3rRecommended grade ( produce according to order)
> Applicable material table ©Very suitable OSuitable

Workpiece material

Mild steel Cgheion fire iardencd steey, Hardened stel | Stainloss Castiron | Nodular | Aluminum | Copper regigtaatnt
HB<180 | ajioy steel | ~40HRC | ~50HRC | ~BOHRC steel E cast iron alloy alloy alloy
KDG303 O @] © O
Codeg_j Cutting pa@ Technical in@_ Non-standard customizalin/nt:_n__ID
Ce c83 (Cc87-C93) 1€94-C98

Ce1
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Internal coolant

3
98 | 5
e
99 | 5 |
e

3
100 | 5

3
014 | 5
—

3

1025 | 5
e

3

g [
e
e
104 | 5
e

o
g [
e

=
106 | 5
—

_______ :
107 | 5
e

ST series

ST series for machining of soft steel, stainless steel

Internal coolant

S

Whistle notch shank

Internal
coolant

Straight 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.

pal T i igbesy o
=14
la
I
_____ = il
e o
la
Iz
I1

Straight 1534ST03C-0980 10 89 47 35 40 %
shank 1536ST05C-0980 10 103 61 49 40 *
Whiste poteh - 1736ST05C-0980 10 | 103 61 49 40 ‘i‘r
Straig.ht. e s
shank 1536ST05C-0990 10 103 61 49 40 e
it el e e i . - e -
Straight 1534ST03C-1000 10 | 89 47 35 40 %
shank 1536ST05C-1000 10 103 61 49 40 i
T e S T T ———— B ——
Straight 1534ST03C-1010 12 102 55 40 45 e
shank 1536ST05C-1010 12 118 71 56 45 *
Whistle ralch| - 47368T05C-1010 12 | 18 | 7 56 a5 %
gt L IEHEIE e LT L= o . L I
shank 1536ST05C-1025 12 118 71 56 45 %
Wt coeh 1736ST05C-1025 12 118 71 56 45 %
Swgnt | 1sasToscos0 | vz | vz | e | a0 | 4 [
shank 1536ST05C-1030 12 118 71 56 45 %
Woaisooeh 1736ST05C-1030 12 118 71 56 45 %
Straight 1534ST03C-1040 12 102 55 40 45 tr
shank 1536ST05C-1040 12 18 71 56 45 %
Wit eoen 1736ST05C-1040 12 118 71 56 45 *
Staigt | 1534ST03C-1050 12 | 102 | 5 40 45 o
shank 1536ST05C-1050 12 118 71 56 45 %
Wiidte poen 1736ST05C-1050 12 | ns | 7 56 45 %
smgm - e T— — -
shank 1536ST05C-1060 12 18 71 56 45 #
oo T ——— — o S—— - — —
Straight 1534ST03C-1070 12 102 55 40 45 %
shank 1536ST05C-1070 12 18 71 56 45 i
i S e s e R K e

Cé62

7 Recommended grade { produce according to order)
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ST series

3 Straight 1534ST03C-1080 12| 102 55 40 45 k-
10.8 5 shank 1536ST05C-1080 12 118 71 56 45 %
5 Whslenoh  473g5TOSC1080 | 12 | 118 | 71 | 58 | 45 X
b Swignt | 1sMSTOsCAee0 | 2 | w2 | s | 40 | 45 | %
10.9 5 shank 1536ST05C-1090 12 118 71 56 45 *
JYHate foxch 1736ST05C-1090 12 118 71 56 45 %
Straight 1534ST03C-1100 12 102 55 40 45 e
1.0 shank 1536ST05C-11 12 18 71 56 45 %
Woaisooeh 1736ST05C-1100 12 118 71 56 45 *
Straight 1534ST03C-1110 12 102 55 40 45 2
1.1 shank 1536ST05C-1110 12 18 71 56 45 %
Whisle nowch 118 71 56 45 %
s“a;ght e b — — "
1.2 shank 1536ST05C-1120 12 118 71 56 45 %
Wiidie aoen 1736ST05C-1120 12 118 71 56 45 #
s"a;gm e e s S e R
M3 s g S tssesToscaio 2 | e | 7t | s | s |
5 Whiate feen 1736ST05C-1130 12 18 71 56 45 *
3 ____ Stra;ghl_ ............. e R B b M r— — —
1.4 5 shank 1536ST05C-1140 12 118 71 56 45 i
- i T T ————
s Straight 1534ST03C-1150 12 | 102 | 5 40 45 #
1.5 5 shank 1536ST05C-1150 12 118 71 56 45 %
o e e o S S pocy s —
N s Sagni | 1534STOSC-160 12 0z s | 40 45 |k
1.6 5 shank 1536ST05C-1160 12 118 71 56 45 %
— T T e—— — - E— T— - —
"""" ; e N A NI T B T A S
1.7 5 shank 1536ST05C-1170 12 18 71 56 45 %
s | Whiste naich 1736ST05C-1170 12 | 18 71 56 s | %
3 Straight 1534ST03C-1180 12 102 55 40 45 i
1.8 5 shank 1536ST05C-1180 12 18 71 56 45 #
5 Whisie noteh - 47365T05C-1180 12 | 18 7 56 5 | %
¢ Recommended grade ( produce according to order)

B> Applicable material table ©Very suitable OSuitable

Workpiece material

| Carbon | Pre-hardened steel, Hardened steel ; ; Heat
Mild steel teel, St:;:i:[sa CActiron ;%ii?br Alur:'li::num Co'?oper Fonie
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC fon | alloy alloy alloy
KDG303 © (@] © o
Codeg_j Cutting pa@ Technical in@_ Non-standard customizalin/nt:_n__ID
Ce c83 (Cc87-C93) 1€94-C98

C63



ST series

ST series for machining of soft steel, stainless steel ~

5 m—
* o - — L 8 P — —
|
Internal coolant Straight shank I i
+ S&SSSSET " ) iESTS —
la
Internal coolant Whistle notch shank Iz
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.

3 Straight 1534ST03C-1190 12 102 55 40 45 #
1.9 5 snank. 1536ST05C-1190 12 118 71 56 45 ¥*
5 Whiste poteh|  1736ST05C-1190 12 | 118 71 56 45 *
3 Straight 1534ST03C-1200 12 102 55 40 45 *
12.0 5 S 1536ST05C-1200 12 18 71 56 45 %
5 Whistie-roch 1736ST05C-1200 12 18 71 56 45 %
3 | Straight 1534ST03C-1225 14 107 60 43 45 %
B 12.25 5 i 1536ST05C-1225 14 124 77 60 45 %
= 5 Whise folh 1736ST05C-1225 14 124 77 60 45 *
= _
(=]
5 3 Straight 1534ST03C-1230 14 | 107 60 43 45 %
& 12.3 5 shank 1536ST05C-1230 14 124 77 60 45 *
_________________ e B e L e
o 5 Sl 1736ST05C-1230 14 124 77 60 45 T
i
g Co straiont 8 R e
=%
2 12.5 5 shank 1536ST05C-1250 14 124 77 60 45 *
5 g [V roe 1736ST05C-1250 14 124 77 60 45 %
coolant
i gy | ABMSTIRCRRID | 18 L B A
12.7 5 Bhank 1536ST05C-1270 14 124 77 60 45 %
5 Whiste notcn 1736ST05C-1270 14 124 77 60 45 *
et swaight (10 AIRTISCERIR il L RO NN O O A i R N o ;O
12.75 5 shank 1536ST05C-1275 14 124 77 60 45 *
5 Wiidie eoen 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 %
5 Wit eoen 1736ST05C-1280 14 124 77 60 45 %
.3 Straight 1534ST03C-1300 14 107 60 43 45 i
13.0 5 shank 1536ST05C-1300 14 124 77 60 45 %
5 Wristie rolch)  1736ST05C-1300 14 | 124 77 60 45 #
8 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 %

¢ Recommended grade ( produce according to order)

Cé64
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ST series

B Straight 1534ST03C-1350 14 107 60 43 45 ¥
13,5 5 shank 1536ST05C-1350 14 124 77 60 45 %
e i s e e e e

3 Swage | 1834STOSCAS80 | 4 | o7 | w0 43 45k
13.8 5 shank 1536ST05C-1380 14 124 77 60 45 %
E Whisllenoich  47365T05C-1380 14 | 124 77 60 a5 %
e Straiont I e il
14.0 5 shank 1536ST05C-1400 14 124 77 60 45 ¥
5 Whistle notch  47365T05C-1400 1 | 124 | 7 60 a5 %
e Stoignt | _15345T03C-1425 o | ms | e | s | w | «
14.25 5 shank 1536ST05C-1425 16 133 83 63 48 ¥
| Whisie nowch 1736ST05C-1425 16 133 83 63 48 %

s“a;gm s e e e
14.3 shank 1536ST05C-1430 16 133 83 63 48 %
Wiidie eoen 1736ST05C-1430 16 133 83 63 48 *
Svaignt | 1534ST03C-1450 | 16 | 15 | 65 | 45 48 %
145 | 5 VR || s 1536ST05C-1450 16 | 133 83 63 48 e
5 Whiate feeen 1736ST05C-1450 16 133 83 63 48 ¥

3 ..... s“a[ghl ______________ e - e St e e -
14.75 5 shank 1536ST05C-1475 16 133 83 63 48 P
8 Whislenolch|  47365T05C-1475 | 16 | 133 83 | 63 8 |

p_— - T — o — — — — —
14.8 5 shank 1536ST05C-1480 16 133 83 63 48 #
5 Whisllerolch|  47365T05C-1480 | 16 | 133 | 83 | 63 8 | w
S Sraign | 1834STO3CAS00 o | ms | e | s | e | =
15.0 5 shank 1536ST05C-1500 16 133 83 63 48 %
5 Whistie notch| 47365 T05C-1500 16 | 133 83 63 48 #
"""" 3 - 1534STO3C1510 16 | 115 | 65 45 8 |
15.1 5 shank 1536ST05C-1510 16 133 83 63 48 #

—a o R — — s - — — —

R s N B ' I
15.5 5 shank 1536ST05C-1550 16 133 83 63 48 %

e —— esadbe e M i i i o e e

¢ Recommended grade | produce according to order)

b>> Applicable material table ©Very suitable OSuitable

Workpiece material

Mild steel Cgheion fire iardencd steey, Hardened stel | Stainloss Castiron | Nodular | Aluminum | Copper regigtaatnt
HB<180 | ajioy steel | ~40HRC | ~50HRC | ~BOHRC steel E cast iron alloy alloy alloy
KDG303 O @] © O
Codeg_j Cutting pa@ Technical in@_ Non-standard customizalin/nt:_n__ID
Ce c83 (Cc87-C93) 1€94-C98
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ST series

ST series for machining of soft steel, stainless steel ~

* -

Internal coolant

S

Whistle notch shank

Internal coolant

3
U T
o
a
g [
e
3
16.5 5
e
3
g [
168 | 5 |
e
-
170 | 5 |
—
e
175 | 5
3
178 | 5 |
3
180 | 5
e
3
185 | 5
e

Internal
coolant

Straight 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.

d2

Swagni | 1634ST03C-1580 O LT T R B
shank 1536ST05C-1580 16 133 83 63 48 %
Wnisle noich  17365T05C-1580 6 | 133 | 83 63 48 %
Swagne | 1834STOSC1600 o | s | s | e | e | x
shank 1536ST05C-1600 16 133 83 63 48 #
Whise noleh  47365T05C-1600 16 | 133 83 63 48 #
Straight 1534ST03C-1650 18 | 123 73 51 48 *
haak 1536ST05C-1650 18 143 93 71 48 #
Whiatie octch 1736ST05C-1650 18 143 93 71 48 *
Swgnt | tssesTosCders | we | qzs | 7w [ st | e |
shank 1536ST05C-1675 18 143 93 71 48 #
Vbt oonch 1736ST05C-1675 18 143 93 71 48 *
sua,gm ______ T~ —— w— — — —
shank 1536ST05C-1680 18 143 93 71 48 ¥
Whiste poteh| - 1736ST05C-1680 18 | 143 93 7 48 *
Sraight | 1534ST03C-1700 18 | 123 | 73 51 48 '
shank 1536ST05C-1700 18 143 93 71 48 %
Whiste noich 1736ST05C-1700 1w | us | 93 71 8 | %
smghl ____________ s ——— T —— S— — — —_—
shank 1536ST05C-1750 18 143 93 71 48 #
ey [ [ - - —
Straight 1534ST03C-1780 18 | 123 73 51 48 %
Sl 1536ST05C-1780 18 143 93 71 48 *
o I e e T s = —_—
o SO ot R O N 0 (OO WO at A LB
sharik 1536ST05C-1800 18 143 93 71 48 %
Whistenolchi - 47365T05C-1800 18 | 143 93 7 a8 *
Straight | R
bk 1536ST05C-1850 20 153 101 77 50 #
Wt noeh 1736ST05C-1850 20 153 101 77 50 %

C66

7 Recommended grade { produce according to order)



_____________________________________________________________________________________________ 2

ST series

3 Straight 1534ST03C-1880 20 131 79 55 50 T
18.8 5 shank 1536ST05C-1880 20 153 101 77 50 %
5 Whishe foleh  1736ST05C-1880 20 153 101 77 50 *
3 Straight 1534ST03C-1900 20 131 79 55 50 e
19.0 5 shank 1536ST05C-1900 20 153 101 77 50 ¥
5 Winisie noich 1736ST05C-1900 20 153 101 77 50 %
19.5 5 g | shank 1536ST05C-1950 20 153 101 77 50 #
5 Woaisooeh 1736ST05C-1950 20 153 101 77 50 *
e Straight | | isasTosc1980 . i e eyl L IS o *
19.8 5 shank 1536ST05C-1980 20 153 101 77 50 %
Whiste nokch 1736ST05C-1980 20 153 101 77 50 e
Straight 1534ST03C-2000 20 131 79 55 50 #
20.0 5 shank 1536ST05C-2000 20 153 101 77 50 #r
5 \Whistle nolch  1736ST05C-2000 20 | 153 101 77 50 #
Yr Recommended grade ( produce according to order)
S
g
{=2]
£
a
> Applicable material table ©Very suitable OSuitable
| Workpiece material
Carbon | Pre-hardened steel, Hardened steel —— . N Heat
Mild steel steel, Sg;gl;ss Castiron ;os??lrg; AluTl::num c:l;lnuper resistant
HB=180 | ajioy steel | ~40HRC | ~50HRC | ~B0HRC - 2 20Y HECY alloy
KDG303 (o] (@) © o]
Codekey/_—)_ Cutting pa@ Technical information » Non-standard customizaiiun/tcz_l;_l_;)_ N
) ce3 |Cc87-C93) 1€94-C98 |

ce7



External coolant Straight shank

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

3 11055C03-0200 20 38 12 #
0 s | | [ 11015C05-0200 20 9 | 2 A
___________ — e b B e
25 5 11015C05-0250 25 57 30 *
--------------------- 3 11055C03-0280 2.8 46 16 +r
3 11055C03-0300 3.0 46 16 *
T . e Y IR M — s e o s
e e I I R S S o —
3.2 3 11055C03-0320 32 49 18 e
e s T e P
D | 34 3 11055C03-0340 34 52 0 | %
g 3.5 ........... 3 .......... 1 1055co3-0350 35 T 52 20 T:!
g 5 1101SC05-0350 39 *
By | 36 3 11055C03-0360 36 52 0 | *
. e o o | o [ oo Sy e
% - 3 cootant shank 11055C03-0380 38 55 2 | %
o ' 5 1101SC05-0380 3.8 75 43 P
e e e e
3 11055C03-0400 40 55 2 *
2 5 1101SC05-0400 40 75 B3 | ¥
e s ot e e S e
3 11055C03-0420 42 55 22 *
i3 2 e — s e s
4.3 3 11055C03-0430 43 58 2 %
4.4 3 11055C03-0440 4.4 58 24 ¥
) -2, R e e
45 5 1101SC05-0450 45 80 47 e
4.6 3 11055C03-0460 46 58 2 *
a7 3 11055C03-0470 47 58 2 ¥
3 11055C03-0480 48 62 26 *

Y¢ Recommended grade ( produce according to order)

Ce8



SC series

P

4.9 3 11055C03-0490 49 62 26 #
3 11055C03-0500 5.0 62 26 %
0 5  1101SC05-0500 50 86 I
5.1 3 11055C03-0510 5.1 62 26 #
52 | 3 11055C03-0820 5.2 62 % | *
5.3 3 11055C03-0530 53 62 26 ¥
5.4 3 11055C03-0540 54 66 28 %
T vt | e imespanror m—— A —- el —_— o L
55 5 1101SC05-0550 55 93 57 ¥
5.6 3 11055C03-0560 56 66 28 e
e o
5.8 o e I S|
5 1101SC05-0580 58 93 57 *
5.9 3 11055C03-0590 59 66 28 %
""" 3 11055C03-0600 6.0 66 28 *
6.0 ....... 5 ....... N 11o1sc05-osuo bt bt e el o A v 60 ............... 93 ...... . 5? an *
61 3 rietic | b 11055C03-0610 6.1 70 31 #
6.2 3 11055C03-0620 6.2 70 31 ¥
o e O - o — — S— — —
6.4 3 11055C03-0640 6.4 70 31 e
— S —— = e .
i 5 11015C05-0650 6.5 101 63 %
6.6 3 11055C03-0660 6.6 70 31 *
< o e ——— sk - —
"""""""""""""""""" 3  11055C03-0680 6.8 74 34 *
PR T e B S . A e o
88 | s | 11055C03-0690 69 74 34 *
""""" 3  11055C03-0700 70 74 34 %
70 5 © 1101SC05-0700 70 100 60 %
74 | 3 11055C03-0710 7.1 74 34 #
7.2 3 11055C03-0720 7.2 74 34 %
e - e o . i - -
7.4 3 11055C03-0740 7.4 74 34 #
¢ Recommended grade ( produce according to order)
p>> Applicable material table ©Very suitable OSuitable
Workpiece material
Mild steel Cs?;bao? Pre-ha@ened steel, Harﬂened steel | giainless Castiron | Nodular | Aluminum | Copper r&?igtaa}nt
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castion | alloy alloy alloy
YK20F o e o

Codm Cutting pa@

C6

ca3

Technical inf@

| C87-C93

Non-standard customizalin/nt:_n__ID

(C94-C98

C69
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External coolant

J OSSR

Straight shank

® For materials with short chips such as cast iron, silicon-aluminum alloy, etc.
® Cutting edge and shank with same diameter.

3
7.5

5
7.6 3
7.7 3

3
7-8 TR

5
7.9 3

3

3
3
3
5
8.6 3
8.7 3
3
8.8
5
8.9 3
3
5
9.1 3
9.2 3
9.3 3
9.4 3
3
9.5
5
9.6 3
9.7 3
3
9.8 .......................
5
9.9 3

External
coolant

Straight
shank

11055C03-0750 74 34 %
11015C05-0750 75 109 68 | %
S s - e -
11055C03-0770 77 79 a7 %
11055C03-0780 7.8 79 7 | *
IR 22 o S
11055C03-0790 7.9 79 37 *
11055C03-0800 8.0 79 37 ¥

___________ T e
1105SC03-0810 8.1 79 37 *

' 11055C03-0820 82 79 37 s
___________ s o e i
11055C03-0840 8.4 79 37 r
11055C03-0850 85 79 a7 s
1101SC05-0850 85 17 75 e
1105SC03-0860 B.6 84 40 b d

11055C03-0870 87 84 40 &
11055C03-0880 8.8 84 40 &
1101SC05-0880 8.8 125 81 *
___________ e e
___________ e Y A i S S
___________ e e S
"""""" 11055C03-0910 91 | 8 | 40 P
__________ e B L B
11055C03-0930 03 84 40 b
11055C03-0940 94 84 40 ¥
' 1105SC03-0950 95 a4 40 Tk
1101SC05-0950 95 125 81 e
___________ e S— S
___________ i R O o S o R
11055C03-0980 98 89 43 *
_________ e B o
11055C03-0990 9.9 89 43 *

C70

Y Recommended grade ( produce according to order)



P

SC series

3 11055C03-1000 10.0 89 43 e
0 5 1101SC05-1000 100 133 87 *
1041 3 1105sC03-1010 104 | s | 4 | %
10.2 3 11055C03-1020 10.2 89 43 %
104 3 1105sC03-1080 10.4 89 a3 | *
3 11055C03-1050 105 89 43 %
105 5 1101SC05-1050 105 133 87 *
T e I fintontne e el . bl
""""" 3 11055C03-1080 108 95 a7 | %
1606 : e 22 . - — -
3  110ssC03-1100 | 1.0 95 a7 | *
L 5 1101SC05-1100 1.0 142 @ | %
__________ o o
"8 5 11015C05-1150 15 142 9% %
""""" 3 11055C03-1200 12.0 102 51 *
12 o 5 ........... 1. -i-a;s-ébg;¥-£°6 ..... 12.0. ........ - 151 " ..101 ........ * .......
P 8 | Bxemel | Swpight | 11055C034280 | 126 | W02 ) Bl W
5 coolant shank 1101SC05-1250 12.5 151 101 %
128 | s | | [ 11055C03-1280 128 102 | 51 i Sl
3 11055C03-1300 13.0 102 51 %
120 5 © 1101SC05-1300 | a0 | st am o
o134 3 11055C03-1310 13.4 102 51 *
3 11055C03-1350 135 107 54 %
13.5 ........... é. ...................... 1 -4-6-18-&65-;;356 ........................ 13.5. ........ - 160 i ..108 ........ * .......
""""""""""" 3  11055C03-1400 140 107 | 54 i
— B e o e i o et
i ;o I IR S A i e o = i
___________________________________ o e . e
14.5 e 5 ...... 11o1s-é05-1456- b bie ‘i4.5" e 1S 169 e 114 Sairs e * i
""""""""""" 3 11055C03-1500 0 | M | 56 x|
s o I IR S S o e e Ho
15.5 5 11015C05-1550 155 178 120 *
"""""""" 3 11055C03-1600 16.0 115 58 *
L 5  1101SC05-1600 e | s | 120 | %
¢ Recommended grade ( produce according to order)

B> Applicable material table OVery suitable OSuitable

Workpiece material

Mild steel Csa:;baon Pre-hardened steel, Hardened steel | ¢ injass Casion Nodular | Aluminum | Copper rgigtaa}nt
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castion | alloy alloy alloy
YK20F (¢) o ()

Codm Cutting pa@ Technical in@ Non-standard customizalin/nt:_n__ID

| C6 | c83 [ c87-C83) [ C94-C98 |

Cc71
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PA series

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

A

External coolant

3.0 3
3.4 3
3.2 3

_____ P

_____ P

______ e

______ e

e
3.8 3

e

i

______ et
4.2 3

______ e
44 3
45 3
46 | 3
47 3
48 3

e

_____ e

_____ S

-2 2
53 3
54 3
65 | 3

S
57 3

______ e

.’-ih—

External
coolant

Straight
shank

Straight shank

%65150" )

® 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.

_E[

1165PA03-0300 3.0 46 16 12 % %t
1165PAD03-0310 31 49 18 14 W £
1165PA03-0320 32 | 49 18 14 e £ |
e = SN LA S o
---------- 1165PAD3-0340 34 52 20 15 g ﬂr
1165PA03-0350 35 | 52 20 15 tr i
___________ S — —— - g s
__________ samdbutepnet Ly g o A St o,
1165PA03-0380 38 55 22 17 t *
e e o - S — i - —
T —— RT— —_—
1165PA03-0410 4.1 55 22 i 7 w b ¢
1165PA03-0420 42 55 22 17 % #r
___________ r— ! R e, LS S A
1165PA03-0440 | 4.4 58 24 18 ia e
1165PA03-0450 \ 45 58 24 18 % #
1165PA03-0460 | 4s 58 24 18 % e
1165PA03-0470 4.7 58 24 18 P b ¢
1165PA03-0480 48 62 2 20 o #
© 1165PA03.0490 49 | 2 % | 20 | % | %
1165PA03-0500 5.0 62 26 20 > G-
1165PA03-0510 5.1 62 26 20 o ﬁﬁr
e — S ————
1165PA03-0530 5.3 62 26 20 b £
1165PA03-0540 s4 | 66 28 21 % *
1165PA03-0550 55 66 28 21 % .
1165PAD3-0560 5.6 66 28 21 W i
1165PA03-0570 57 66 28 21 ¥ #
1165PA03-0580 58 | 66 28 21 # %

C72

¢ Recommended grade ( produce according to order)



2

PA series

5.9 3 1165PA03-0590 59 66 28 21 & -z:r
6.0 3 1165PA03-0600 Y 66 28 21 % *
P T A — o R A e o -
6.2 3 | | 1165PA03-0620 62 | 0 | & 23 & | - *
6.3 3 1165PA03-0630 63 | 70 31 23 s %
o —— — T ———— — T —
6.5 3 1165PA03-0650 65 70 31 23 fe %
6.6 3 1165PA03-0660 6.6 70 31 23 % %

_____ e E s ———— | s e
_____ 68 | 3 1165PA03-0680 68 | 74 34 25 | w0
6.9 3 1165PA03-0690 6.9 74 34 25 tr *
7.0 3 1165PA03-0700 7.0 74 34 25 i e
______ - . S | [ [ty M, S B
7.2 3 1165PA03-0720 72 | 74 34 25 T -
s e s || m | w |
7.4 3 1165PA03-0740 7.4 74 34 25 P Yo
7.5 3 1165PA03-0750 75 74 34 25 % %
7.6 3 1165PA03-0760 78 79 37 27 % %

______ s 1185PA03-0770|7? e g ——— ——
7.8 3 1165PA03-0780 7.8 79 37 27 s %

7.9 3 1165PA03-0790 7.9 79 37 27 3 *

8.0 3 1165PA03-0800 | 80 79 37 27 # e

8.1 3 1165PA03-0810 8.1 79 37 27 ¥ % %

8.2 3 1165PA03-0820 8.2 79 37 27 % % £
s . e s g g

8.4 3 1165PA03-0840 8.4 79 37 27 i -

8.5 3 1165PA03-0850 | 8.5 79 37 27 o e
_____ — T ——

8.7 3 1165PA03-0870 87 84 40 20 * %

¢ Recommended grade { produce according to order)

p>> Applicable material table ©Very suitable OSuitable

Workpiece material

Mild steel Cs‘:g;?“ Pre-hardened steel, Hardened steel | giainjess Castiron | Nodular | Aluminum | Copper re;g?atnt
HB<180 | Alioy steel | ~40HRC = ~50HRC | ~60HRC | Stee! costion |- Bicy By alloy
KDG303 | o ) o o o
YK30F | o o 0 o o
Codm_ Cutting pa@ Technical inf@_ Non-standard customiza@
Cé | Cs4 [ C87-C93) [ C94-C98 |

C73
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PA series

PA series(three flute drill) for maching of cast iron, AL alloy
& .- P!ﬁl — %g -55150" i NS )y ——- E[

External coolant Straight shank

® 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.

88 | 3 | | 1165PA03-0880 Y 84 40 29 N %

e e e g o o

R——— e S
9.1 3 1165PA03-0910 9.1 84 40 29 # *
9.2 3 1165PA03-0920 9.2 84 40 20 % *

_____ e e e e e e
9.4 3 1165PA03-0940 0.4 84 40 29 # %

------ 95 | 3 1165PA03-0950 o5 | &4 40 20 * *
96 | 3 1165PA03-0960 o6 | 8 | 43 | 31 * .
9.7 3 1165PA03-0970 | ez | | 89 43 31 e %
9.8 3 1165PA03-0980 e8| 89 43 31 % %

et it s [ e b e o

100 | 3 1165PA03-1000 10.0 89 43 31 #* *

104 | 3 1165PA03-1010 10.1 89 43 31 #* *

S e et | v oo b i o — - -
10.3 3 1165PA03-1030 10.3 89 43 31 % %
10.5 3 1165PA03-1050 105 89 43 31 % *

e e et ! e I M s e
1.2 3 1165PA03-1120 Com2 05 a7 33 * %
1.5 3 1165PA03-1150 [ 15 05 47 33 * *

W—— - R —— 95 R — _—

120 | 3 1165PA03-1200 120 102 51 35 % *

124 | 3 1165PA03-1210 12.1 102 51 35 % *

o s B IR Mamiretinm st - - o i — o

R— IS — —
13.5 3 1165PA03-1350 135 107 54 37 * i

----- 140 @ 3  1165PA03-1400 | 140 107 54 37 * o

il Vo I I lereaane [ s e e i -
15.0 3 1165PA03-1500 | 150 11 56 38 # *

¢ Recommended grade ( produce according to order)

C74
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PA series

15.5 3 1165PA03-1550 155 115 58 38 4 #r
16.0 3 1165PA03-1600 16.0 115 58 38 * #
16.5 3 1165PA03-1650 16.5 119 60 39 * %
17.0 3 1165PA03-1700 17.0 19 60 39 . %
18 |3 | cerma | srugn | MeseA0zs0 | wrs | m | e | a0 | o | &
18.0 3 cogtank. | shank 1165PA03-1800 180 123 62 40 * ¥
18.5 3 1165PA03-1850 185 127 64 41 i %
19.0 3 1165PA03-1900 19.0 127 B4 41 % %
19.5 3 1165PA03-1950 19.5 131 66 42 T #
20.0 3 1165PA03-2000 20.0 131 66 42 i %
¢ Recommended grade ( produce according to order)
y- un
S
8
{=2]
£
z
38
3
=
p>> Applicable material table ©Very suitable OSuitable

Workpiece material

i Carbon | Pre-hardened steel, Hardened steel | o _ Heat
Mild steel steel. ; . : Stainless Castiron Nodular | Aluminum Colpper oS h
HBS<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! caetaon | oy Aoy ‘alloy
KDG303 @] o o © O
YK30F @] © o o @]
Codekey/_—)_ Cutting pa@ Technical information » Non-standard customizaiiun/tcz_l;_l_;)_ -
C6 cea | C87-C93) 1 €94-C98 |

C75
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External coolant

Internal coolant

| External
| coolant

. coolant

coolant

| External

External
coolant

Internal

Internal
coolant

External
coolant

External
coolant

Straight
shank

Straight shank

F ——

Straight shank

@ 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.

a0 fee—rt>t._ | —— 8
——Iah—J ‘ la
11
l}, 61121::"()5,:K Y
*I#h'l J l4

1576PC05-0400 74 29 36 %
A S
1576PC05-0500 6.0 82 44 35 36 +*

""" 1579PC15C-0500 6.0 145 | 105 % % | %
1576PC05-0600 6.0 82 44 35 36 #
1579PC15C-0600 6.0 145 105 9 36 *

B e B o B B
1576PC05-0700 8.0 91 53 43 36 ¥

~ 1576PC05-0800 8.0 91 53 a3 36 %
1579PC15G-0800 8.0 180 137 127 36 %
S S s et
1576PC05-0900 10.0 103 61 49 40 g

------ .1579PC15C-0900 10.0 217 170 158 40 g
1576PC05-1000 10.0 103 61 a9 a0 %

""" 1579PC15C-1000 10.0 217 170 158 40 %
T e 2 e .

------ i5?6P005-1100 12.0 118 71 56 45 ¥
1579PC15C-1100 12.0 258 205 120 45 r

------- 118

D
1576PC05-1300 14.0 124 77 60 a5 %
1576PC05-1400 14.0 124 T 60 45 +*
-"--1579PC150-1400 14.0 290 23.6“ 219-"" 45 4
1576PC05-1500 16.0 133 83 63 48 #

""" 1576PC05-1550 | 160 | 133 | 8 | 63 | 48 %

C76

YrRecommended grade ( produce according to order)




PC series

Inclined face drilling

Curved face drilling

k2> Applicable material table

= Omax
i

100% feed rate

|

recommended.

1z

aﬂ

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

16.0 5 1576PC05-1600 16.0 133 63 *
17.0 5 1576PC05-1700 18.0 143 93 71 48 *
75 |5 | bermal | Staight | 1576PCOS7S0 180 | 143 | 83 OO .| o
18.0 5 coolant | shank 1576PC05-1800 18.0 143 93 71 48 7
19.5 5 1576PC05-1950 200 153 101 7 50 #
20.0 5 1576PC05-2000 200 153 101 77 50 *
Yr Recommended grade ( produce according to order)
When drilling inclined face or curved
Feed iate face, feed rate should be reduced as

©Very suitable OSuitable

Workpiece material

=

S
(=]
[=]
28
o
£
E
o

Mild steel =~ Carbon | Pre-hardened steel, Hardened steel | gy iniecs | Nodular | Aluminum | Copper Hoat
e steel | CaStION | cagtion | allo all Fesisiant
HB=<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | St€€! y 0y alloy
YK20F | o o o
Codekey/_—)_ Cutting pa@ Technical information Non-standard customizaiiun/tcz_l;_l_;)_

C6 |

c8s

| C87-C93

| C94-C98 |

C77
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saues 9g

External coolant

External coolant

centered on sloping surfaces.

90°
5 ........................
120°
90°
6 .......................
120°
a0°
8
120°
20°
10 )
__________ 120 External
90° coolant
1 2 ........................
120°
90°
1207
90°
16
120°
90°
20
120°

Straight shank

Straight shank

g >
.

® 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

P.

65120‘{ }

1143SC90-0500 5.00 62 10 *
11435C120-0500 | 500 | 62 10 %
1143SC90-0600 6.00 66 15 *

__________ S s o
11435C90-0800 8.00 79 17 e
11435C120-0800 8.00 79 17 #

R e L S

Straight 11435C120-1000 10.00 89 20 *
shank 11435C90-1200 12.00 102 25 ¥
"""""" 11435C120-4200 | 12.00 102 25 #
1143SC90-1400 14.00 107 30 %
' 11435C120-1400 14.00 107 a0 *

___________ g o s R
11435C120-1600 16.00 115 35 e
11435C90-2000 2000 131 40 #
11435C120-2000 20.00 131 40 *

Centering drilling machining

k2> Applicable material table

Hole chamfering machining

Chamfering machining

Hole chamfering machining

©Very suitable OSuitable

Workpiece material

: Carbon | Pre-hardened steel, Hardened steel - o Heat
Mild steel | =200 Stg{gl:iss ot hon ;‘gﬂ?‘q AluaT'Lnum ‘?:.‘.’.5"" resistant
| HB=<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC y y alloy
YK20F | o o o

il

cé )

C78

Cutting pa@

Cca6

Technical infiﬁﬂ_i;n

|C87-C93)

Non-standard mstnmizatﬂol__n

C94-C98




\ ‘ Drilling Tools _

Recommended cutting parameters

GD series twist drills(external coolant) 3D 5D
Mild stee Carb alloy ey e e
Hhentipins _ Stainless steel Cast iron Nodular cast iron |Heat resistant alloy
! ‘HB<180 S .
2;2':3 B60~120m/min 60~120m/min 40~70m/min 25~40m/min 60~120m/min 50~100m/min 15~25m/min
Diameter R:pt:ggg Feed rate;R;;:ggg Feed rate Rsopl:ggg Feed rate R;);:ggg Feed rate Rsotating Feed rate R:pt:ggg Feed rate R:ptzgzg Feed rate
(mm) (min'") {mmir) (min) {mmir) (min) (mm/r) (min") {mmir) (mpeme_‘d) (mmir) (min") (mmir) (min™) {mmir)
0.06~ 0.06~ 0.06~ 0.02~ 0.06~ 0.06~ 0.02~
2 14000 | 5| 14000 | ool | 9600 | TooRT | 5500 | ol | 14000 | ol | 11000 | Tt | 3200 | o
0.09~ 0.09~ 0.09~ 0.03~ 0.09~ 0.09~ 0.03~
3 00 | gaz | PR pax | 20 | na | T | gez | P | aaz | TR | s | 2R | hie
0.10~ 0.10~ 0.10~ 0.04~ 0.10~ 0.10~ 0.04~
4 7000 | ohe | 7000 | Gl | 4700 | oL | 2700 | oeet | 7000 | oo | 8600 | ol | 1600 | oo
0.12~ 0.12~ 0.12~ 0.05~ 0.12~ 0.12~ 0.05~
5 6700 | “oun | 5700 | o | 3800 | e | 2200 | CRRE | 57000 | s | 4800 | o | 1250 | oo
0.14~ 0.14~ 0.14~ 0.06~ 0.14~ 0.14~ 0.06~
6 4700 | oo | 4700 | oo | 3100 | Goo | 1880 | O | 4700 | ooot | 8700 | oo | 1050 | o
0.16~ 0.16~ 0.16~ 0.08~ 0.16~ 0.16~ 0.08~
8 3600 | Goq | OO | gof | 2800 | “gop | 100 | i | VOO | oy | 2800 | p5op | 8O0 | 544
0.18~ 0.18~ 0.18~ 0.10~ 0.18~ 0.18~ 0.10~
10 2800 | gz7 | W00 | gy | 1800 | gop | MO0 | i | W00 | oy | 2200 | hop | 60 | G
0.20~ 0.20~ 0.20~ 0.12~ 0.20~ 0.20~ 0.12~
12 2400 | "o | 2400 | TS| 600 | T 930 020 | 2900 | ST | 1800 | SO 500 i
0.22~ 0.22~ 0.22~ 0.13~ 0.22~ 0.22~ 0.13~
14 2100 | G5 | 2100 | Ge | 1400 | G5 800 G5 | 2100 | TS | 600 | TS 450 So6
0,25~ 0.25~ 0.25~ 0.14~ 0.25~ 0.25~ 0.14~
16 1800 | o0 | 1800 | AL | 1200 | LS 700 oo | teen | Fer | dap | 400 il
0.28~ 0.28~ 0.28~ 0.15~ 0.28~ 0.28~ 0.15~
18 1600 | oo | 1600 | ‘o Moo | oou 620 028 | 16800 | oap | 1200 | o0 350 5%
0.30~ 0.30~ 0.30~ 0.16~ 0.30~ 0.30~ 0.16~
20 1400 | "o | 1400 | %0 950 540 550 a0 | 100 | hp | mme | Wi 320 538
25 1500 | 0927 | yspp | 0327 | ggy | 032~ | g | 0A7= | g ) 03T 10 0ds | s 0s
0.42 0.42 0.42 0.32 0.42 0.42 AT
| | . |

w
o

=
{=:]
E

5=
a

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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/ Drilling Tools y/

Recommended cutting parameters

GD series twist drills(internal coolant) 3D 5D

oty "7l | Suksswnt! | Gestion) | Nodkiervestion [Hest st sy
‘materie ~40HRC

2;22‘5’ 80~150m/min 80~150m/min 50~80m/min 50~80m/min 80~150m/min 60~120m/min ‘ 15~25m/min
Diameter R:;:gzg Feed rate Rsc:ggzg Feed rate R;;Zggg Feed rate RS?;Zg";Q Feed rate R;}ptzggg Feed rate R::pt:ggg Feed rate Rsosgggg Feed rate
(mm) (min") {mmir) (min"') {mmir) (min’) (mmir) (min") (mmir) (min ") (mmir) (min") (mmir) (min’) {mmir)
3 12700 | 400 | 12700 4o | 7400 | 90 | e300 | 9 | 12700 | G0% | es00 | G | 2100 | 4R
o | o | S0 | amo | 510 | a0 | 410 | oo | 905 | oom | S | o | 50 | oo | 508
5 7600 00‘_112; 7600 06.112; 4500 oéffs" 3800 0&5{; 7600 06.112; 5700 06‘11%;- 1250 069059"
6 | swoo | G50 | seoo | GET | a0 | G5 | s0 | G| esn | G5 | a0 | GE | soso | GO
8 4800 00"126; 4800 06_1264" 2800 06_1264* 2400 odast; 4800 %f; 3600 067264* 800 Odf’ﬁ;"
o | o | S8 | s | 05 | o | S8 | o | 5 | o | OB | o | 0% | wo | O
12 3200 | S0 | a200 | G2 | 1900 06,23001 1600 | 5% | 3200 06?300” 200 | Q20 | so0 | Gl
16 | zro0 | GF5 | aro0 | GET | veso | GFT | ssso | G| 2o | GF | 200 | GFF | e | GET
16 2400 | G2 | 2400 | G2 | 100 | G2 | 1200 | G | 2400 | OZ | teo0 | G2 | a0 | QU
w | o | S| aon | 02| o | S| | S | o | S | o | SF | s |4
20 1900 %ifé' . 1900 06?406 1100 06?406 950 00'_1360“ 1900 Odioo-' 1400 Odi%" 320 06,1263~
= I 05_3425 | 1500 ‘ 0(1‘.3422~ 900 Dri_3422~ 700 06?3?; 1500 Od.zfzh 11oo Odizzh 250 nbgh

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

=]
=
S

=]
-
o
o
w

3 “material | HB<180 desl) | st Stainless steel Geathon:™ [ Nodular cont on) | Host rosiant alloy
g ,
3 2::2‘3 80~150m/min 80~150m/min 50~80m/min 40~60m/min 80~150m/min 60~120m/min | 16~25mimin
i Diameter Rotating Feed rale'Rmatmg Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate
speed i speed ! speed / speed i speed i speed i speed !
o (mm) (mln") {mm/r) (min”) {mmir) (min’) (mmi/r) (min”) (mm/r) (min") (mmir) (mln") (mmir} (min) {mm/r)
—_
=1 0.06~ 0.06~ 0.06~ 0.03~ 0.06~ 0.06~ 0.03~
a 3 12700 | QO | 12700 | SO | 7a00 | Q0% | sa00 | §T | 12700 | Q%% | es00 | OO | 2100 | G0
o |
@ 0.08~ 0.08~ 0.08~ 0.04~ 0.08~ 0.08~ 0.04~
% 4 %00 | 9z | %990 ‘ 012 | 800 | g4p | 4000 | 545 | 9600 | nqp | TODO | 54p | 1600 | 547
@ 5 7600 06110; 7600 06110‘; 4500 06110; 3200 060155 7600 0611[:: 5700 0611%: 1250 060055'
0.1~ | 0.11~ 0.1~ 0.06~ 0.1~ 0.1~ 0.06~
6 ol | e || 2HP ‘ 016 | 370 | g1 | 2700 | gqp | 8400 | 545 | 4700 | gqe | 1050 | g1
8 4800 00‘1139* 4800 00‘1139* 2800 %1139" 2000 060186" 4800 %1139‘ 3600 051139“ ‘ 800 00‘0134"
10 3800 061;2“ 3800 ‘ 061242‘- 2200 06124{ 1600 0611‘)3" 3800 06124; 2800 061;5 600 06110{;
12 3200 | %12‘1” 2200 %1264“ 1900 061264“ 1300 00'1220" 3200 00'12‘1" 2400 %1;4” | 500 00'112;
14 2700 061,3; 2700 ‘ 061288* 1600 00‘1238* 1100 061232‘ 2700 0612%; 2100 061282; 450 061236
16 2400 oo.zgg 2400 00'220; 1400 062209; 1000 00'1;5“ 2400 062209* 1800 Odzfg‘ ‘ 400 06124';
18 2100 06.2:; 2100 ‘ 06.2:; 1200 06.2;2* 880 06125; 2100 06234; 1600 0534; 350 06.125;

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.

C80



Recommended cutting parameters

SL series deep twist drills(internal coolant) 12D

i ' steel‘ Castiron

2;2::3 60~120m/min | 60~120m/min | 50~80m/min | 40~60m/min | 80~150m/min | 60~120m/min | 100~180m/min | 10~20m/min
Diameter R:;gggg Feed rate R:ptzgzg Feed rate R;)ptgggg Feed rate R;:g:ggg Feed rale.R:[:gggg Feed rate R:;gggg Feed rate Rsop‘ggzg Feed rate R;)ptgggg Feed rate
(mm) (min’) (mmir) (min’) (mm/r) (min") (mmir) (min") (mmir) (min") (mmy/r) (min") (mmir) (min"') {mm/r) (min”") (mmir)
3 | 10000 | 0087 | 10800 | O29™ | 7400 | 0% | 5300 | 402 | 12700 | 0097 | 9500 | 028 | 1s000 | GO | 2100 | 43
4 | 8000 | 9% | gooo | 008~ | 500 | 008~ | 4000 | %0~ | gg000 | %08~ | 7000 | %08 | 11000 | %10 | 1600 | GO
5 6400 | G0 | ea00 | G0 | as00 | G107 | 3200 | GO | 7600 | &0 | s700 | 410 | o000 | GO | 120 | 005
6 |s5300 | 9N | 5300 | WM | a7o0 | UM | 2700 | 908 | eac0 | G| 4700 | G | 7400 | G| 1050 | 08"
8 4000 Oci .1139~ 4000 Ud .1139.’ e 00, ,1139; 2000 06?185-' 4300 06,1 139-' 2600 od .1135; =G0 Od .1139.’ 600 0&84*
10 | s200 | G | s200 | ST | 2200 | G | 1600 | G| smoo | GIE | 2m00 | G| asoo | U o0 | G
12 2700 06?264" 2700 06'1264" 1900 06‘126‘;' 1300 06,1225- 3200 06,12%; 2400 06'1264" 3700 06'1264" 500 06,1128~
14 | 2300 | §'8 | 2300 . 1 | 000 | i | 00 | T2 2700 015~ | 2100 | %1% | 3200 . O | am | %0
16 | 2100 | G20 | 2100 | G2 | 1400 | G20 | 1050 | GLb | 2100 | G2 | 100 | G2 | 2800 | G2 | 400 | GLa
| || |25 | v 5 | o | S| o |9 | || | 25| 0 |45
20 1600 06?35; 500 06_2355.. 100 06.235; ana 06_13?5 L 06_235; g0 06.235; e 06,3400.. 520 06_1263..

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

w
o

=
{=:]
E

5=
a

g
workpieca| Midsteel | C el - e et eaant e
iiglec| M g alloy steel steel | Castiron Aluminum alloy | "0 @
- ~30HRC | e 5
o on
nggg’g 70~90m/min | 50~80m/min | 40~60m/min | 40~60m/min | 50~80m/min | 60~80m/min | 100~180m/min |  8~15m/min %
(%]
Diameter ROWINGcogy raye ROUNG £ oy a1 ROBUNG Iy o oy ROBING o e ROBNING o 1061 ROENING oy 1 ROWING oy 51 ROMUNG e ot E
tpaes ir) | SPeed () | SPeed |y | SPeed [ speed ot speed Bt speed T speed oy e
mm) | (i) | ) | i) | € (min"") (min"") (min'") (min") (min") (min"") o
0.06~ 0.06~ 0.06~ 0.03~ 0.06~ 0.06~ 0.09~ 0.03~ £
3 8250 | °P% | 7850 | 009 | 5200 | 0%~ | a7s0 | GO | 7100 | 0%~ | 7800 | O0% | 2780 | G0 | 1350 | 4 =
0.08~ 0.08~ 0.08~ 0.04~ 0.08~ 0.08~ 0.10~ 0.04~ «
4 | 99800] tgp | ST [[Than | SBO0 | Chigs | 99000 opm! [ O | pie | %00 | o | O | s | 1990 | o6t
0.10~ 0.10~ 0.10~ 0.05~ 0.10~ 0.10~ 0.10~ 0.05~
5 sooo | &0 | as00 | G0 | 150 | G0 | 2000 | OO~ | azs0 | G0 | asso | 10 | 7es0 | 410 | s00 | O0%
0.1~ 011~ 0.1~ 0.06~ 0.11~ 0.11~ 0.1~ 0.06~
6 4180 | e [ 229 | gap [ 2990 | o | A9 g2 | 20 (s | P | ae | P | e | R | o
0.13~ 0.13~ 0.13~ 0.08~ 0.13~ 0.13~ 0.13~ 0.08~
8 3100 | 54g | 2900 | Gqg | 1950 | G4 | 1800 | 546 | 2700 | 5qg | 2900 | g 4g | 4750 | gqg | SO0 | 544
0.14~ 0.14~ 014~ 0.10~ 014~ 0.14~ 0.14~ 0.10~
10 | 2500 | 555 | 2300 | 5o | 1550 | 5op | 1450 | \n4g | 2150 | hop | 2250 | 5op | 3850 | 5o | 400 | TGig
0.16~ 0.16~ 0.16~ 0.12~ 0.16~ 0.16~ 0.16~ 0.12~
12 2100 0.24 1950 0.24 1350 0.24 1150 0.20 1800 0.24 1800 0.24 3150 0.24 350 0.18~
0.18~ 0.18~ 0.18~ 0.13~ 0.18~ 0.18~ 0.18~ 0.13~
14 | 1800 | ‘505 | 1650 | gog | 1100 | 05 | 1000 | 555 | 1900 | "5og | 1700 | ‘gog | 2700 | 455 | 300 | 535

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.

cs1



siojoweled Bunnd papuswILIOdy

a L
=
g
@
-
o
o
(7]

Recommended cutting parameters

SP series twist drills(internal coolant

| Cast Alu

05;::'3 80~150m/min B0~1 5l..‘.l.r;1!min 50~80m/min 50~80m/min 80~150m/min 60~120m/min | 100~180m/min 15~25mimin
Diameter R;’pigggg Feed rate r"s“pt:gggiFeed rate R;’p‘:ggg Feed rataggggggg Feed rate7R;’p‘22’c‘|9 Feed rate R:pt:gzg Feed rate r‘;"ptgggg??eed rate Rs“p‘gggg Feed rate
(mm) (min™) (mmir) (min") (mm/r) (min") {mmir) (min") (mmir) (min") (mmir) (min™) (mmir) (min) {mm/r) (min") {mm/r)

3 12700 o&s;- 12700 06_0192" 7400 00‘?192; 6300 06?03; 12700 Odﬁgz" 9500 0&92"' 15000 06?192" 2100 ”6?036"'

4 ol 06,110; 2000 nd,110§ 5000 06.110; i crif}n;"a~ | iy 06,110; et 06,110; 180 06,110§ 1800 062?;
____________________________________ i i e Sl co o |l e e
5 | 7600 06,1125; 7600 0{'}1'12{;' 4500 06.1122; 3800 06250* 7600 06?123~ 5700 06.1125; 9000 Ddffé' 1250 00'_0059"

6 6400 | %14~ | 6400 061.;5 3700 06.1;(; 200, S ‘ 6400 %‘1;0‘ 4700 7400 06.1245 1050 %F'ﬁ"

o | wom |8 | o | 5 | e O oo |1 o0 | 518 | sam | 08 o | 5%
10 | 3s00 | GO | ss00 | GIE | 2200 | G0 | qe00 | GIE | asoo | G| 2s00 | G | as0o | GIE | eo0 | G
12 3200 06?300" 3200 06?300” 1900 06.2:’3; 1600 06.1220 3200 06?300” 2400 %_2390" 3700 96?300” 500 ﬂd 1 125;
14 | 2700 06?32; 2700 06?32; 1600 06?32; 1350 | G2 | 2700 %?325” 2100 06.232; 3200 06?325:' 450 06.1236_

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
Cutting speed 80~150m/min 80~150m/min 40~80 m/min 60~120 m/min
Diameter R;;:ggg Feed rate R:;zgr&g Feed rate R:;:E‘Eg | Feedrate Rsoptggd”g Feed rate R;;ggr&g Feed rate
(mm) (min’") {mm/r) (min’) {mm/r) (min") {mmir) (min) {mmr) (min”") (mm/r)
3 12700 | 0.08~0.12 | 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.

o
°
- = = P 2
SC series twist drills(external coolant) 3D 5D =
L = Silicon aluminium alloy s
Cestien ot castiron si<i0% | Si>10%
Cutting speed 50~80m/min 40~70m/min 100~180m/min 80~140m/min 120~200m/min
Diameter Ratating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate
speed speed speed speed speed
(mm) (min") {mm/r) (min™ (mm/r) (min") (mm/r) (min") (mm/r) (min") (mm/r)
2 9550 0.06~ 0.08 8000 0.06~0.08 20000 0.07~0.16 18000 0.07~0.16 24000 0.07~0.16

3 6400 0.09~0.12 5300 0.09~0.12 15000 0.09~-0.18 12700 0.09~0.18 16000 0.09~0.18
4 4800 0.10~0.15 4000 0.10~0.15 11000 0.10~0.22 9600 0.10~0.22 12000 0.10~0.22
5 3800 0.12~0.18 3200 0.12~0.18 9000 0.12~0.25 7600 0.12~0.25 10000 0.12=D.25
6 3100 0.14~0.20 2700 0.14~ 0.20 7400 0.14~0.28 6400 0.14~0.28 8500 0.14~0.28
8

Recommended cutting parameters

2400 0.16~0.24 2000 0.16~ 0.24 5600 0.18~0.32 4800 0.18~0.32 6400 0.18~0.32

10 1900 0.18~0.27 1600 0.18~0.27 4500 0.22~0.36 3800 0.22~0.36 5000 0.22~0.36
12 1600 0.20~0.30 1300 0.20~0.30 3700 0.25~0.40 3200 0.25~0.40 4200 0.25~0.40
14 1350 0.22~0.35 1150 0.22~0.35 3200 0.27~0.44 2700 0.27~0.44 3600 0.27~0.44
16 1200 0.25~ 0.36 1000 0.25~0.36 2800 0.32~0.48 2400 0.32~0.48 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 I Silicon aluminium alloy e S
orkpiece Castiron ‘Nodular cast iron ST e Aluminum alloy | Heat resistant allo
material Si<10% Si=10% g
Cutting speed 60~120m/min 50~100m/min 100~180m/min 80~140m/min 120~200m/min 20~40m/min
Diameter Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate
speed il speed =i speed P speed p speed y speed Y
{mm) (min™) {mm/r) (min™y {mm/r) (min™) {mm/r) (min™) {mm/r) (min™) (mmr) (min™) {mmir)
0.09~ 0.09~ 0.07~ 0.07~ 0.07~ 0.03~
3 9500 012 7400 012 14000 0.16 12700 0.16 16000 0.16 3200 0.06
0.10~ 0.10~ 0.09~ 0.09~ 0.09~ 0.04~
- 09| oas | N ags | R aa | 9P| pie | PR | pas, | MW || Tebr
0.12~ 0.12~ 0.10~ 0.10~ 0.10~ 0.05~
5 5700 0.18 4500 018 9000 0.22 7600 0.22 10000 0.22 1900 0.09
0.14~ 0.14~ 0.12~ 0.12~ 0.12~ 0.06~
6 4700 0.20 3700 0.20 7400 0.25 6400 0.25 8500 | 025 1600 0.1
0.16~ 0.16~ 0.14~ 0.14~ 0.14~ 0.08~
8 3600 024 2800 024 5600 0.28 4800 0.28 6400 0.28 1200 014
0.18~ 0.18~ 0.18~ 0.18~ | 018~ 0.10~
10 28000 | oy | 220 g0y | #5001 ome | 38000 | gmp | 80001 | osp il 0.16
0.20~ 0.20~ 0.22~ 0.22~ 0.22~ 0.12~
12 2400 030 1900 030 3700 036 3200 036 4200 0.36 800 018
0.22~ 0.22~ 0.25~ 0.25~ | 025~ 013~
14 2100 0.35 1600 0.35 3200 0.40 2700 0.40 3600 0.40 700 0.20
0.25~ 0.25~ 0.27~ 0.27~ 0.27~ 0.14~
16 1800 0.36 1400 0.36 2800 0.44 2400 0.44 3200 0.44 600 0.23
0.28~ 0.28~ 0.32~ 0.32~ 0.32~ 0.15~
18 1600 0.38 1200 0.38 2500 0.48 2100 0.48 2800 0.48 530 0.25
0.30~ 0.30~ 0.36~ 0.36~ 0.36~ 0.16~
20 1400 040 | 1100 0.40 2300 054 | 1900 0.54 2550 0.54 480 | 028
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.
PA series non-coated 3 flutes drill(external coolant 3D
Worieas — — - S ooy - - -
e _isce Cast iron ‘Nodular cast iron e —— : - Aluminum all Heat resistant allo}
Cutting speed 50~100m/min | 40~70m/min 80~160m/min 60~120m/min 100~180m/min 15~25m/min
Diameter Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate Rolating | Feed rate
speed m speed / speed p speed P speed I speed y
(mm) (min") (mm/r) (min’') (mmir) (min") (mmir) (min") (mmir) (min) (mmir) (min’) {mmi/r)
0.09~ 0.09~ 0.07~ 0.07~ 0.07~ 0.03~
3 7400 042 5300 0.12 12700 0.16 10000 0.16 15000 0.16 2100 0.06
0.10~ 0.10~ 0.09~ 0.09~ 0.09~ 0.04~
4 B0 | ags | M0 | pas | BN | aap | B0 pag || 1O | Goigm || 1909 ‘ 0.07
0.12~ 0.12~ 0.10~ 0.10~ 0.10~ 0.05~
5 4500 0.18 3200 0.18 7600 0.22 6300 0.22 9000 0.22 1250 0.00
0.14~ 0.14~ 0.12~ 0.12~ | 012~ 0.06~
6 TN (Tvem | wse | T | ess | P pms || T | Gassg || O Dian
0.16~ 0.16~ 0.14~ 0.14~ 0.14~ 0.08~
8 2800 0.24 2000 0.24 4800 0.28 4000 0.28 5600 0.28 800 0.14
0.18~ 0.18~ 0.18~ 0.18~ 0.18~ 0.10~
10 2200 0.27 1600 0.27 3800 0.32 3200 0.32 4500 0.32 600 0.16
0.20~ 0.20~ 0.22~ 0.22~ 0.22~ 0.12~
12 1900 030 1300 030 3200 036 2700 036 3700 0.36 500 0.18
0.22~ 0.22~ 0.25~ 0.25~ 0.25~ 0.13~
i 1600 | o35 | MO | a5 | #O0 | ke | M| w0 | P || ouo 430 0.20
0.25~ 0.25~ 0.27~ 0.27~ 0.27~ 0.14~
16 1400 035 1000 036 2400 044 2000 044 2800 0.44 400 023
0.28~ 0.28~ 0.32~ 0.32~ 0.32~ 0.15~
15 1200 | ‘938 o 038 | 2100 | p4g | 1800 | 54 | 2500 | 54 0 0.25
0.30~ 0.30~ 0.36~ 0.36~ 0.36~ 0.16~
20 1100 0.40 800 0.40 1900 054 1600 054 2300 0.54 320 0.28

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
m‘m a‘ Cain D e s Si-ﬁ o% nlummiummoy s I
Cutting speed 60~120m/min 50~100m/min 100~200m/min 80~160m/min 120~220m/min

Diameter Rscpt:gzg Feed rate Rscpt:g'zg Feed rate R:pt:gzg Feed rate Rsptzgzg Feed rate Rsopt:gzg Feed rate

{mm) (min") {mm/r) (min") (mmir) (min'") {mm/r) (min") {mm/r) (min™) {mm/r)

4 7000 0.10~0.15 5600 0.10~0.15 11000 0.12~0.20 9600 0.12~ 0.20 12000 0.12~0.20

5 5700 0.12~0.18 4500 0.12~0.18 98000 0.14~ 0.26 7600 0.14~0.26 10000 0.14~ 0.26

6 4700 0.14~ 0.20 3700 0.14~ 0.20 7400 0.16~0.28 6400 0.16~0.28 8500 0.16~ 0.28

8 3600 0.16~0.24 2800 0.16~0.24 5500 0.18~0.30 4800 0.18~0.30 6400 0.18~0.30

10 2800 0.18~ 0.27 2200 0.18~ 0.27 4500 0.20~0.32 3800 0.20~0.32 5000 0.20~0.32

12 2400 0.20~ 0,30 1900 0.20~0.30 3700 0.24~ 0,36 3200 0.24~ 0.36 4200 0.24~ 0.36

14 2100 0.22~0.35 1600 0.22~0.35 3200 0.28~ 0.44 2700 0.28~ 0.44 3600 0.28~0.44

16 1800 0.25~ 0.36 1400 0.25~0.36 2800 0.30~ 0.48 2400 0.30~0.48 3200 0.30~0.48

18 1600 0.28~0.38 1200 0.28~0.38 2500 0.34~ 0.52 2100 0.34~ 0.52 3000 0.34~ 0.52

20 1400 0.30~0.40 1100 0.30~ 0.40 2300 0.40~ 0.63 1900 0.40~ 0.63 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.

o
°
&
. B -y =]
PC series straight flute drill(internal coolant) 15D s
- =
Workpiece = . on aluminium alloy -
material it s Si>10% 0
Cutting speed 60~120m/min 50~100m/min 100~200m/min 80~160m/min 120~220m/min %
< : : : E
Diameter Rotating Feed rate Rotating Feed rate Ratating Feed rate Ratating Feed rate Ratating Feed rate 2
speed P speed P speed P speed p speed P x
(mm) (min"") (mm/r) (min'") (mmir) (min"") (mm/r) (min"") (mmir) (min”') (mm/r) =
5 5700 0.08~0.14 4500 0.08~0.14 9000 0.09~0.18 7600 0.09~0.18 10000 0.09~0.18 ’5
=l
6 4700 0.10~0.16 3700 0.10~0.16 7400 0.12~0.20 6400 0.12~0.20 8500 0.12~0.20 §
]
8 3600 0.12~0.20 2800 0.12~0.20 5500 0.12~0.24 4800 0.12~0.24 6400 0.12~0.24 E
(=]
(5]
10 2800 0.14~0.23 2200 0.14~0.23 4500 0.16~0.28 3800 0.16~0.28 5000 0.16~0.28 &
12 2400 0.16~0.26 1900 0.16~ 0.26 3700 0.18~0.32 3200 0.18~0.32 4200 0.18~0.32
14 2100 0.18~0.32 1600 0,18~ 0.32 3200 0.20~0.36 2700 0.20~0.36 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)

Cutting speed

Diameter
{mm})

S
6
8
10
12
14
16
20

60~120m/min

Rotating Feed rate

Z_ﬁf’:f’) (mmir)
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

50~100m/min
Rsotaﬁzg Feed rate
pee
(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 alioy
Si<10% Si=10%
100~180m/min 80~140m/min
R;ptzgzg Feed rate R:pt:gzg Feed rate
(min") (mmir) (min") {mmir)
9000 0.12~0.25 7600 0.12~0.25
7400 0.14~0.28 6400 0.14~0.28
5600 0.18~0.32 4800 0.18~0.32
4500 0.22~0.36 3800 0.22~0.36
3700 0.25~0.40 3200 0.25~0.40
3200 0.27~0.44 2700 0.27~0.44
2800 0.32~0.48 2400 0.32~0.48
2300 0.40~0.680 1800 0.40~0.60

Centering drilling

120~200m/min
Rsapt:ggg 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

matanal : Castiron Nodular cast iron ' ﬁm""‘“‘ﬂ*gf’yﬂl% Aluminum alloy
Cutting speed 90~180m/min 70~150m/min 150~270m/min 120~210m/min 180~300m/min

Diameter Rsnpt:'gzg Feed rate Rscptzzzg Feed rate Rso;:gzg Feed rate R;pt:gzg Feed rate R:;:teizg Feed rate

{mm) (min™) {mm/r) (min'") {mm/r) (min") {mm/r) (min"") {mmir) (min) {mm/r)

5 9600 | 0.09~0.20 | 7600 | 0.09~0.20 | 13500 | 0.12~0.30 | 11500 | 0.12~0.30 | 15000 | 0.12~0.30

6 8000 0.12~0.22 6400 0.12~0.22 11100 0.14~0.34 9600 0.14~0.34 12700 0.14~0.34

8 6000 0.13~0.28 4800 0.13~0.28 8400 0.18~0.40 7200 0.18~0.40 9600 0.18~0.40

10 4800 0.17~0.32 3800 0.17~0.32 6800 0.22~0.44 5700 0.22~0.44 7600 0.22~0.44

12 4000 0.20~0.38 3200 0.20~0.38 5600 0.25~0.50 4800 0.25~0.50 6400 0.25~0.50

14 3600 0.22~0.42 2700 0.22~0.42 4800 0.27~0.56 4000 0.27~0,56 5400 0.27~0.56

16 3000 0.24~0.46 2400 0.24~0.46 4200 0.32~0.60 3600 0.32~0.60 4800 0.32~0.60

20 2400 0.28~0.58 1800 0.28~0.58 3500 0.40~0.76 2850 0.40~0.76 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

/ Application guide of drills \

How to define the Radial run-out of drill
clamping length of drill clamped

Drill clampling

Wrong drill clamping

Adjusting screw

Guarantee tight clamping by
using thrust bearing type collet Ensure the size of H is over The Radial Run-out should be Do not clamp on the drill flutes.
chuck. 1.5d1 under 0.02mm.

Internal cooling:

Correct coolant method coolant supply method

Cautions on coolant use

Coolant through Coolant not When using internal coolant
spindle through spindle

(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

The coolant liquid should be Soolant pressure 5:abaut 0.5~ 1MPa change as early as possible is

injected to the end and the middle (coolant pressure is 2~3MPa when recommended.
of drill as shown in the figure. the diameter is less than @5 mm)

Coolant volume is 1.5~4L/min.

Correct method for Drilling method of Burrs and workpiece
interrupted cutting thin workpiece stepped holes chippings on exit

Can be drilled

c
K]
=
©
IS
=
L
E=
©
L
c
=
3
=

Bending occurs

X

Add a supporter @Divided to two drilling

Reduce the feed
rate when drilling
interrupted part.

Pre-machining
prior to drilling

@DReduce the feed rate
_ Countersink with gcsct:lsts:s; di i when approaching the exit.
end mill prior to J hol ”ﬁ sﬂe RS SRR @Machine chamfers at the
- drilling. *“:: "r_ Iy‘ 1 S point of exit.
shtpie: St and chanvsy (@Change the point angle.

drill can be produced by us.
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Technical information for solid carbide drills

/ Parts terminology of drill

@® Terminology of drill

Flank angle

Chip pocket

N

5 Shank 5
e *a
5 5
o R | kel
2 v
a »
Flute length Shank length
Chamfer
Overall length
Margin width
Primary cutting edge
Body clearance
@ Representative cutting edge shapes
:
(Conical) (Dual face) (Candler )
® The flank face is conical and ® Flank face with dual flats to ® Two-stage point angle with
the clearance angel increases facilitate cutting and initial perfect centering capability,

toward the center of drill.

@ Wide applications, commonly
used for both soft and hard
materials

Features

entering.
® Often used for small-diameter
drills.

less burr generated when
drilling hole.

@ First choice for drilling thin
plate.




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

w
o

=
{=:]
E

5=
a

Low rigidity - thin <= core == Thick High rigidity
Easy-to-cut materials . For machining of high hardness materials, cross
hole drilling etc.

Technical information

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

Low friction with hole wall, e Good guiding performance,
poor guiding performance SMall margin width large ioh 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 It is the part formed on the clearance face after margin, mainly to reduce the friction between inside wall of hole
HEELENGER  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

A\

Solution

Select the holder and chuck with high
precision

Calibrating spindle

Check and adjust after clamping drill

Irregular hole size

B

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

Non-symmetric point angle
Large run-out

Chisel edge is off center
Excessive margin abrasion

Regrind drill
Check the precision after regrinding

Select the holder and chuck with high
precision

Calibrating the spindle

Check and adjust after clamping drill

iy .r

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

AtB

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

A | B

A#B

Poor re-positioning precision
of spindle

Poor clamping

Large run-out with spindle

The feed direction is not

vertical to the workpiece
surface

Improve the re-positioning precision of
machine

Select the holder and chuck with high
precision

Calibrating the spindle

Check and adjust after clamping drill

Adjust the feed direction vertical to the
workpiece

Top center not align with the
spindle center (lathe )

Excessive tool abrasion

Check and adjust alignment carefully before
drilling

Regrind

Bad linearity

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

C90




Problem

Poor roundness

Cause

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

Solution

Regrind drill
Check the precision after regrinding

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

Select the holder and chuck with high
precision

Calibrating the spindle

Check run-out and adjust after clamping
drill

Clearance angle is too large

Regrind drill

Insufficient drill rigidity

Increase dill rigidity

Poor workpiece surface quality

Poor cylindricity

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
g Select the holder and chuck with high
Poor clamping

Large spindle run-out

precision
Calibrating the spindle

Feed rate is too high

Decrease the feed rate

Excessive abrasion on cutting
edge
Excessive build-up on margin

Regrind drill
Select a coated drill

Chip jamming

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

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

Non-symmetric point angle
Large drill run-out

Chisel edge is off center
Excessive margin abrasion

Regrind drill
Check the precision after regrinding

Feed speed is too low

Increase the feed speed

Co1
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Technical information for solid carbide drills

/" Common problems and solutions for drilling -

Solution

Drill

Drill breakage

D =T

Bend ,distortion and slippage of
machine and workpiece

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 efc)

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 fo 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

7

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

Insufficient coolant

Regrind drill

Change coolant supply method, increase
coolant volume

Incorrect coolant type

Change coolant

Workpiece material is too soft

Change drill or machining method

High vibration

Chips roll around the drill

Clearance angle is too large

Regrind drill

Drill rigidity is not enough

Increase drill rigidity

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

Ca3
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Non-standard customization tools

Company name:

Fax:

Tel:

E-MAIL:

e

> zcc-cv

ZCC-CT
Huanghe Southern Road, Tianyuan Zone,
Zhuzhou. Hunan province

Fax: 0731—22882721 22885420 22887878

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

Diameter

External coolant

22.0~020.0mm

Range

Internal coolant

03.0~020.0mm

A. Twist drill

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.

Coolant type

E’ External coolant

|:| Internal coolant

Twist drill bit series selection

\:| GD series

D ST series

D SL series

|:| SC series

B. Straight groove drill

di= ! - =z

C. Three flute drill

e ESSOSTSSS

o1

Straight groove drill bit
series selection:

\:I PC series

Three flute drill bit
series selection:

\:l PA series

Note:

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

Co4



Special non-standard tooling customization(twist drill)

BORING TOOL 't

Company name:

Fax.

Tel .

E-MAIL:

-
> zcc-ct

ZCC-CT

Huanghe Southern Road, Tianyuan Zone,
Zhuzhou. Hunan province

Fax.: 0731—22882721 22885420 22887878

Zip code: 412007

E—mail ; zccct@zccct . com

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

Tool Information

Hole information and workpiece material

[ ] Grey cast iron

[] Carbon Steel Material grade to be processed:

[ Ductile Iron
[ Copper Alloy

[T Alloy Steel

[ Pre-hardened steel
[ JHardened steel [ Aluminum alloy Tensile streng‘th=|:|N/ mm?

[ Titanium alloy
Hardness:l:lUnits;(HRC,HB,etc.)

[ Stainless Steel
[] Heat-resistant alloys

Shank form

O]

Form HA

s

Form HB

DIN6535

N

Form HE

S W

Ordinary straight handle

O =

With flat tail handle DIN 1809

Coolant type

Coating i -

Internal coolant

Coated |:|

Morse Taper Shank MT [_]

External coolant

Special shapes

Non—Coated |:|

Note:

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

C95

Special non-standard tooling

customization(twist drill)

y E
[=]
2
o
=
=
a




"G BORING TOOL /oriingToos

Special non-standard tool customization(step twist drill)

&
Company name: > zcc-ci
ZCCCT
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

Hole shape to ] V; )
be machined: O U [ Carbon Steel [ Grey cast iron Material grade to be processed;

] Alloy Steel [ Ductile Iron
Small hole size= l:l mm [ Pre-hardened steel 1 Copper Alloy
Small hole tolerance= ‘:’ [ Hardened steel [ Aluminum alloy e e strengthzl:lN /mm?

L hole size= I:I mm . [ Titanium alloy
arge hole size [ Stainless Steel ' Hardm::lUm(HRCyHBM
Large hole tolerance= |:| [ Heat-resistant alloys

Depth of hole to be machined= l:l mm

Tool Information

. o Shank form

g ] N A o

5 di= ' < )

a |L|1 SN RS e 2 Fomna

(<) Tol: . e

(=] ] /

2 v N\ £ o0d )
. = | Form HB
%3
€2 - ] i
Nz Form HE
=3
S s
53 =[] S —
3 g Ordinary straight handle
=)

4 -
Q. —

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

BORING TOOL

Company name:

FaX:

Tel .

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:zccet@zecct.com

Hole information and workpiece material

Size of processed hole:\:l mm
[ 1Grey cast iron
Tolerance of processed hole:|:| [ Ductile Iron

Depth of processed hole= \:’ mm L Aluminum alloy

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

Tensile strength= N/mm?
[ Silicon Aluminum Alloy Si<10% |:| /i
[ Silicon Aluminum Alloy Si>10% Hardnesszz Units(HRC. HBefc.)

Material grade to be processed:

Tool Information | iShani fomn
o 0L
/\/ @|  FomHA
\ ] 4
(= e - Z o
Tol: \v‘ / = Form HB
Ve S o
Form HE
hi=
L] f —
Ordinary straight handle
-
With flat tail handle DIN 1809
Coolant type Coating I e
Internal coolant Coated |:, Morse Taper Shank MT[ ]
Special shapes
External coolant Non—Coated |:|
Note:
Order Quantity: PCS Expected delivery date:
Quotation: Confirmation:
Date:

co7

A
[=]
8
{=1]
£
E
(=]

Special non-standard tool customization

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

l

-
Company name: Q> zcc-ci
ZCC-CT
Fax: Huanghe Southern Road, Tianyuan Zone,

Zhuzhou. Hunan province

Tel: Fax: 0731-22882721 22885420 22887878

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

Hole information and workpiece material

Hole shape to ] Straight groove drills are widely used for cutting short cutting materials,
be machined. O O from cast iron, common aluminum alloys, to high silicon aluminum alloys.

Material grade to be processed:

Small hole size=

all hole size |:| mm [ ] Grey cast iron
Small hole tolerance= :’ [ Ductile Tron
Large hole size= I:I mm [ Aluminum alloy Tensile strength:\:l N/mm?

.. . i
Large hole tolerance= I:‘ [ Silicon Aluminum Alloy Si<10%

[ Silicon Aluminum Alloy Si>10% Hardnesszl:l Units:(HRC, HB,etc.)
Depth of hole to be machined= I mm

Tool Information

- Shank form
(=] 3=
= 5
- ] M —
s i A bl Form HA
- — =5 - :
[ - -—t - -—t-—-—+d2= —
Tol 1 / a O]
—~ \/ <7 Form HB
(2]
-~ T
8% e[ o)
Q — —
23 ] b=l Form HE
(2]
=1
L o
S8 =l O 1
Q I Ordinary straight handle
S 3
25 e —
Se With flat tail handle DIN 1809
= »n
S O &=
g Coolant type Coating Morse Taper Shank MT [_]
o
> Internal coolant Coated \:| Special shapes
External coolant Non—Coated \:’
Note:
Order Quantity: PCS Expected delivery date:
Quotation: Confirmation;
Date:

cos8



N\ Drilling Tools \|

How to choose the right U drills S

o How to choose the right U drills ™

——= Shape

Inserts specification »

Product category Including type, dimension, grade
and stock.
[ LEEVETIEELE R LIIEE ZSD02 2D

o
b
[s]0 )

nesom] o
v >

Z5002-120-XP20-5P04-02

A 120 20 | 25 | 27 | 44 | 50 | 4 smxoaozos-xmwsmxé" 160M1 8x4 | WTOSIP
Z5D02-125-XP20-5P04-02 | A ||2.5 20 | 25 N | 50 25 !smxmozua-xmwtzwmg [BOM1.B=4 | WTOSIP
Z5D02-130-XP20-5P04-02 A | 130 20 25 29 46 50 96 | SPMX040203-XMLMEMXR | T60M1 B4 WT0sIP
ZSD02-135-XP20-SP0402 | A |1a.s: 20 | 25 | 50 | 47 | 50 | 97 [sPMX040203 XMAMEMXR| (6OM18x4 | WTOSIP
Z5D02-140-XP20-SP04-02 A | 140 20 25 kil 48 50 98 |SPMX040203-XMLMEMXR | I60M1.8x4 WTOSIP
zsnnz-us-xpm-smml A |14_5 a0 | 25 32 45 | 50 | 9 spmxmozoa xmwmmn- 160M1 B4 | WTosiP
ZSD02150.XP20-5P05.02 | A | 150 20 | 25 | 33 50 | 50 100 |SPMXOSO204XMLMEMXR [80M2e43 | WTOBP
zsD02 155-:qu-sm| A ||55 2 | 35 ' 34 51 | s | 101 Esm;(nsozoftvxmw;mxni 160024 3 | wrose
Z25D02-160-XP20-SP05-02 re | 16.0 20 25 a5 52 50 102 |SPMX050204-XMLMWEMXR | 160M2=4 3 WTOGP
28D02-165-XP20-5P05-02 | A | 165 | 20 | 25 | 36 | 53 | 50 | 103 |SPMXOSOZAXMLWEMXR| I60M2es3 | WTogP
Z5D02-170-XP20-SP05-02 ry 170 20 25 37 54 50 104 | SPMX050204-XMLMEMXR | I60M2%4 3 WTOEP
zsnnzdfsxmosmmi A !n.s 20 | 25 | 38 55 | 50 | 105 ispmxusozm«mwewxai 160M2+4.3 ! WTogP
ZSD02-180-XP25-5P0602 | A | 180 25 | 32 | 38 | 57 | 56 | 13 |SPMXOBOZ4-XMLMEMXR I60M22+65  WTO7IP
Z5D02-185-XP25-5P06-02 i Y | 185 25 I a2 : 40 58 ! 58 114 :SFMXOMZM-XM’_WEMFXR;lﬁOMZ_Els.Sg WTOTIP
Z5D02-190-XP25-SP06-02 Y 19.0 25 32 4 63 56 15 :SPMXUBOEO“-XWLM?EMl’XR_[50M2.2"5.5: WTOTIP
ZSD02186-XP25-5P06-02 | A | 195 | 25 | 32 | 42 | 60 | 5 | 116 SPMX00204 XMLWEMXR 160M22¢55 | WTO7IP
Z5D02-200-XP25-5P06-02 'y 200 25 a2 43 2] 58 17 'SPMXQSOEM KMILMEM!, XR 160M2 2% 55' WTOTIP
Z5D02-205-XP25-SP06-02 | s IZ‘JE 25 | 32 | 44 | 62 | 56 18 SF'MXOBOZ[M—XWLMI’EM:’IR T6OM2.. 2"55

WTUT[F'

Asiock available 2 Make-lo-order

SPMX040203-EM | 40 | 238 | 22 | 03 * ° ® *
sPuxos0z04EM | 50 | 238 | 22 | 04 . ® | ° | =
SPMX060204-EM | 60 | 238 | 25 04 - ° ° *
SPuXoTTI08EM | o4 | 357 | 28 | o8 * ® | . | *
SPMX090408-EM | 98 | 43 | 41 | 08 * ° . *
SPMX110408.EM | 115 | 476 | 44 | 08 N | ° | . | *
SPMX140512-EM | 143 | 52 | 55 | 12 “ ° ° *
% Recommended grade (always stock available} @ Available grade (always stock available) = Make-to-order
——= Shape
Inserts specification =
————= Product category Including type, dimension, grade

and stock.
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U drills code key

Ve

U drills code key

N

T
Edge length
Code - ¥
S
03 3.8
04 | 43
s ™
05 54 50
w : .
086 6.5 6.0
07 7.94
08 8.7
" | 120-500 ) s (¢ 7 09 9.8
02, 03. 04, 05 Range ————————
| 12mm-50mm B 112 1 1.5
- The ratio of length Insert clearance Cutting edge
A 2 Tool diameter ‘ 1Se i ' ; :
_ and diameter L ok ;) | lnsertshape | angle _ length(mm)

==

|

EDEDO6TE

|

Code

Tool type

Description

ZTD

Double helical inner
coolant indexable
shallow drill

Z8D

Indexable shallow drill

and type
Code Description
= : 20. 25, 32. 40
_XP |  Weldonshank |

Coupling structure O

P

\

C100
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High Efficiency Indexable Drill

LS Dseries

¢ 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;

SEM

o E Geometry for soft steels to

- 2 -, revent chip-wrapping.
e Economical four-edges insert, /d B Proven Chipwrapping

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

General-purpose geometry
for stable machining
operations.

Geometry for Stainless
steel and sticky chip
materials.

Machining of hard materials,
strengthen cutting edges.

herekarekthreeltypesyofggeometny
; »a suitablejforhighlefficiencyfand]stability
“Case study [machininglinfmultiplelmaterialss

e e Hole surface quality
Workpiece material: 45'steel (HB170-220) £
- @

Tool: ZSD05-160-XP20-SP05-02

Insert: SPMX050204-XM/YB9320 21um
Cutting data: Vc=120m/min, f=0.07mm/r, -

ap=80mm
Cooling: Internal coolant supply

= 13"“1

e Aperture cylindricity
Similar products of company A ZCC-CT

Conclusion: under the same working conditions,the
= ~— 1~ machined hole surface quality by ZSD series indexable
Zee-CT Similar products of company A insert drill contributes to better hole precision than A

Cyfindricity e — SREmm company's similar products.




B C VD coating grade
\_Y!B@gf_sg ( 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.

raae

_\Y!IBQ:B ’Tl 15 ( peripheral/central inserts )

—— Multilayer nano-coating PVD grade

‘> Significantly enhanced on wear resistance & heat resistance, N (o Yo %o ) 1 _ =
| : ! MB%B:Z@ ( peripheral/central inserts )

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

e .
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
| achieve a perfect match between hardness and toughness,

VDCINA _ _
\YIBS/Z‘lo.B ( peripheral/central inserts ) effectively solving the problem of high temperature instability
High performance grade for S at the interface of multiple coatings and improving the high

y e & 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.

‘2 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 =

>~
—— P 8l b C___Djsis
T } - Ly
Ls
L
Type Stock Applicable inserts

@D | @D1| @02 Li| L2 | Ls| L Vo

Z5D02-120-XP20-SP04-02 A | 120 20 25 27 44 50 94 !SPMXU4UZO3-XMJLMJ'EM#XR 160M1.824.5 | WTOSIP
2SD02-125XP20-5P04-02 | A | 125 20 | 25 234550|95|spmxn4ozo&xmwswxn 160M1.8x4.5 | WTOSIP
Z5D02-130-XP20-SP04-02 A 13.0 20 25 29 46 50 a6 SPMXU40203-XM#LMJ’EM#XR 160M1.8x4.5 | WTOSIP
ZSD02-135-XP20-SP04-02 | A | 135 20 | 25 | 30 | 47 | 50 | o7 ASPMX040203-XMILM/EMXR| I6OM18x45  WTOSIP
"iéDUZ 140-XP2.6.-5P04 02". A | 140 20 . 25 31 48 56 -------- ag SPMXU4OZU3-XMJLM."E.|-\;'.XR 160M1 3*45 . WTOﬁlP"”
Z5D02-145-XP20-5P04-02 | A 20 | 25 | 32 | 49 | 50 | 99 |SPMX040203 XMILWEMIXR] 160M1.8x4.5 | WTOSIP

| 100 SPMX050204- XM#LMJ’EMD(R I60M2X4.3 WT{JGP
155| 20 | 25 34 51 | 50 ‘ 101 SPMX050204 XM#LMJ’EM!XR 160M2%4.3 WTOBP

ZSD02-150-XP20-SP05-02

-
w
o
v
o
[\
w
(]
w
o
o

A
ZSD02-155-XP20-5P05-02 A
ZSD02-160-XP20-SP05-02 | A
2ZSD02-165-XP20-SP05-02 | A | 20 | .
.ZSDUZ 175-XP20 SPUS 02“ A B 120 | 25 | 38 | 55 | 50 | 105 SPMXUﬁUZO‘l-XWLMfEM#XR .-|6UM2X4 3 i WTGBP
2SD02-180-XP25-SP06-02 | A | 180 | 25 | 32 | 39 | 57 | 56 | 113 |SPMX0B0204-XM/LMEMXR| IGOM22x55 WTOTIP
A
A
A
A
A

16.0 20 25 35 52 50 102 SPMX050204 XMILMIEMIXR 160M2x4.3 WTOBP
I . ! | 103 |SPMX050204-XM/LM/EMXR IBOMZX43 WTO6P

—
=2}
i
L)
(=]
i
Lo
(93]
&
(4]
=]

w
o
i 8
{=:]
E
5=
a

s
-4
o
]
(=]

i v

PURRSY
(73]
o
5]
(3,1

U drills

ZSDDZ 185-XP25 SPOE 02 18 5 l 25 32 40 58 | 56 [ 114 | SPMX060204-XM/LM/EM/XR l60M2.2X5.5 WTO?IP
ZSD02-190-XP25-SP06-02 190 25 32 41 59 56 115 -SFMXDBUZO4—XM#LM!EWXR IBDM2.2X5.5 WTO7IP

| | 116 SPMX060204 XM."LM.FEMD(R ISDM2,215,5 WTO7IP
200_ 25 32 43 61 | 56 17 SPMXOGOZOdXM#LMJEM#XR I60M2.2x5,5 WTO7IP

=
w0
tn
)
(3
L |
i
i
ra
@
=1
3]
&»

ZSD02-195-XP25-SP06-02
Z5D02-200-XP25-SP06-02

]
o
n
ra
W
8
Fs
=
@
ra

ZSD02 ZOS—XPZS-SPOG 02 118 SPMXUGU?O‘#-XMH.M!EMD(R IBDMZ,Z*S.S WTD?IP
ZSD02-210-XP25-SP06-02 21 0 25 32 45 63 56 119 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 | WTO7IP

120 | SPMX060204 XMHJ\.I'I.FEMIXR 160M2.2%5.5 WTU?IP

r
=
o
)
w
8
s
)
@
=
@
@

ZSD02-220-XP25-5P06-02
25D02-225-XP25-SP07-02
i ZSDUZ-Z3U-XP25-SP07 02". -
ZSD02-235-XP25-SP07-02
ZSD02-240-XP25-SP07-02.
ZSD02-245-XP25-SP07-02
ZSD02-250-XP25-SP07-02 |
.“Z"éDUZ-255-XP25 SP[W 02“
ZSD02-260-XP25-SP07-02
-ZSDUZ-ZES-XPZS-SPOT-UZH -

ZSD02-270-XP25-SP07-02

"22 02532 4?65 56 m;l-é;}”"'SPMXUﬁOZOf# XMILM/EM/XR | 160M2.2x5.5 | WTO7IP
"22 5 ‘ 25 32 - 48 66 : 56| 152 ) SF’MX{)?TSDB XM:’LMIEM:’XR IBUM.Z..S*B.S. .WTG?‘IP. .
23,0 25 32 49 67 56 123 SPMXO?TSOB-XMJ’LM!EMJ’XR 160M2.5%6.5 WTOTIP
‘ ‘ . . ‘ 124 SF'M)(O?TSD& XM!LMIEM:’XR 160M2.526.5 | WTO7IP

240 25 32 51 69 56 125 SPMXO?TSOSXMJ’LMIEMIXR 160M2.5%6.5 | WTO7IP
I | 126 SF'MXO?T308-XM:’LMIEM!XR [60M2.5%6.5 | WTO7IP

(4]
o
(4]
n
(5]
B < :
[+
(+-]
(4]
{+2]

| 250 2532 53?1 5612?SPMXD?’TSOB—XMILMIEMIXR 160M2.5%6.5 WTDTIP".
| 25 | 32 | 54 | 72 | 56 | 128 [SPMXOTT30BXMLMEMXR IGOM25%65 WTO7IP
| 260 2;‘5; 32 1 55 ?3 56 ;IUEQHISPMXD?TSDS—XMILMIEMIXF{ IBBMZ 5"5 5- .“WTD?IP".
- ;1-30 [SPMXO?TL‘.OB XMJ’LMIEMJ’XR “ISUMZ SXB 5- ..“WTU?IP"”
| 27.0 I 25 ‘ 32 . 57 . 75 . 56 I 131 lSPMXG?TIiOS -XM/LM/EM/XR | 160M2.5%6.5 | WTO7IP

3 3 !
wm
3

8
2
y
g

pr»»br > > '*"'""'
8 8
@ Y
N =}
g 3

A Stock available  /.Make-to-order
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U drills

ZSD02 2D

(]l
@Dz

Basic dimension(mm) Insert screw| Wrench

Type Stock Applicable inserts.

o0 | o0 o0z Li| Lo | Ls L Vv o

ZSDUZ 2?5-XP25 SPOT 02
Z5D02-280-XP32-SP09-02

27.5 25 | 32 58 7% | 56 132 SF’MXD?’TSOB XMJ’LM!EMIXR IGUMZ 5*65 WTUTIP
32 37 58 79 60 139 | SPMX090408- XM/LM/EM/XR| 160M3. 5*8 WT15IP

b§p5>
2B

32 37 60 80 60 | 140 SPMXUQO408AXMH_M.FEMJXR IBUMB 5*8 WT15IP

ZSD02-290-XP32-SP09-02 29 0 32 37 61 81 60 141 |SPMX090408- XM/LM/EM/XR| 160M3.5%8 WT15IP
ZSDO2-295-XP32 SP09 02

ZSD02-300-XP32-SP09-02

]
Lo
o

32 37 62 82 60 | 142 SF'MXDQU408 XI'\."IJ’LM!EMJXR 160M3.5%8 WT15IP

300 | 32 37 63 83 | 60 : 143 SPMXUQOdOS XM."LM.I’EMD(R 160M3.5%8 WT15IP

ZSD02-305-XP32-SP09-02

32 37 64 84 | 60 | 144 |SPMX090408- XM/LM/EM/XR IBDM3 518 WT15IP

2SD02-310-XP32-SP09-02
2ZSD02-315-XP32-5P09-02
| Z5D02-320-XP32-SP09-02 |
ZSDUZ-GES-XP?IZ SPQB 02“ )
Z5D02-330-XP32-SP09-02.
i ZSDUZ-335-XP32-SP09 02". -
ZSD02-340-XP40-SP11-02
ZSD02-345-XP40-SP11-02 |
ZSD02-350-XP40-SP11-02
ZSD02-365-XP40-SP11-02
ZSD02-360-XP40- SP11-’02“

31.0 | 32 37 65 85 60 145 |SPMX090408- XM/LM/EM/XR ISGMS 5*8 WT15IP
31 5 ‘ 32 37 66 86 60 l 146 SPMXOQ(MOS— XM#LM.I’EM.I’XR IEOM3 SXB WT15IP
32 D | 32 37 67 87 60 | 147 SPMXDQU408 XMH.M!EM!XR ISDMB 5*8 WT15IP

=]
=
S

=]
-
o
o
w

w
8
o

32 37 68 88 60 | 148 |SPMX090408- XM/ILM/EM/XR| 160M3. 5*8 WT15IP
330 @ 32 37 69 89 60 | 149 SPMXDQD408~XM!LM!EM!XR IEDMS 5*8 WT15IP

@
L
e

32 37 70 90 60 | 150 |[SPMX090408- XM/LM/EM/XR| 160M3. 5*8 WT15IP

sliLp N

40 47 71 96 70 166 SF’MX110408 XMILMIEMIXR 160M4=10 WT1BIP

34.5] 40 | 47 72 97 | 70 ‘ 167 SPMX110408 XMILMIEM!XR [60M4x10 WT15IP
| 350 40 47 73 98 70 | 168 SPMX110408- XM/ILM/EM/XR| 160M4x10 WT15IP

LS
<L
o

40 | 47 74 98 | 70 | 169 SPMX110408 XM!LMIEMIXR 160M4x10 WT‘ISIP

36.0 40 47 75 100 70 | 170 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

40 | 47 | 76 | 101 | 70 | 171 smxnmoa XMILM!EMIXR 160M4x10 WT15IP

37.0 | 40 | 47 | 77 | 102 | 70 | 172 SPMX110408- XMILM/EM/XR| 160M4x10 | WT1SIP
|3:r,5| 40 | 47 | 78 103 70 | 173 | SPMX110408- XMLMEM/XR|  160M4x10 wT1sIP

8

Z5D02- 3TU-XP40 5P11-02m
ZSD02-375-XP40-5P11-02
ZSD02-380-XP40-SP11-02 |
Z5D02-385-XP40-SP11-02
ZSD02-390-XP40-SP11-02 |
ZSD02-395-XP40-SP11-02
ZSD02-400-XP40-SP11-02 |
ZSD02-405-XP40-SP11-02
25D02-410-XP40-SP11-02 |
| ZSD02-415-XP40-SP11-02 |
ZSD02-420-XP40-SP11-02

ZSD02-425-XP40-SP14-02 |

| 380 | 40 47 79 104 70 | 174 SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

| w
b
T

40 | 47 80 105 | 70 ‘ 175 SPMX110408 XMILM!EM!XR 160M4x%10 WT15IP

39.0 40 47 81 106 70 176 SF’MX110408—XMILMIEM!XR 160M4=10 WT15IP

> >§[> > D PD D Déb >>>>» bb > >
@

@
o
P9
-l
(]

. . 10?: 70 | 177 | SPMX110408- XM!LM!EMIXR 160M4x10 WT‘]SIP
40.0 @ 40 47 83 108 70 178 SPMX110408 XMILMFEMIXR 160M4=10 WT15IP

40 47 84 108 | 70 | 179 |SPMX110408- XM/LM/EM/XR|  160M4x10 WT15IP

E
il g
Sna

| 410 | 40 47 85 110 70 180 SPMX110408 XMILMFEM!XR IBEIM4><10 WT15IP
41.5 l 40 47 86 m | 70 [ 181 SPMX110408- XMJ’LMIEM!XR IGOM4X10 WT15IP
42.0 40 52 87 119 70 189 |SPMX110408- XMILMEEMJ’XR 160M4x10 WT15|F'

425 40 | 52 | 88 | 120 | 70 | 190 SPMX140512- XW/LMEMXR| I6OMSx13 | WT20IP

Déb D§>§1>§>

A Stock available  /.Make-to-order
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U drills

=

ZSD02-430-XP40-SP14-02 A 43.0 40 52 89 121 70 191 [SPMX140512- XM/LM/EM/XR| [60M5%13 WT201P

ZSD02435-XP40-SP14-02 | A | 435 | 40 | 52 | 90 | 122 | 70 | 192 |SPMX140512- XMLMEMXR 160M5x13 | WT20IP
25D02-440-XP40-SP14-02 A 44.0 40 52 . 9 - 123 70 193 SPMX140512- XM/LM/EM/XR|  160M5x%13 WT20IP

| ZSD02445-XP40-SP14-02 | [\ | 445 | 40 | 52 | 92 | 124 | 70 | 104 SPMX140512- XMLMEMXR 160M5x13 | WT20lP
ZSD02-450-XP40-SP14-02 A 45.0 40 52 a3 125 70 195 |SPMX140512- XM/ILM/EM/XR| 160M5x13 WT20IP !
Z5D02-455-XP40-SP14-02 VAN 455 40 52 94 | 126 70 196 |SPMX140512- XM/LM/EM/XR| 160M5x13 WT20IP

| ZSD02460-XP40-SP14-02 | A | 460 40 | 52 | 95 127 | 70 | 197 SPMX140512- XMLMEMXR 160M5x13 | WT20IP

ZSD02465:XP40-SP1402 | [\ | 465 | 40 | 52 | % | 128 | 70 | 195 SPMX140512 XMLMEMXR| I60MSx13 | WT20PP
ZSD02-470-XP40-SP14-02 A 47.0 40 52 a7 129 70 199 SPMX140512- XM/LM/EM/XR| 180M5=13 WT201P
ZSD02-475-XP40-SP14-02 ra't 47.5 40 52 o8 | 130 70 200 [SPMX140512- XM/LM/EM/XR| [60M5%13 WT20IP

B B B e B e i S B
ZSD02485-XP40-SP14-02 | A | 485 | 40 | 52 | 100 | 132 | 70 | 202 |SPMX140512- XMLMEMXR 160MSx13 | WT201P
Z5D02-490-XP40-5P14-02 A 49.0 40 52 101 133 70 203 |SPMX140512- XM/LM/EM/XR| 160M5x13 WTZU"I:-'"“
ZSD02-495-XP40-SP14-02 | /\ | 495 | 40 | 52 | 102 134 | 70 | 204 [SPMX140512- XMLWEMXR 160MSx13 | WT20IP
25D02-500-XP40-SP14-02 A 50.0 40 52 l 103 [ 135 70 205 SPMX140512- XM/LM/EM/XR| 160M5%13 WT201P

AStock available  /.Make-to-order
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o
b

o
=
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U drills

ZSD03 3D

\
_—w é é
[ e !
Basic dimension(mm) insert screw| Wrench

Applicable inserts

@D | @D1| @Dz Li| L2 | Ls| L v ﬁ/

Z5D03-120-XP20-SP04-02 12.0 | 20 25 39 55 50 105 .SPMXU40203-XMJLMJ’EM#XR 160M1.8x4.5 | WTOSIP

[ | |
Z25D03- 125 XP20 SP04-02 ‘ 125 ‘ 20 25 41 57 50 107 SPMXU40203—XM|’LMIEMD(R ISDM‘I 8345 WTUSIP

ZSDOZ 130-XP20 SPD4-02

ZSDG3 135-XP20 SP04-02

130 | 20 | 25 | 42 | 58 | 50 | 108 smxo«;ozas xmwswxn I60M1 3x45 WTOSIP
| 20 | 25 | 44 | 60 | 50 I 110 spmxmuzos-xmn_wmnm |60M1.sx4.5 WT0SIP

Z5D03-140-XP20-SP04-02 14.0 | 20 25 45 61 50 | 111 SPMXD40203—XMILM!EMD(R IBDM‘I 8*4 5 WTOsIP

>>b>> >

14.5‘ 20 | 25 47 63 | 50 ‘ 113 SPMX040203 XM."LM.FEMD(R ISUM‘I BX45 WTOSIP

ZSD'[|'3 150-XP20 SP05-02 15.0 20 25 48 64 50 114 SPMXGSGZO4-XM#LMIEM#XR IBUMZX4 3 WTO6P

Z25D03-155-XP20-SP05-02 116 | SPMX050204-XM/LM/EM/XR IBDM2>=4.3 WTOBP

8
3
3
3

ZSDUS-160-XP20-SP05-02 16.0 | 20 25 51 67 50 | 117 SPMXGSOZO‘#-XMILMIEM."XR 160M2x4.3 WTO6P

A
A
A
ZSD03-165-XP20-5P05-02 A
"zsnos 170-XP20 spos-ozn " A 170 20 | 25 | 54 | 70 | 50 | 120 |SPMX050204-XWLM/EMXR| 160M2x43 | WTOGP
2o ! | |
A
A
A

=
=
S

=]

-
o

o
w

—
>
(5]
[\%]
S
T
Lo
[=1]
©

50 | 119 SPMX050204-XM!LMIEM#XR 160M2%4.3 WTO6P

1?5

ZSD03 1?5 XPZO-SPUS-DZ

sliLp N

20 . 25 56 72 I 50 ‘ 122 SPMX050204 XI\«"I!LM!EMD(R IBUM2><43 WTOBP

18 D 25 32 57 75 56 131 SPMX060204 XM#LM!EM#XR IBUMZ 2><5 5 WTO7IP

Z5D03-185-XP25-SP06-02 |185 25 | 32 59 T 56 | 133 SPMXDEUZO4—XMJ’LMIEMIXR 160M2.2x5.5 | WTO7IP

Z2SD03-190-XP25-SP06-02 | 18.0 | 25 32 60 78 56 134 |SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 WTOTIP

ZSD03-195XP25-SP0G02 | A | 195 | 25 32 | 62 | 80 | 56 | 13 SPMX0G0204- XMLMEMIXR 180M22%55| WTOTIP
| ZSD03-200-XP25-SP06-02 | A | 200 | 25 | 32 | 63 | 81 | 56 | 137 SPMX080204- XMLM/EMXR IBOM22X55 | WTOTIP
Z5SD03-205-XP25-SP06-02 A 20.5 | 25 32 65 - 83 56 ‘ 139 SPMXUGG204—XMJLM!EMFXR 160M2.2%5.5 | WTO7IP
ZSD03210XP25-SP0602 | A | 210 25 | 52 | 66 | B4 56 | 140 SPMX060204- XWLMWEMXR 160M22x55 WTOTIP
ZSD03-215-XP25-SP06-02 | A | 215 | 25 | 32 | 68 | 86 | 56 | 142 'SPMX060204- XMILWEMXR| 160M22x5.5 | WTOTIP
25D03-220-XP25-SP06-02 A 22.0 ‘ 25 ‘ 32 . 69 . 87 ' 56 I 143 SF‘MX060204 XMILM/EM/XR| 160M2.2x5.5 | WTO7IP
ZSDOS-—ZZS-XPZESPD?—OZ A 225 ‘ 25. 32 7| 89 | 56 | .145 SF'MXO?TBDB XMILMIE-F-&;'I;)}& IEOMZSXSS \u’\I'TOTl.i;m
ZSD'03-230-XP25-SP07-02 A 230 25. 32 2 91 56 .14? SPMX07T308- XMJ’LMJ’EMIXR IBOMZSNSS WTD?I.J.:-'"”
Z25D03-235-XP25-SP07-02 A 23.5 | 25 32 . 74 . 93 56 ‘ 149 SF’MXO?’TSDB XM/ILM/EM/XR| 160M2.5%6.5 | WTO7IP
.-ZSDOS-Z4U-XP25 SPD?-OZHI A 2532?59456150 SPMXO?’T3OB XMILMIEMIXR-.Iﬁ-ahl;é;é..su ”"WTOTIPW
."ZSD03~245-XP25 3P07-02m A 2532??9656 [ 152 SPMXO?TSO&- XMFLMIEMIXR-.IGOMZ.SNE;SH ”"WTU?IPW

A Stock available  /\Make-to-order

C106



N\ Drilling Tools \|

U drills =
Basic dimension(mm) Insert screw| - Wrench
Type Stock Applicable inserts
| o0 | 0| gD: Li| L2 | Ls| L ¥V o
ZSD03-250-XP25-SP07-02 A 25 32 78 97 56 153 |SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTOT7IP
..-ZSDCI'3~255-XP25 SP07-02.". A 7 2532 80 99 56155 SPMXO?TSOS-XM!LMIEM!XR“lt.'iI]MZ.Sxé.,.su”"WTG?IPW
“ZSD'U'3 -260-XP25- SPUT-OZMH .‘ 260 25 32 81100 5’6156 SPMXD?TSDS— XM/LM/EM/XR! “ISOMZ 5%86. 5. ."WTD?IF’W
...25003-265 XP25 SPDT-DZ-”" A 265 | 25 32 [ 83 102 56| 158 SF’MXOTTSOB XM!LMIEMIXR HIGUMZ 5*65. ."WTG?IPW
."ZSDO3-270-XP25 SP07-02". A 2?0 253284 104 56 .;l-éﬁmiSPMXO?TZiO&-XM!LM!EMIXR-.IBOM25X65-”"WTG?IPW
.ZSDOS -275-XP25- SPOT-OZHH A 2?5 25 ........ 32 ..... 86 ........ 106 1 56‘ 162 § SPMXD?TSOB— XMILM!EMIXF{ I80M25x65 WT(]?IP i
Z5D03-280-XP32-5P09-02 A 28.0 32 37 87 109 60 : 169 SPMX090408 XMILM/EMIXR| 160M3.5%8 WT15IP
ZSDﬂ3-235XP323P09-02 A ....... 2 85 2 | 3? 89”""“111 60‘171 SPMXDQG408— XM#LMJ’EMIXR""lgl-J.i-\;ié.S;ﬁ; ....... WT‘ISIP
"25003-256:kp32-85’09-02m A 290 32. 37 90112 60 -------- 172 SPMXDQD408~XM!LM!EM!XR IEDMS.E.;!;M WT‘ISI.};"”
.ZSIDOS-ZQS;XPSZI-.SPUS-OZ A. 2;59.5 32 .3.? 92. - .114 ? 60. | 174 SI;'MXOQG‘iOS-XMILMIEMD(R IGdMG,Sxé WT‘ISIP.
| ZSD03-300-XP32-5P09-02 | A | 300 | 32 | 37 | 93 | 115 60 | 175 SPMX090408- XMLMEMXR 160M35x8 | WT1SIP
ZSD03305XP32SP0902 | A | 305 32 | 37 | 95 | 117 | 60 | 177 SPMX090408-XWLMEMXR ISOM3S<E | WTISIP
Z5D03-310-XP32-5P09-02 A 31.0 I 32 37 96 118 I 60 178 iSPMX090408—XMfLM!EMfXR 160M3.5%8 WT15IP
ZSD03-315-XP32-SP0302 | A | 315 32 | 37 | 98 | 120 | 60 | 180 ‘SPMX0S0408- XMLM/EMXR wTisiP
ZSD03320-XP32-SP09-02 | A | 320 32 | 37 | 99 | 121 60 | 181 SPMX000408-XW/LMEMXR I60M35x8 | WT1SIP
25D03-325-XP32-5P09-02 A I32.5i 32 37 . 101 . 123 60 ‘ 183 SPMX090408 XM."LM.I’EMFXR 160M3.5%8 WT15IP
"iéDOZ-SSO-XPSZ SPDQ-DZH A 330 32 3? 102124 60 134 SPMX090408 XM!LMJ’EM#XR -.-I60M3 5x8 "”“WT15IF'"”
ZSD03335XPI2SP0S02 | A | 335 | 32 | I | 104 126 | GO | 186 SPMX090408-XWLMEMXR I6OM3S<E | WTISIP
Z5D03-340-XP40-SP11-02 A 340 40 47 ‘ 105 - 130 I 70 200 SPMX110408—XMILMIEMIXR 160M4x10 WT18IP
ZSD03-345-XPA0-SP11-02 | A\ | 345 | 40 | 47 | 107 | 132 ?0|202 ISPHX110408- XMILMEMXR 160M4x10 | WT1SIP
Z5D03-355-XP40-SP11-02 AN 35.5: 40 | 47 . 100 . 135: 70 ‘ 205 [SPMX110408- XM/LM/EM/XR| 180M4x10 WT15IP
| ZSD03-360-XP40-SP1102 | A | 360 | 40 | 47 | 111 | 136 70 | 206 SPMX110408- XMLMWEMXR| 160M4x10 | WT1SIP
ZSD03-365XPAOSP1102 | (A | 365 | 40 | 47 | 13 | 138 | 70 | 208 SPMX110408- XMLMEMXR 160Méx10 | WT1SIP
ZSD03-370 XP40-5P11-02” A STDI 40 ‘ 47 - 114 - 139- 70 I 209 SPMX110408 XMILMEM/XR| 1680M4=10 WT15IP
.“ZSD03-3?5 XP4I]-SP11-02“ A "37 5404?116141?0[211 SPMX110408 XM!LM!EM!XR l60M4><10m WT‘]SIP
ZSD03-385-XP4O-SPH02 | A | 385 | 40 | 47 | 1o | 144 | ra'|“m" s&ﬁmmoa.xmwewxa l6OM4x10 | WT1sIP
.ZS.DDS-S;SDI-XP-W.SP“-OZ. A. i 3.9,0 ‘ 40”-”4? - ;120. I .145 h T0215 ISPMX110408 XMILM!EM:’XR |60M4X10. . WT15IP .
sz | 5| 0 | 0 @ | | 2w e swewn sowen | wise
Z5D03-400-XP40-SP11-02 A 40.0 40 a7 123 148 70 218 SPMX110408- XM!LMFEM!XR 160M4x10 WT15IP
Z5D03-405-XP40-SP11-02 VA 405= 40 ‘: 47 - 125 - 150 : 70 ‘ 220 'lSPMX110408~XMILMIEMIXR 160M4=10 WT15IP
ZSDO3410XP4O-SP1102 | A | 410 40 | 47 | 126 151 | 70 | 221 SPMX110408-XMLMEMXR 160Méx10 | WTISIP
ZSD03415XPAOSP11-02 | A | 415 | 40 | 47 | 128 153 | 70 | ééé"' SPNIX110408- XM/LWEMXR| 160M4x10 | WT151P
Z5D03-420-XP40-SP11-02 A 42,0I 40 52 . 129 . 161 I 70 : 231 lSPMX110408—XMILMIEMIXR 160M4=10 WT1sIP
AStock available  /\Make-to-order
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ZSD03-425-XP40-SP14-02 A 40 [ SPMX140512- XM/ILM/EM/XR| [60M5x%13
ZSD03-430-XP40-SP14-02 A | 430 40 52 | 132 | 164 | 70 | 234 [SPMX140512- XM/ILM/EM/XR| 160M5x13 | WT20IP
ZSD03435.XPAOSP14.02 | A | 435 | 40 | 52 | 134 | 166 | 70 | 236 SPMX140512-XMLMEMXR I6OMSx13 | WT20IP
ZSD03-440-XP40-SP14-02 A 440 40 52 135 | 167 70 237 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT201P
Z5D03-445-XP40-SP14-02 A | 445 | 40 52 137 I 169 70 239 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT201P
| 2SD03450-XP40-SP14-02 | A | 450 40 | 52 | 138 170 | 70 | 240 SPMX140512-XWLMEMXR I60MS<13 | WT20iP
Z5D03-455-XP40-5P14-02 A 455 40 52 140 | 172 70 242 |SPMX140512- XMILM/EM/XR| 160M5x13 WT20IP
Z5D03-460-XP40-SP14-02 A 46.0 40 52 141 | 173 70 243 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT201P
ZSDOS-!ES-XP40-SP14-02 A I 465 40 i 52 . .142h| I1I75. . 70 245 SP.N;IXPIlIU!;F.Zv XMJ’IlI..!\JIlI.F.EMDé .lstll.lid.ﬁ.ﬂs | .W'I‘Z(]IP
| ZSD03470-XP40-SP14-02 | A | 470 | 40 | 52 | 144 | 176 | 70 | 246 |SPMX140512- XMLMEMXR I[60MSx13 | WT20IP
.--£50034?5-XP40-SP14-02 FAY . “4?.5 40 52 146."|m:i?8 ?d ------ 248 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT20[I;“
| 2SD03480-XP40-SP14-02 | A | 480 | 40 | 52 | 147 | 179 | 70 | 249 SPMX140512- XMLMEMXR I60MSx13 | WT20IP
25D03-485-XP40-5P14-02 o 485 40 52 | 149 | 181 70 251 |SPMX140512- XM/LM/EM/XR| [60M5x13 WT201P
Z5D03-490-XP40-SP14-02 A 49.0 40 52 ] 150 | 182 70 252 |SPMX140512- XM/LM/EM/XR| 160M5%13 WT201P
|ZSD03495-XPA0-SP14.02 | A | 495 | 40 | 52 | 152 | 184 | 70 | 254 SPMX140512-XMILMEMXR I60MSx13 | WT201P
--iéDOSJBO-XP'W-SP14-02“ A ------- 5{) 0 40 52 ] 163 | 185 70 255 SPMX14U5I:f-é:5(-I.VI.FLMIEMfXR miébmsxw I WI'ZU[F.;"”
AStock available /A Make-to-order



\ Drilling Tools |

2Z2SD04 4D

U drills

~
gt i i
Basic dimension(mm) Insert screw | Wrench
Type Stock Applicable inserts
@D oo v Li| Lz | Ls| L v o
Z5D04-120-XP20-SP04-02 A 12.0 _ 20 25 51 67 | 50 . 117 | SPMX040203-XM/LM/EM/XR. | 160M1 BX45 WTOsIP
ZSD04-125-XP20-SP04-02 | A | 125 20 | 25 | 53 | 69 | 50 | 119 SPMX040203-XM/LMEMXR 160M18x45 | WTOSIP
ZSD04-130-XP20-SP04-02 | A | 130 | 20 | 25 | 55 | 71 | 50 | 121 SPMX040203-XMILWEM/XR| 160M1.8x45 WTOSIP
ZSD04-135-XP20-5P04-02 | A | 135 | 20 | 25 | 57 | 73 50 | 123 SPMX040203-XMLMEMXR| 160M18x45 WTOSIP
-ZSDU4 14U-XP20 SP04 02“ A 140 2025 59?5 5‘0 125 SPMX040203 XMﬂ.M!EMfXR |60M18x45 WT05|P
ZSD0A-145XP20-SPO402 | A | 145 20 | 25 | 61 | 77 | 50 | 127 |SPMXOA0203XMLMEMXR| I6OM18x45 | WTOSIP
ZSD°4 150-XP20-SP°5 02 A 15.0 [ 20 25 63 79 | 50 | 129 SPMXUSUEO‘i XMJLMIEMFKR |53M2*43 WTOGP
25004 155-XP20-SP05 02“ ) A . 155 | 20 25 65 31 50‘ 131 : SPMXU50204-XMfLMfEMfXR .”|GUM2X4.3 [ WTO’EP
Z5D04-160-XP20-SP05-02 A 16.0 20 25 67 83 50 133 | SPMX050204-XM/LM/EM/XR | 160M2x4.3 WTOBP
| ZSD04-165-XP20-SP05-02 | A | 165 | 20 25 | 69 | 85 50 | 135 SPMX0S0204XWLMEMWXR I60M2x43 | WT06P
.25004 1?0-XP20 SPOS UZ-. A . ‘E?O 2025 713? 50 137 | SPMX050204-XMILM/EMIXR |60M2X43 [ WTUﬁP
ZSDOA75XP20SPO502 | A | 175 | 20 | 25 | 73 | 89 | 50 | 130 SPMXOSO204XMLWEMXR I6OMZx43 | WIOGP
ZSDD4 130-XP25-SP05 02 A | 18.0 25 32 75 a3 56 | 149 3PMX060204 XM!LMIEM!XR 160M2. 2*55 WTO7IP
ZSD04-185-XP25-SP06-02 A 18.5 | 25 _ 32 T a5 | 56 ‘ 151 SPMXUEUZD4- XMILM/EM/IXR| 160M2.2x5.5 | WTO7IP
ZSD04-190-XP25-SP06-02 | A | 190 25 32 | 79 | 97 | 56 | 153 SPMX050204- XMLW/EMIXR I60M22+55  WTO7IP
2SD04-195-XP25-SP06-02 | A | 195 | 25 | 32 81 99 | 56 | 155 SPMX060204- XMILMEMXR 160M2.2¢55 | WTO7IP
ZSD04-200-XP25-5P06-02 = A | 200 | 25 32 | 83 | 101 | 56 | 157 SPMX060204- XMILMIEMXR 160M2.2x5.5 | WTO7IP
ZSD04-205XP25-SPOG-02 | A | 205 | 25 | 3% | 85 | 103 | 56 | 150 SPMX060204- XMILMEMXR 180M22s55 | WTOTIP
ZSDU4-210-XP25-SP05 02 A | 210 25 32 87 108 56 161 |[SPMX060204- XM/LM/EM/XR| 160M2.2x5.5 | WTO7IP
ZSD°4-215-XP258P05-02 A |215 | 25. 32 89 | :}0? 56 | .163 SPMXDEUZO4 XMﬂ_M!E-IQ'IJ‘:ZI‘-?. |50M22*5_5 WTUTlP"”
ZSD04-220-XP25-SP06-02 | A | 220 25 | 32 | 91 | 108 | 56 | 165 SPMX060204- XMILWEMXR| I60M2.255 | WTOTIP
Z5D04-225-XP25- 3P07 02 A 225 | 25 32 93 M1 56 | 167 |SPMX07T308- XM/LM/EM/XR| 160M2.5%6.5 | WTO7IP
2SD04-230-XP25-SP07-02 | A | 230 | 25 | 32 | 95 | 114 | 56 | 170 SPMXO7T308-XMLMEMXR I60M2565 | WTOTIP
ZSD04-235-XP25-SPO7-02 | A | 235 | 25 | 32 | 97 | 116 | 56 | 172 SPMXO7T308- XMLMEMIXR IGOM25%65 | WTO7IP
ZSD04-240-XP25-SP07-02 A | 240 25 32 99 118 56 174 |SPMX07T308- XM/LM/EM/XR| 160M2. 5*55 WTO7IP
ZSD04-245-XP25-SP07-02 | A | 245 25 | 32 | 101 120 | 56 | 176 \SPMXO7T308-XMLMEMXR 160M25%65 | WTOTIP
Z5D04-250-XP25-SP07- 02. .A | 25.0 ‘ 25 32 103 ;122 Sé . 178 |SPMX07T308- XM/LM/EM/XR/| 160M2.5%6.5 | WTOTIP .
ZSD04-250XP32-SP07-02 | A | 250 | 32 | &7 | 103 | 122 | 60 | 182 SPMXO7T308- XM/LMEMXR 160M25x65 | WTOTIP
ZSDU4-255-XP25-SPUT-UZ A | 255 25. 32 105 ------- :]25 Sé -------- 181 ESF’.'&XOTTSOB- xMﬂrLMf-E‘E‘}XR |60M25X65 WTUTlP"”
Z5D04-255-XP32-SP07-02 A ‘ 265 | 32 37 108 125 60 ‘ 185 iSPMXO?TSUB- XMILM/EMIXR, 160M2.5%6.5 WTOTlP
ZSD04-260-XP25-SP07-02 A | 26.0 25 32 107 126 56 182 %SPMXU?TSDS— XM/ILM/EM/XR| 160M2.5%6.5 WTU?IP

A Stock available

£ Make-to-order
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U drills

ZSD04 4D

\
ala
_—w 8|8
Type ‘Stock ' : Applicable inserts.
@D | @D | @D2| Li| Lo | Ls| L v V
ZSDO&-ZGO-XPSZ-SPO?-DZ

26.0 32 37 107 126 60 186 SPMX07T308- XM/LM/EM/XR! 160M2.5%6.5 WTO7IP
oy 200 ver || 3¢ |7 | 120 | 60 | 186 SEMXDFIS0N KWEMIENRTGOMZ BHO.S| WIRTI
| ZSD04-265-XP32-SP07-02 |
| ZSD04-270-XP25-SP07-02 |
ZSD04-270-XP32-SP07-02
| ZSD04-275-XP25-SP07-02 |
[ ZSDO‘-ZTS-XP:;Z-SPU?-‘]Z A
ZSD04-280-XP32-SP09-02 | A
-HZSDM 235 XP32$P09-02-" A “28.5 32 37 17 141 60 201 SPMXOQMUS XMFLMFEMJ’XR|” IGDMS 5"3 WT15]P
I ZSD04-290-XP32-SP09-02 A 29.0” 32 3?” : 119 145 . 60 203 : SPMX090408- XM/LM/EM/XR|
A
A
A

265 | 25 32 109 | 128 56 184 |SPMX07T308- XM#LM#EM#XR; 160M2.5%6.5 | WTOTIP

32 37 109 | 128 60 188 |SPMX07T308- XM#LM!EMI’XR! 160M2.5%6.5 | WTO7IP

270 | 25 32 M 131 56 187 |SPMX07T308- XMILM!EMJXR; 160M2.5%6.5 | WTOTIP
270 | 32 37 m 131 60 191 |SPMX07T308- XM#LMIEM!XRE 160M2.5%6.5 | WTO7IP

Pb- >>>>

27.5 25 32 113 134 56 190 |SPMX07T308- XM/ILM/EM/XR! 160M2.5%6.5 | WTOTIP

275 | 32 37 13 | 134 60 194 |SPMX07T308- XM/LM/I EM(XRE 160M2.5%6.5 | WTO7IP
280 | 32 37 15 | 139 60 199 SF’MXDQMDE— XM!LMEEM!)(R [60M3.5><8 WT15IF’

160M3.5%8 WT15IP

=
=
S

=]
-
o
o
w

295 | 32 37 121 145 60 205 \SPMX090408- XM!LMEEMIXR; 160M3.5%8 WT15IP

Z5D04-300-XP32-SP09-02

ZSD04-305-XP32-SP09-02
| ZSD04-310-XP32-SP09-02
-HZSDM 315 XP323P09-02. 1
| ZSD04-320-XP32-SP09-02

300 | 32 37 123 | 147 60 207 |SPMX080408- XM/ILM/EM/XR| 160M3.5%8 WT151P
!
32 37 125 | 149 60 209 |SPMX090408- XM/LM/EM/XR|  160M3.5%8 WT15IP

sliLp N

32 37 127 | 151 60 21

:IGOMSS*S WT15IP
315 | 32 37 | 129 | 153 | 60 | 213 [SPMX090408- XMILM!EM!XR' 160M3. 5x8 WT15IP

32.0 32 37 131 155 60 215 SPMXOQ[MDB XMILMEEM!XR 160M3 5>(8 WT15IP

ZSD04-320-XP40-SP09-02 320 | 40 47 131 155 70 225 SPMXU’QMUS XMILM!EM!XR IGOMS 5*8 WT15IP
25004-325-XP32—SP09-d2 325 | 32 37 133 | 157 ﬁb 217 |SPMX090408- XM/ILM/EM/XR  160M3.5%8 WT15IP
| ZSD04-325-XP40-SP09-02 A | 325 | 40 | 47 | 133 | 157 | 70 | 227 |SPMX000408-XMLM/EMXR 160M3.5x8 | WT15IP
| ZSD04-330-XP32-5P09-02 | A | 330 | 32 | 97 | 135 | 159 | 60 | 219 SPNX030408- XMLMEMXR I6OM35%8 | WT1SIP
Z5D04-330-XP40-SP09-02 33.0 | 40 47 135 | 159 70 229 SPMXDQMDB XM! LIWE MI XR' IGDM 3.5%8 WT15IP

ZSDO4-335-XP32$P09-02
ZSDM 335-KP40-3P09-02
ZSDO4-340-XP40-SP11 02

335 | 32 37 137 | 161 60 221 SPMXOQ(M-OB XMFLMIEMFXR IGUMS,S*B WT15IP

40 47 137 | 161 70 231 SPMXOQCMDB XMILM!EMIXR' E60M3.5K8 WT15IP

34.0 40 47 139 164 70 234 SPMX‘I‘ID408 XM#LMIEMJX

ZSDD4-345-XP40-5P11-02 345 | 40 47 141 166 70 236 SPMX11G408— XMILMIEMFXR; 160M4%10 WT15IP
b

ZSD04-350-XP40-SP11-02 350 | 40 47 143 | 168 70 238 |SPMX110408- XM/LM/EM/XR| 160M4x10 WT15IP

ZSD04-355-XP40-SP11-02 355 | 40 47 145 | 170 70 240 |SPMX110408- )(l'\t"lli’l_f\*‘l.fEI'u"Ili‘J'(Ri 160M4x10 WT15IP

ZSD04-360-XP40-5P11-02
ZSD04-365-XP40-SP11-02

| 2SD04-370-XP40-SP11-02 |
ZSD04-375-XP40-5P11-02

36.0 | 40 47 147 | 172 70 242 |SPMX110408- XMILMJ’EM.FXR 160M4x10 WT15IP
36,5 | 40 47 149 | 174 70 244 SPMX11G40& .'ﬁ(I'\."I.fLi\.l'l!EI'\."I.l’)(R'l 160M4x10 WT15IP
37.0 | 40 47 151 176 70 246 |SPMX110408- XM!LM.FEMJ’XR' 160M4%10 WT15IP

375 | 40 47 153 | 178 70 248 |SPMX110408- XMH.M.I’EM."XRI[ 160M4x10 WT15IP

> >§D5>§D§> DP)PP >§>§>j>§r;>§>

AStock available /A Make-to-order
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‘Basic dimension(mm) Insert screw| Wrench
Type ‘Stock - Applicable inserts :
@b|epi | @D Li| L | Ls| L v M

ZSD04-380-XP40-SP11-02 | SPMX110408-XM/LM/EM/XR |  160M4x10 WT15IP

385 | 40 | 47 | 157 | 182 | 70 | 252 SPMX110408XM!LMIEMIXR 160M4x10 WT15IP

>
[
o
(=]
IS
(=]
B
~
—
[
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—
[
(=]
-
o
e}
3

ZsD04- 390-XP40 SP11-02 38.0 40 47 158 | 184 70 254 | SPMX110408-XM/LM/EM/XR |  160M4x10 WT15IP
ZSDO4 395 XP40- SP11-02 395 | 40 47 161 | 186 70 l 256 |SPMX110408-XM/LM/EM/XR | 160M4x10 WT15IP

A
A
A

ZSD04-400-XP40-SP11-02 | A | 400 | 40 | 47 | 163 188 70 | 258 SPMX110408-XMLMEMXR| [60M4x10 | WT15IP
A

ZSDﬂ4-405 XP40-SP11-02 : ‘ 40.5 @ 40 47 165 | 190 70 [ 260 |SPMX110408 XM/LM/EM/XR I60M4X10 WT15IP
41.0 40 47 167 | 192 70 262 ISPMXHMDBXM!LMFEMIXR IBUM4>‘10 WT15IP

ZSDﬁ4-41 0 XP40 SP11 -02

ZSD04-415 XP40-SP11-02 VAN 415 | 40 47 169 | 194 70 | 264 iSPMX110408 -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 | 160M4=10 WT‘ISIF’
ZSDN-420 XPSO SP11-02 AN 420 | 50 57 171 | 203 | 80 l 283 ISPMXHMOB XMILMIEMIXR 160M4x10 WT15|P

ZSD04-425-XP40-SP14-02 S| 425 | 40 52 173 | 205 70 | 275 ESPMX‘]“OS‘]Z -XMILMEMIXR | 160M5%13 WT201P

ZSD04-425-XP50-SP14-02 | /| 425 | 50 | 57 | 173 | 205 | B0 | 285 |SPMXI40ST2XMLWEMXR| I60MS<13 | WT200P
ZSD04-430-XP40-SP14-02 | A | 430 | 40 | 52 | 175 207 | 70 | 277 SPMX140512XMLMEMXR I60MSx13 | WT20IP
ZSDU4—43U~XP5D SP14 02 PAY 43.0‘_ 50 ‘ 57 - 175 . 207 80 | 287 SPMX140512-XMJLM!’EM?XR 160M5x13 WT20|P

e e g e gy e ey o e e
I 25004-435 XPEU SP14-02 TAa
ZSD04-440-XP40-SP14-02

43.5 40 52 177 | 209 70 279 5PMX140512 XM#LM!EM#XR 160M5=13 WTZGIP

1435 | 50 | 57 | 177 | 200 | 80 | 289 |SPMX140512XWLWEMXR| 160M5x13 | WT20IP
| 440 40 52 179 | 21 70 281 ;SF’MX‘I40512-XM#LMJ’EM#XR 160MS5x%13 WT20IP
ZSDM445—XP40 5P14-D2“ A

AN
A
A
A
AN
“ZSDMS-XPSO SP14-02“ " & 445505? 181 213 80|293 SF'MX140512 XM!LM!EIWXR § IBGNI5><13M “.-WTZGIP
A
A
AN
A

44.0 [ 50 57 179 21 | 80 | 291 |SPMX140512 XMfLMfEMfXR 160M5%13 WTZUIP"”
445 40 52 181213 ?0 233 SPMX140512 XMILM/EMIXR I|60M5X13. mIWTZOle
 ZSD04-450-XP40-SP14-02

ZSD04-450-XP50-5P14-02
ZSD04-455-XP40-SP14-02 | A\
”25004-455 -XP50- SP‘M-GZH . ‘455 50 57 135- 217 -. 80 [ 297 SPMX140512-XMfLM."EMfXR 160M5=13 WT20IP

Z5D04-460-XP40-SP14-02 | 46.0 I 40 . 52 . 187 . 219 ‘ 70 ‘ 289 SPMX1405‘IE-}(MFLM!EM#XR 160M5%13 WT20IP
ZSD04-460-XPSO0-SP14-02 | /. | 460 | 50 | 57 | 187 | 219 | 80 | 299 SPMX1405T2XMLMEMXR 160MSx13 | WT20P

ZSD04-465-XP40-SP14-02 ‘ [ - - b ¥ . ;

 ZSD04-465-XP50-SP14-02 | /.

45.0 @ 40 52 183 | 215 70 285 SPMX140512 -XMILMEMIXR | 160M5%13 WT20IP
‘ 450 | 50 57 183 | 225 | 80 l 205 SPMXMOﬁ‘lE-XM#LMJ’EM#XR 160M5x%13 WT20IP
| 455 | 40 52 185 | 217 70 287 SPMX‘I40512 XMH_M!EMI)(R 160M5x13 WT20IP
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‘ 46.5 @ 40 52 189 | 221 70 291 | SPMX140512-XM/ILM/EM/XR I60M5X13 WT201P

|46.5 50 57 188 | 221 80 [ 301 {SPMX140512—XMJLMIEMIXR IBUMEHS WTE(]IP

A
VAN
A\
Z5D04-470-XP40-SP14-02 A 470 40 52 | 191 | 223 | 70 | 293 |SPMX140512-XM/ILMIEM/XR| 160M5x13 WT20IP
ZSDM-‘I?O-XPW SP14-02 AN |4?.0‘_ 50 ‘ 57 | 191 | 223 80 [ 303 |SPMX140512 XM#LMIEM#XR 160M5%13 WT201P
ZSDO44TSXPAO-SPA402 | A | 475 | 40 | 52 | 193 225 | 7 | % [ SPMX140512 XMLWEM/XR [60M5x13 | WT201P
A
Vi
i

ZSD04-475-XP50-5P14-02
ZSD04-480-XP40-SP14-02 |
ZSD04-4B0-XPSO-SP1402 | A | 480 | S0 | 57 | 195 | 227 | 80 | 307 'SPMX140512XWILM/EMXR| 160MSx13 | WT20IP
ZSD04-485-XP40-SP14-02 1485 | 40 | 52 | 197 | 229 | 70 | 299 \SPMX140512XMILMEMXR| I60M5x13 | WT20IP
| ZSD04-485-XPS0-SP14-02 | A\ | 485 | 50 | 57 | 197 | 220 | 80 | 309 |SPMX140512XM/LMEMXR| I60M5x13 | WT20P
| ZSD04-490-XP40-SP14-02 | A | 490 | 40 | 52 | 199 | 231 | 70 | 301  SPMX140512-XMLMEMXR| 160MSx13 | WT20IP
ZSD04-490-XP50-SP14-02 | A\ | 490 | 50 | 57 | 199 | 231 | B0 | 311 |SPMXIAOS12XMLWEMXR| I60M5x13 | WT20IP
o e PR P o e s B b S o
ZSD04-495-XP50-5P14-02
ZSD04-500-XP40-5P14-02
© ZSD04-500-XP50-5P14-02 |

A Stock available /A Make-to-order

47.5 50 57 193 | 225 80 | 305 SPMX140512-XM!LM.I’EM#XR 160M5x13 WT20IP
48.0 @ 40 52 195 | 227 70 297 | SPMX140512-XM/ILM/EM/XR | 160M5x13 WT201P

49.5 40 52 201 | 233 70 303 SPMX140512XMILMIEM4‘XR I60M5x13 WTEOIP

1495 | 50 | 57 | 201 | 233 | 80 | 313 |SPMX140512-XM/LM/EM/XR| I60M5x13 | WT20IP

SPMXMGS‘IQ XM!LM!EMJXR IB[IM5><13 WT2[JIP
ISPMX140512 XMILMIEMI}(R 160M5x%13 WT20]P
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Basic dimension(mm) Insert screw| Wrench
Tipe Stock Applicable inserts
o0 @D @Dz Li| L2 | Ls| L V¥ o
ZSD05- 120 XPZU-SPM 02 A | 120 20 25 63 79 50 129 SPMXU40203-XMJLMFEMFXR 160M1.8x4.5 WTOSIP
.ZSDGS 125-XP20 SPD‘--UZ“ . A ‘|"'12'.5 20 ) .25 - 66 ”32 ' 56 ' 132 ) SPMX040203-XM/LM/EM/XR .150.5..'11..3"-;1,5 WT05|P
2SD05-130-XP20-SP04-02 | A | 130 | 20 | 25 | 68 | 84 | 50 | 134  SPNXO0203XMLMEMIXR | I6OM18x45 | WTOSIP
ZSD05-135-XP20-SP0402 | A | 135 | 20 25 | 71 | 87 | 50 | 137 |SPMX040203XMLMEM/XR | I60M18x45 | WTOSIP
Z5D05- 140-XP20 SP04-02 A 14.0 ‘ 20 ‘ 25 . 73 . 89 b 50 I 139 | SPMX040203-XM/LM/EM/XR | 160M1 3*45 WTOSIP
"ZSDDS 145-XP20 SP04-02“ .‘ . 145 20 25 769150 141 .SPMXU40203 XMILMFEMFXR. -IISUN” 8x4. 5- . “WTUSIP"”
| ZSD05-150-XP20-SP05-02 | A | 150 20 | 25 | 78 | 94 | 50 | 144 | SPMX050204-XMILMEMXR  [60M2x43 | WTO6P
ZSD05-155-XP20-SP05-02 | A | 155 | 20 | 25 | 81 | 97 | 50 | 147 |SPMX0S0204-XMILMEMXR| 160M2x4.3 | WTOGP
ZSDUS-1GU-XP20-SPU5-02 A 150 20 25 33 149 .SPMX050204 XM!LMFEM!’XR. -"|50M2*4,3 -.WTUBP"”
25005 165-XP20 5P05-02 A . 1.5.5.5 : 20 | ”25 - .86. - .102 50 152 SPMX0502{]4 XMHLMIEMJXR |60M2";4.3 WTOBP ;
"ZSDUS-"TS XPZU SPUS-UZH A |1?5 20 25 9110? 50 157 .SPMXU502U4 XM#LMFEMJ"XR ----- l 60M2143 ..... WTUGP
Z5D05-180-XP25-SP06-02 A | 18.0 25 32 - 93 12 56 167 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 WTOTIP
ZSD05-185-XP25-SP0G-02 | A | 185 25 G2 | 95 | 114 | 56 | 170  SPMX0B0204-XMLM/EMIXR | I60M22x55  WTOTIP
”ZSDOS 190-XP25- SPUG-OZH ) A |190 - 25 . 32 93 115 56 172 SPMX060204- XMH—M;EMJ’XR. |60M22"55 “WTOTIP"”
ZSD05-195-XP25-SP06-02 | A | 195 | 25 | 32 | 101 | 119 | 56 | 175 | SPMX0B0204-XMILMEMXR | I6OM2.2x6.5 | WTO7IP
ZSD05-200-XP25-SP06-02 | A | 200 25 | 32 | 103 121 56 177 | SPMX060204-XMILMEMXR | I60M22%55 | WTO7IP
ZSD05-205-XP25- SPOG 02 A | 20.5 25 32 106 124 56 180 | SPMX060204-XM/LM/EM/XR | 160M2.2x5.5 WTOTIP
ZSD05-210-XP25-SP0G-02 | A | 210 | 25 32 | 108 126 | 56 | 162  SPMX0B0204-XWLMEMXR | I60M22x55 | WTO7IP
"ZSDOE-Z15-XP25-5PUG-DZH ) ‘|215 25 32 - 111129 56 135 SPMXUGUZU‘!-XM!LMFEM!XR “|50M2.2'5.5- WTUTlP
Z5D05-220-XP25-SP06-02 A | 22.0 25 32 13 . 131 ' 56 187 | SPMX060204-XM/LM/EM/IXR | 160M2.2x5.5 WTOTIP
2SD05-225-XP25-SP07-02 | A | 225 25 | 32 | 116 | 134 | 56 | 190 | SPMXO7T30BXMLMEMXR  I60M25<65 | WTOTIP
ZSD05-230-XP25-SP07- 02“ . A ].-.23..0 - 25 ] 32 1.18. .13.3 ‘ 56 1 194 y SPMX07T3I08-XM/LM/EM/XR | 160M2.5%6.5 ‘M"\I':'-l;ﬁ;flp
"23005-235-XP25 SPOT 02“ ) ‘ |235 25 ] 32 121 141 i 56 19? SF’MXU?TSUB—XMILMJEM!XR. -.IEDME 5*6 5- . WTU?IP
| ZSD05-240-XP25-SP07-02 | A | 240 | 25 | 32 | 123 143 | 56 | 199 |SPMXO7T308-XM/LMEMXR | 160M25%65 WTO7IP
ZSD05-245 XP25 SPOT 02 A | 24.5 25 Ll 126 146 56 202 | SPMX07T308-XM/LM/EM/XR | I60M2.5%6.5 WTOTIP
ZSD05-250-XP25-SP07-02 | A | 250 | 25 | 32 | 128 | 148 | 56 | 204  SPMXO7T308-XMLMEMXR | I60M2.5+65 WTO7IP
"ZSDGS-ZSU-XP:SZ-SPU?-DZH . A250 - 32 3? 123 143 60 203 SPMXO?TG@&-XMJ’LMFEMJ’XR. |50M25*65 WTUT]P
ZSD05-255-XP25-SP07-02 | A | 255 | 25 | 32 | 131 | 151 | 56 | 207 |SPMXO7T308-XMLMEMXR | 160M2.5x65 | WTO7IP
2SD05-255-XP32-SP07-02 | A | 255 | 32 | &7 | 131 151 | 60 | 211 |SPMXOTTS0BXMLMWEMXR | I60M25<65 | WTO7IP
ZSD05-260-XP25-SP07-02 A | 25..0 25 i 32 ' 1.33. - 153 ' 56 :.zbg iSPMXD?TGD&-XMfLM#EM!XR |50M.2.,5"6.5 WTOTIP
| ZSD05-260-XP32-SP07-02 | A | 260 | 32 | 37 | 133 | 153 | 60 | 213 | SPMXO7T308XMLMEMXR | 160M25x65 | WrToTIP

A Stock available

c112

£ Make-to-order




N\ Drilling Tools \|

U drills =
Basic dimension(mm) Insert screw| Wrench
Type Stock Applicable inserts '
@D @D1| @Dz Li| L2 | Ls| L v V
Z5D05-265-XP25-SP07-02 A 26.5 25 32 136 156 56 212 SPMXUTTE’:OS XMILM/EM/IXR | 160M2.5%6.5 WTO7IP
2SD05-265-XP32-SPO7-02 | A | 265 32 | 37 | 135 | 156 | 60 | 216 ispmxomu&xmwewxa I60M2.5%65 | WTO7IP
Z5D05-270-XP25-SP07-02 A _ 27.0 25 32 138 158 56 _ 214 'SPMXO?TE-O&-XMJ’LM#EMJ’XR 160M2.5%6.5 WTOTIP
ZSD05-270-XP32-SP07-02 | A | 270 | 32 | 37 | 138 | 158 | 60 | 218 |SPMXO7T308- XMLMEMXR| 160M2.5+65 | WTO7IP
ZSD05-275-XP25-SP07-02 | A | 275 | 25 | 32 | 141 | 161 | 56 | 217 |SPMX07T308- XMILMEMXR 160M2.5%65 | WTO7IP
ZSDOS-275-XP32 SP07-02 A | 27.5 _ 32 37 141 ‘ 161 60 i 221 SPMXOTT308~XMFLMJEMJ'XR |60M2 5*55 WTO7IP
| ZSD05-280-XP32-SP09-02 | A | 280 32 | 37 | 143 163 60 | 223 |SPMX090408-XMLMEM/XR| 160M35+8 | WT1SIP
.25005-235-XP32 SPUS-OZH . A ‘ 285 323? 146166 60‘225 SPMX020408- XM/LM/EM/IXR i 160M3.5%8 f WT15|P
ZSDQS-ZBO-XP:!Z SP09-°2 A _ 29.0 32 37 148 168 60 | 228 | SPMX090408- XMILMFEM!XR |50M3.5><8 WT15IP
--ZSD05-295 XPSZ-SPUQ-GZH " A| 295 323? 151 .1;1" - é.o.m[“.5-31”"{3PMX090403 XMILMFEM!XR " ]50!\"35"3 | WT‘]S]P
ZSD05-300-XP32-SP09-02 A 30.0 32 37 153 173 60 233 'SPMXUQNOS AMILM/EMIXR | 160M3.5%8 WT15IP
| ZSD05-305-XP32-SP09.02 | A | 305 | 32 | 37 | 156 | 176 | 60 | 236 |SPMX090408- XMILMEMXR| 160M35x8 | WT1SIP
ZSD05-310-XP32-SP03-02 | A | 310 | 32 | 37 | 158 | 178 | 60 | 238 |SPMX090408- XMILMEMXR| I160M35%8 | WT15IP
 ZSDOS31SXPI2SPOS.02 | A | 315 | 32 | 37 | 161 | 181 | 60 | 241 SPMXOS0A0B- XMLMEMXR| 16OM3SH8 | WTISIP
Z25D05-320-XP32- SP09 02 A 32.0 32 37 163 183 60 | 243 SPMXUQMUS XMILMFEMFXR |50M3,5"3 WT15IP
.ZSDGSGZU-XPN SPUQ 02“ A ‘320 . 40. 4? 163"" 183 . 70 | 253 "|SPMX090408 XMILM/EM/IXR | 160M3.5%8 WT15|P
| ZSD05-325-XP32-SP09-02 = A | 325 32 | 37 | 166 186 60 | zéé"':sm—ibgmoa XMLMEMXR | 160M35x8 | WT1sIP
| ZSD05-325-XP40-SP09-02 | A | 325 | 40 | 47 | 166 186 70 | 256 |SPMX090408- XMLMEMXR| I160M35x8 | WTI5IP
ZSD05-330-XP32-SP09-02 A I 33.0 22 37 . 168 . 189 b 60 b 249 | SPMX090408- XM/LM/EM/IXR | 160M3.5%8 WT15IP
| ZSD05330XPAOSP0S.02 | A | 330 | 40 | 47 | 163 | 189 | 70 | 250 |SPMXO0A03 XMILWEMXR| 16OMI5xB | WTISIP
Z5D05-335. XPSZ SP09-02 A 335 32 37 171 193 60 253 | SPMX090408- XM/LM/EM/XR | 160M3.5%8 WT15IP
ZSD05-335-XP40-SP0-02 | A | 335 | 40 | 47 | 171 193 | 70 | 263 [spmxugmoa XMILWEMXR| 160M35%8 | WT1SIP
.-ZSDUF) 34U-XP40-3P11-02“ . A340 40 4? 1?3193 ?0263 SPMX110403— XMJ"LM!EMJ’XR . |50M4"~1U WT‘ISIP
__ZSDDS 345-XP40-SP11-02“ ) /\ |345 40 4? 1?6201 ' ?_'gmi"??‘!mlSPMX‘HO-‘lUﬁ XMJ’LM?EM.I’XR ) |60M4*10”" WT‘15|P
ZSD05-350-XP40-SP11-02 A 35.0 40 47 178 203 70 273 l SPMX110408- XMJ’LMIEM.{XR 160M4x10 WT15IP
.-ZSD05-355-XP4|]-5P11-02“ i .& | 355 40 4?131206 70‘ 2T6| SéMxﬁU“UB XMJ’LMFEMIXR . |50M4*10”" WT15|P
ZSD05-360-XP40-SP11-02 A | 36.0 40 47 183 208 70 | 278 TSPMX'I'IUKIU&- XMILM/EMIXR | 160M4%10 WT15IP
ZSD05-365-XPA0-SP1102 | A\ | 365 | 40 | 47 | 186 | 211 | 70 | 281 |SPMX110408- XMILMEMXR| 160M4x10 | WT1SIP
| ZSD05-370-XP40-SP11-02 | A | 370 40 | 47 188 213 | 70 | z'éémi'séniii{b«i'oé XMILWEMXR| 160M4x10 | WT15IP
ZSD05-375XP40SP11-02 | A\ 375 | 40 | 47 | 191 | 216 | 70 | 286 |SPMX110408-XMILMEMXR| 160Mdx10 | WT1sIP
| ZSD05-380-XP40-SP1102 | A | 380 | 40 | 47 | 193 | 218 | 70 | 288 |SPMX110408-XMLMEMXR| 160M4x10 | WT1SIP
"ZSDOS 335—XP40-SP11-02“ ) Q| 385 40 4? 196 221 ?_'9""im%9‘l_miSPMX110408-XMFLMIEMJ’XR ) |80M4K10”" WT15|F"
ZSD05-390-XP40-SP11-02 A 39.0 40 47 198 223 70 293 SPMX110403 XMJ"LMIEM!XR 160M4%10 WT15IP
"ZSDU5-395-XP4|]$P11-02“ . .&‘ 395 40 4? 201225 T0[296| SPMX110408- XMJ’LM!’EMJ’XR . |5'0M4*10”" WT15|P
ZSD05-400-XP40-SP11-02 A I . | ‘ ESPMXHG‘IGE XMJ’LMIEMJ’XR |50M4><1D WT15IP
ZSD05-405-XP40-SP11-02 | /\ | 281 | )1 | SPMX110408- XMILMEMXR| [60M4x10 | WT1sIP
ZSD05-41D-XP4|]-SP11-02.“ A ‘ K -.“233 ----- ?0. 303 "I SPMXT‘TO‘!OB XMJ’LM.’EMJ’XR |50M4"10 . W;|;15|P
osariasrias | & |8 o | | on | o8| 70 | wn e e s | e
Z5D05-420-XP40-SP11-02 A 42.0 40 52 213 245 70 315 SPMX110403 XMJ"LM!EMJ’XR 160M4*10 WT15IP
23005-420-*950-3"11-02 FAY |42.C| 50 57 - 213 - 245 80 [ 325 ISPMX1104UB-XMFLMJ’EMJ’XR 160M4x%10 WT15IP

A Stock available

£ Make-to-order
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Tipe Stock Applicable inserts
: op| oD o0 Lk | s L vV o
23005-425~XP50 SP14-02 O 42.5 50 57 _ 216 248 80 328 | SPMX140512-XM/LM/EM/IXR |  160M5%13 WT20IP
ZSD05430-XP40-SP14-02 | A | 430 40 | 52 | 218 | 250 | 70 | 320 |SPMX140512-XMAMEMXR | I60M5x13 | WT20P
 ZSD05-430-XP50-SP14-02 | /. 50 | 57 | 218 | 250 | 80 | 330 | SPMX140512-XMILMEMXR | 160M5x13 | WT200P
ZSD05-435-XP40-SP14-02 A 40 52 221 . 253 I I SPMX140512-XM/ILM/EM/IXR | 160M5%13 WT20IP
Z5D05-435-XP50- SP14~02“ .& 57 221 253 80 .SPMX140512 XMILMFEMFXR. -..-Iaﬁh;‘.é’-%-s WTZU]P
--ZSDUS-MU-XPM] SP‘lll—DZ“ . A 44.0 . 40 52 223255 70 | 325 SPMX140512-XM/LM/EM/IXR “"|50M5¥13. i WTZUIP
."25005440-XP50 SP14-02". & 44.0 |50 57 223 255 .SPMX140512 XMJLMFEM}XR. “..IGUM5N13M WTZDIF‘
| ZSD05-445-XP40-SP14-02 | /. | 445 40 | 52 | 226 258 70 | 328  SPMX140512-XMLLMEMXR | 160M5x13 | WT201P
o ZSD05-445-XP50-SP14-02 Vs 455 ‘I 50 ‘ 5f . 226 . 258 ! 80 l 338 | SPMX140512-XM/LM/EMIXR | 160M5%13 WT20IP
= | ZSD05450-XP40-SP14-02 | A | 450 | 40 | 52 | 228 260 70 | 330 | SPMX1405T2XM/LMEMXR | I60MSx13 | WT20IP
‘g‘ -15005-450 XPED 5P14-02“ ) A 45.0 | 50 57 223 260 BO|340 ) SPMX14D512-XM|’LMFEMJXR ...-150M5113. I WT20|P
“o_‘ Z5D05-455-XP40-SP14-02 VAN 455 40 52 231 . 263 I 70 : 333 | SPMX140512-XM/LM/EMIXR | 160M5%13 WT20IP
- | ZSD0S455XPSO-SP14-02 | A | 455 | 50 | 57 | 231 | 263 80 | 343  SPMXI4O5TZXMAMEM/XR I60MSx13 | WT201P
5;7 ZSD05-460-XP40-SP14 02 A 46.0 40 52 233 265 70 335 | SPMX140512-XM/LM/EM/XR | 160M5%13 WT20IP
” i 2N ‘50 57 233265 30|345 -SPM}(!‘*US‘!Z XMJ’LM!E;'T.I)?F-"\;. |50M5.><.;|-i3”" . WDIP
Z25D05-465-XP40-SP14-02 A | 485 40 52 236 268 70 338 | SPMX140512-XM/LM/EM/XR |  160M5%13 WT20IP
ZSDﬂ$—465—XP50 SP14 02 V4 46.5 | 50 57 236 . 268 80 | 348 | SPMX140512-XM/LM/EM/XR |  160M5%13 WT20IP
ZSDGS-470-XP40 SP‘I‘ 02 .‘ . 47.0 40 52 238 2?0?0340 .SPMX140512 XMILMFEMFXR. |50M5"13 i WTZmP
.-ZSDOE4TU-XP50 5P14—DZ". & 47.0 |50 57 2382?030|350 .SPMX140512-XMJLMFEWXR. |6'DM5*13 WT20|P
ZSD05-475-XP40-SP14-02 | /\ | 475 | 40 | 52 | 241 | 273 70 | 343 | SPMX140512-XMLMEMXR | [60MSx13 | WT20IP
ZSDOS475XPSO-SP1402 | A | 475 | 50 | 57 | 241 | 273 | 80 | 353 | SPXMOSIZXMLMEMXR| I6OVS13 | WT20P
Z5D05-480-XP40-SP14- 02 A | 480 40 52 243 275 70 | 345 SPMX140512-XM#LMFEMFXR 160M5%13 WT20IP
ZSD05-¢80-XP505P14-02 N |430 | 50. 57 246 275 | 80 | 355 SPMX140512 XMﬂ_MFEMFXR ]%M5*13 WTZDIIF'
| ZSD05-485-XP40-SP14-02 | /\ | 485 40 | 52 | 246 278 70 | 348  SPMX140512-XMLMEMXR | 160M5x13 | WT20IP
Z5D05-485-XP50-SP14-02 VAN 48.5 i 50 57 246 278 80 ‘ 358 SPMX140512 XMJLMFEMFXR 160M5%13 WT20IP
2SD05490-XP40-SP14-02 | A | 490 | 40 | 52 | 248 | 280 | 70 | 350  SPMX1405T2XM/LMEMIXR | 160MSx13 | WT200P
.-25005-490-XP50 5P14 02". ) tf\ 490 ‘ 50 il 5? 2;1-8” 280 80 l 360 ) SPMX140512-XM/LM/EM/IXR .|60M5K13 T WT20|P
25005-495 XP40 SP1 4-02 VAN 49.5 40 52 251 283 70 | 353 | SPMX140512-XM/LM/EMIXR |50M5>‘13 WT201P
2SD05495-XPS0-SP14-02 | A | 495 | 50 | 57 | 251 | 283 | 80 | 363 | SPMX140512XMLMEMXR | I160M5x13 | WT20P
ZSD05-500-XP40-SP14-02 A 50.0 40 52 253 285 70 355 | SPMX140512-XM/LM/EM/IXR | 160M5%13 WT20IP
| ZSD05-500-XPS0-SP14-02 | A | 500 | 50 | 57 | 253 | 285 | 80 | 365 | SPMX140512XMLMEMXR | 160Msx13 | W20l

A Stock available
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Silver.fox.-New indexable
drills for shallow holes

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

s o New tool body material with greatly improved tool rigidity.

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

vaUpgrading

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

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

e Extremely large chip pocket,
innovative liquid angle, for
smoother chip evacuation.

Tool life compariso

Tool applied: ZTD04-260-XP25-SP07-02
Insert applied: SPGTO7T308-PM /YBG205(Peripheral edge)
SPGTO7T308-PM /YBG212(Inner edge)
Workpiece material: 50Mn(HB240)
Cooling system: Double helical internal cooling
Cutting parameters: Ve=130m/min; f=210mm/min; ap=90mm

Number of hole drilled (pc)

Machining situation LY W
ZTD04-260-XP25-5P07-02 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.

T YBG21E N

| YBG212

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

@ Unigue 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.

T 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.

—
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.

Peripheral
edge insert

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.

_ ‘ Because of the low speed of inner edge and the poor working condition, there is high
7

: Case
-
Cooling ical i i
Syere Double helical internal cooling
» Similar product of
bekpiece Insert applied SPGTO7T308-PM/YBG205 company A
Comparison
of insert
o ‘abrasion (after
WDTKP'F(;B 42CrMo (HRC25) 15 minutes of
materia machining)
Cutting

Ve=150m/min f=0.12mm/r ap=80mm

parameters

Cc116



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

B 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.

«Incorrect insert chipbreaker or grade.

B Insert abrasion
The two most common types of insert abrasion are flank and crater
abrasion. The flank abrasion is generally natural abrasion, especially
on the peripheral insert which is applied with higher cutting speed.
However, this abrasion will finally result that the 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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U drills

L
L1 | | Lz
| TT— ep— | | [—
Bo— ~ -
Basic dimension(mm) e e e
Type Stock o i) o o Applicable inserts ’ *?//
ZTDO02- 130 XP20-8P04-02 A 13 20 25 3 | 50 a8 SPGT04T102-PM/EM 160M1.8x4 WTOSIP
| ZTD02-140-XP20-SP04-02 | A | 14 20 | 25 | 33 | 50 | 100 | SPGTO4TIO2-PM/EM | 160M1.8x4 | WTOSIP
........ Sieaiarons | | I | 3| 2t | dp | m| S| oEomwotey | gt | ADE
 ZTD02-160-XP20-SP05-02 | A | 16 | 20 | 25 | 37 | 50 | 104 | SPGTO50204-PMEM | I60M2x4.3 | WTOBP
 ZTD02-170-XP25-SP05-02 | A | 17 25 | 32 | 39 | 56 | 117 | SPGTO50204PMEM | I60M2x43 | WTOSP
e et o Mt M Wt et A
_ 32 | 43 | 5 60M2.2x5.5
A | 20|25 | 32|45 | 160M2.2x65 |  WTOTIP
ZTD02-210-XP25-SP06-02 A | 21| 25 | 32| 47| 86 160M2.2x65 | WTOTIP |
ZTD02-220-XP25-SP07-02 | A | 22 | 25 | 32 | 49 | 56 I60M2.5%6.5 | WTO7IP
"""" ZTD02-230-XP25-SP07-02 | A | 23 | 25 | 32 | 51 | 5 | 120 | SPGTO7T308-PM/EM | 160M25x65 | WTOTIP
ZTD02-240-XP25-SP07-02 | A | 24 | 25 | 32 | 53 | 56 | 131 | SPGTO7T308PMEM | I60M25%65 | WTO7IP
| ZTD02-250-XP25-SP07-02 | A | 25 | 25 | 32 | 55 | 56 | 133 SPGTO7T308-PMEM | I60M25x65 |  WTO7IP
| ZTD02-260-XP25-SPO702 | A | 26 | 25 | 32 | 57 | 56 | 135 SPGTO7T308-PMEM | I60M25x65 | WTO7IP
ZTD02-270-XP25-SP07-02 A | 27| 25 | 32 | 50 | 56 | 137 | SPGTO7T308-PMEM | 160M25x65 | WTO7IP
ZTD02-280-XP32-SP09-02 A | 28| 32 |37 |61 | 60 | 146 SPGTO90408-PMEM | 160M3.58 WT15IP
ZTD02-290-XP32-SP09-02 A | 20| 32 | 37 | 63 | 60 | 148 | SPGT090408-PMEM | 160M3.5%8 WT15IP
ZTD02-300-XP32-SP09-02 A | 30| 32|37 | 65| 60 | 150| sPGTosos08PMEM | 160M3.5%8 WT15IP
ZTD02-310-XP32-SP09-02 A | 31 | 32 | 37 | 67 | 60 | 152 SPGTOS0408-PMEM | [60M3.5x8 WT15IP
ZTD02-320-XP32-SP09-02 A | 32| 32 | 37| 60| 60 | 154 | SPGT090408-PMEM | 160M3.5x8 WT151P
ZTD02-330-XP32-SP09-02 A | 33|32 |7 |n ] 60 | 156 | SPGT090408-PMEM | I60M3.5%8 WT15IP
ZTD02-340-XP40-SP11-02 A | 34 40 |47 | 73 70 | 173 | SPGT110408-PMEM 160M4x10 WT15IP
ZTD02-350-XP40-SP11-02 A | 35 | 40 | 47 | 75 | 70 | 175 | sPGT110408-PM/EM 160M4x10 WT15IP
e LI e
ZTD02-370-XP40-SP11-02 | A | 37 | 40 | 47 | 79 | 70 | 179 | SPGT110408-PMEM | 160M4x10 | WT15IP
| ZTD02380-XP40-SP11-02 | A | 38 | 40 | 47 | 81 | 70 | 181 | SPGTIOMOBPMEM | I60M4x10 |  WT1SIP
ZTD02-390-XP40-SP11-02 A | 39 | 40 | 47 83 | 70 | 183 | SPGT110408-PM/EM 160M4x10 WT151P
© ZTD02-400-XP40-SP11-02 | A | 40 | 40 | 47 | 85 | 70 | 185 | SPGTT10408-PM/EM | 160M4x10 | WT1SIP
| ZTD02410-XP40-SP1102 | A | 41 | 40 | 47 | 87 | 70 | 187 | SPGTI0408-PMEM | 160M4x10 | WTISIP
| ZTD02-420-XP40-SP14-02 A | 42 40 | 52 | 89 | 70 | 199 | SPGT140512-PM/EM 16OM5x13 |  WT20P
| ZTD02-430-XP40-SP14-02 | /A | 43 40 | 52 | 91 | 70 | 201 | SPGT140512-PM/EM | [60M5x13 | WT20IP
e e [ ey Rty e B8 Sk et Sl Mo
ZTD02-450-XP40-SP14-02 | /. | 45 40 | 52 | 95 | 70 | 205 | SPGT140512-PM/EM | I60M5x13 | WT20IP
| ZTDO2460-XP40-SP14-02 | A | 46 | 40 | 52 | o7 | 70 | 207 | SPGTI40S12PMEM | I60MS<13 | WT201P
52 IEDM *1
52 | I60M5x13
52 | 103 | 70 | 213 | SPGT140512-PMEM | 160MS5x13 WT201P
ZTD02-500-XP40-SP14-02 A |50 | 40 | 52 | 105 | 70 | 215 | SPGT140512PMEM | 160MSx13 | WT20P

A Stock available
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\ Drilling Tools |

U drills =
L
L1 | | Lz
| T g S IE;IS
 P— v ] - :
Basic dimension(mm) Insert screw | Wrench
Type Stock [ [ [ [ Applicable inserts z
= oD |@Di @02 Lt | Lo | L v V
ZTD03-130-XP20-SP04-02 A 13 20 25 44 50 1M1 SPGT04T102-PM/EM 160M1.8x4 WTOSIP
ZTDO03-140-XP20-SP04-02 A 14 20 25 47 50 114 SPGT04T102-PM/EM 160M1.8x4 WTOSIP
ZTDO3 150 XPZO SPD5 02 A 15 20 25 50 50 117 5PGT050204 PM/EM 160M2x4.3 WTOBP
ZTD03 160-XP20 SP05-02 A 16 20 25 53 50 | 120 SPGT050204 PMIEM IBDM2*4 3 WTOBP
ZTDOS 170-XP25 SPDS 02 A 17 25 32 56 56 | 134 SPGT050204—PMIEM 160M2x4.3 WTOBP

ZTD03-23D-XP25 SPU?-OZ

~ ZTD03-240-XP25-SP07-02
ZTDU3-250-XP25 SPUT 02

.."ZTDOS-ZGU-XPZE SP[IT-OZI B

ZTDUS-Z?D-XPZS SP07-02
ZTD03-280-XP32-SP09-02
ZTD03-290-XP32-SP09-02
ZTD03-300-XP32-SP09-02
ZTD03-310-XP32-SP09-02
ZTD03-320-XP32-SP09-02
ZTD03-330-XP32-SP09-02
ZTD03-340-XP40-SP11-02
ZTDD3 350 XP40$P11-02

zrnos 3so-xp4o-sp11 4,2----...

~ ZTD03-370-XP40-SP11-02

ZTD03-380-XP40-SP11-02

© ZTD03-390-XP40-SP11-02

ZTD03-400-XP40-SP11-02
ZTD03-410-XP40-SP11-02

ZTD03-420-XP40-SP14-02
ZTD03-430-XP40-SP14-02

ZTD03-440-XP40-SP14-02

ZTD03-450-XP40-SP14-02

ZTD03-500-XP40-SP14-02

101
104
107

| 110
113
| 116

60M2.2x5.5 | WTO7IP
143 | SPGTOB0204-PMEM | 160M22x55 | WTO7IP

146 | SPGTOB0204-PM/EM | 160M22x55 | WTO7IP
149 | SPGTO7T308-PMEM | 160M25x65 | WTO7IP

56 | 152 | SPGTO7T308PM/EM | I60M25x65 | WTO7IP
56 | 155 | SPGTO7T308-PMEM | I60M25x<65 | WTO7IP
56 | 158 | SPGTO7T308-PMEM | I60M25x6.5 | WTO7IP
56 | 161 SPGTO7T308PMEM | I60M25x65 | WTO7IP
56 | 164 | SPGTOTT308-PMEM | 160M25x6.5 | WTO7IP
60 | 174 = SPGT090408-PM/EM 160M3.5%8 WT15IP
60 | 177 | SPGT090408-PM/EM 160M3.5x8 WT15IP
60 | 180 = SPGT090408-PM/EM 160M3.5%8 WT15IP
60 | 183 = SPGT090408-PM/EM 160M3.5%8 WT15IP
60 | 186 = SPGT090408-PM/EM 160M3.5%8 WT15IP
60 | 189 | SPGT090408-PM/EM 160M3.5%8 WT15IP
70 | 207 | SPGT110408-PM/EM 160M4x10 WT15IP
70 | 210 | SPGT110408-PM/EM 160M4x10 WT15IP
70 | 213 | SPGT10408-PMEM | 160M4xi0 | WT1sIP
70 | 216 | SPGT110408-PM/EM | 160M4x10 | WT1SIP

219 | SPGT110408-PMEM | 160M4x10 | WT1SIP

© SPGT110408-PM/EM

SPGT140512-PM/EM

SPGT140512 PM:’EM
SPGT140512 PMIEM

' SPGT110408-PM/EM |
 SPGT110408-PM/EM |

. SPGT140512PMEEM |
.".SPGT140512 PMEM |
SPGT140512 PMEM |
SPGT140512 PMIEM”“ o

160M4x10

160M5=1 3

160M5% 1 3

160M5%13

150M4,‘10mm

160M4x10 |

IE\DMSHB

IBDMS x 1 3

160M5%13

A Stock available  /.Make-to-order
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U drills

4D

L
] ) | Lz
| TS p— T
——— | S — —
Basic dimension(mm) Insert screw | Wrench
Type ‘Stock oo eoileeal e | el & Applicable inserts v %’/
ZTD04- 130-XP20 SP04 02 A 13 20 50 124 SPGT04T102-PM/EM IGDM1 8x4 WTOsIP
| ZTD04-140-XP20-SP04-02 | A | 14 | 20 | 50 | 128 | _ SPGTOATI02PM/EM | 160M1.8x4 | WTOSIP
| ZTD04-150-XP20-SP05-02 | A | 15 | 20 50 | 132 | SPGTO50204-PMEM | I60M2x43 | WTOBP
© ZTD04-160-XP20-SP05-02 | A | 16 | 20 | 50 | 13 | SPGTOS0204-PMEM | I60M2x43 | WTOGP
 ZTD04-170-XP25-SP05-02 | A | 17 | 25 | 56 | 151 | SPGTOS0204-PMEM | I60M2x43 |  WTOBP
T T il
A 25 56 _
A | 20 | 25 | 56 | 163 SPGT080204-PMEM | WTO7IP
ZTD04-210-XP25-SP06-02 A | 21| 25 56 | 167 SPGT060204-PM/EM 160M2.2x5,5 """" WTOTIP
 ZTD04-220-XP25-SP07-02 | A | 22 | 25 | 56 | 'i?”i"il  SPGTOTT308-PMEM | 160M2.5%6.5 |  WTO7IP
"""" ZTD04-230-XP25-SP07-02 | A | 23 | 25 7 | 56 | 175 | SPGTO7T308-PMEM | I60M25x65 | WTO7IP
| ZTD04-240-XP25-SPO702 | A | 24 | 25 | 32 | 101 | 56 | 179 | SPGTOTT308-PMEM | I60M25x65 | WTO7IP
 ZTD04-250-XP25-SP07-02 | A | 25 | 25 | 32 | 105 | 56 | 183 = SPGTOTT308-PMEM | I60M2.5%65 | WTO7IP
| ZTD04-260-XP25-SPO7-02 | A | 26 | 25 | 32 | 109 | 56 | 187  SPGTOTT308-PMEM | [60M25x65 | WTOTIP
ZTD04-270-XP25-SP07-02 A | 27| 25 | 32 | 113 | 56 | 191 | SPGTO7T308-PMEM | I60M25x6.5 | WTO7IP
ZTD04-280-XP32-SP09-02 A | 28| 32| a7 ‘ 17 | 60 | 202 | SPGT090408-PMEM | 160M3.5%8 WT15IP
ZTD04-290-XP32-SP09-02 A | 20 | 32 | 37 | 121 60 206  SPGT030408-PMEM | I60M3.5x8 WT15IP
ZTD04-300-XP32-SP09-02 A |30 | 32|37 ‘ 125 | 60 | 210 ‘ SPGT000408-PMEM | 160M3.5%8 WT15IP
ZTD04-310-XP32-SP09-02 A | 31 | 32 | 37 120 60 214  SPGT0S0408-PMEM | I60M3.5x8 WT151P
ZTD04-320-XP32-SP09-02 A |22 ‘ 133 | 60 | 218 | SPGT000408-PMEM | 160M3.5%8 WT151P
ZTD04-330-XP32-SP09-02 A | 33| 32 | 37 | 137 | 60 222 SPGT090408-PMEM |  160M3.5%8 WT151P
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 WT151P
e S 4%..‘.1&.. e
| ZTDO04-370-XP40-SP11-02 | A | 37 | 40 | 47 | 153 | 70 | 253 | SPGT1I0408-PMEM |  I60M4x10 | WTisIP
RS ‘ L o Tae
RS i R TR T
osesoxrioserios | & o | @ o w o m seormeeuen | mowco | wir
ZTD04-410-XP40-SP11-02 A | 41 | 40 SPGT110408-PM/EM 160M4x10 WT151P
"""" ZTD04-420XP40-SP14-02 | A | 42 | 40 173 | 70 | 283 | SPGT140512-PM/EM 160M5x13 | WT20P
| ZTD04-430-XP40-SP14-02 | A | 43 | 40  SPGT140512PW/EM | 160M5x<13 | WT20IP
R TR e T e
| ZTD04-450-XP40-SP14-02 | A | 45 | 40 | SPGT140512PMEM | I60M5x13 | WT20IP
| ZTD04-460-XP40-SP14-02 | A | 46 | 40 | sPGTia0s12PMEM | 1OM5x13 | wr20mP
e -
A 40 | SPGT140512-PME
ZTD04-490-XP40-SP14-02 A | 49 | 40  SPGT140512-PM/IEM | 160M5x13
© ZTD04-500-XP40-SP14-02 | A | 50 | 40 | SPGT140512-PMEM | [60MSx13 |  WT20IP

A Stock available
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U drills

L
] ) | Lz
| TS p— T
o ——— 8 I | (S G
Basic dimension(mm) Insert screw | Wrench
e S0 o os @02 | Lo | e | L | APREROEISeS v V/
ZTDO05- 130-XP20 SP04 02 A 13 20 25 70 50 Jar SPGT04T102-PM/EM 160M1 8"4 | WTOsIP
| ZTD05-140-XP20-SP04-02 | A | 14 | 20 ""éé'"""75""'"'so'"'"iié"['"'smmnmz PMEM | 160M1.8x4 "[""'wms[p
| ZTD05-150-XP20-SP05-02 | A | 15 | 20 | 25 | 80 | 50 147 | SPGTOS0204-PMEM | 160M2x43 | WTO6P
mssosrmresz | o |10 | @ | % | m | |e| somemouen | mowas | wiwe
ZTD05-170-XP25-SP05-02 A 25 90 | 56 | 168 | SPGTOS0204-PWEM | I60M2x4.3 WT06P
— 2 e e L
A 25 | 100 | 56 _
A | 20| 25 | 105 | 56 | 183 | SPGTOB0204-PMEM | I160M22x55 | WTO7IP
ZTD05-210-XP25-SP06-02 A | 21| 2 | 110 | 56 | 188 SPGTOB0204-PMEM | 160M22+65 | WTOTIP
| ZTD05-220-XP25-SP07-02 | A | 22 | 25 15 | 56 | 'iéé"il | SPGTO7T308-PMEM | 160M25%65 |  WTO7IP
"""" ZTD05-230-XP25-SP07-02 | A | 23 | 25 120 | 56 | 198 | SPGTO7T308-PM/EM | 160M2.5x65 | WTO7IP
| ZTD05-240-XP25-SPO7-02 | A | 24 | 25 | 32 | 125 | 56 | 203 SPGTOTT308-PMEM | 160M25x65 - wronie
 ZTD05-250-XP25-SP07-02 | A | 25 | 25 | 32 | 130 56 208 | SPGTO7T308-PMEM | I6OM25x65 | WTO7IP ‘e
| ZTD05-260-XP25-SPO7-02 | A | 26 | 25 | 32 | 135 | 56 | 213 | SPGTOTT308-PMEM | :[s{nmz,s}z}s.sm['"'wT07|P ;.3
ZTD05-270-XP25-SP07-02 A | 27| 25 | 32 | 140 | 56 | 218 | SPGTO7T308-PMEM | I60M25x65 | WTO7IP £
ZTD05-280-XP32-SP09-02 A | 28| 32| a7 ‘ 145 | 60 | 230 l SPGT090408-PMEM | 160M3.5%8 ‘ WT15IP &
ZTD05-290-XP32-SP09-02 A | 20 | 32 | 37 150 60 235 | SPGT090408-PMEM | 160M35x8 | WT15IP '
ZTD05-300-XP32-SP09-02 A |30 | 32|37 ‘ 155 | 60 | 240 ‘ SPGT000408-PMEM | I60M3.5x8 ‘ WT15IP =
ZTD05-310-XP32-SP09-02 A | 31 | 32| 37 | 160 60 | 245 | SPGTOS0408-PMEM | I60M35x8 | WT15IP =
ZTD05-320-XP32-SP09-02 A | 2| 2| ‘ 165 | 60 | 250 ! SPGT000408-PMEM | 160M3.5x8 ‘ WT15IP
ZTD05-330-XP32-SP09-02 A | 33| 32| 37 | 170 | 60 255  SPGT090408-PMEM |  I60M3.5x8 WT15IP
ZTD05-340-XP40-SP11-02 A | 34|40 | 47 175 | 70 | 275 | SPGT110408-PM/EM 160M4x10 ‘ WT15IP
ZTD05-350-XP40-SP11-02 A | 35 | 40 | 47 | 180 70 | 280 | SPGT110408-PM/EM 160M4x10 | WT15IP
R 4%...‘.1.5.5.. e
ZTD05-370-XP40-SP11-02 A | 37 | 40 | 47 | 190 | 70 | 200 | SPGT110408-PM/EM 160M4x10 WT15IP
| ZTD05-380-XP40-SP11-02 | A | 38 | 40 ""4}"'|"ié§' 70 | 205 | SPGT110408PMEM | 160M4x10 "'I""'wnsmm
A M B Bt B e B e e o
rovriseiz | A |0 | @m0 w| sormsmoues | ks | wiar
ZTDGS-410 XP40-SP11-02 A 41 40 47 210 70 310 SPGT110408-PM/EM 160M4x10 WT15IP
mmansniosmeos | & | |0 | % a7 | w8 sorasaouen | wns | wior
ZTDOS-430-XP40 SP14 02 Ay 43 40 52 [ 220 70 330 SPGT140512-PMEM 160ME=13 | WT20IP
ZTDOSMD-XP‘!O SP14 02 & ..... 44 ........ 4 U -------- 52 ‘225 ?0 335 l .".SPGT140512 PMIEM””".m"[EDMS’(‘IS”".T”.“WTEU[P"”"
ZTD°5-450-XP40 SP14 02 : & 45 40 52 230 ?0 340 ) SPGT140512 PMJEM" 1 .”-IBGM5><13 . .-".WTZUIP-“ i
| ZTD05-460-XP40-SP14-02 | A | 46 | 40 | 52 ‘ 235 | 70 | 345  SPGT140512PM/EM |  160MSx13 I Cwr2oP
e o Rt e B8 s
A 40 70 | 355 | SPGT140512-PM/E
ZTD05-490-XP40-SP14-02 A |49 | 40 | 52 | 250 70 | 360  SPGT140512-PMEM | 160M5x13 | WT20IP
| ZTD05-500-XP40-SP14-02 | A | 50 | 40 | 52 | 255 | 70 | 365 SPGT140512PMEM | I60MSx13 | WT20P

A Stock available

£ Make-to-order
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U drills code key

/ U drills code key \

LS

- . Code |Nose Height m fmg;%m“:‘ﬂ Thickness 8 | .. [Nose Height m 'mi%?%dfdﬂ LThick_ness S
Code Insert shap Tolerance(mm) | Tolerance(mm) | Tolerance(mm) Tolerance(mm) | Tolerance(mm) [folerance(mm)

A | 0005 +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

S c +0.013 +0.025 +0.025 L +0.025 +0.05-+0.13 | £0.025
H 1.{2.1.013. . Q.013 +0.025 M . tﬁ.ﬁé-iﬂ.‘lé 10.(.}5&0.1:3 ¥0,13 -
w E :_q.ozs_ . tQ.025 +0.025 N ) 10.Q$40,1$ 10.Q5-10.13 19,025 .

Q G | z0.025 +0.025 +0.13 u +0.13-+0.38 | +0.08-+0.25 | %0.13

Insert shape / code _ Tolerance

. Dem

Chipbreaker and clamping system

L=
L=t
=
w
—
(=]
ot
o

Clearance angle of main

cutting edge
c Clearance Clearance ;
o Cade Code Metric
= e o oo GG VWRTWiRGU o] VEWIROU [sorg
§ Code hole chipbreaker Section plane of Insert| Code hole MSWn plane of Insert
a 7 >&65°
1]
P A B B | With | Without ﬁ N |Without| Without
3 = = ]
>65°
H | With |Single-side R |Without| Single-side Q
c ; D >65n - - -
= 15° C | With | Without F | Without| Double-side| [ ]
. — o
. J | With |Double-side A wih | winowt | T ]
E F ;250
20° ~ <65°
W | With | Without M | with | Single-side G:D
_ =65°
G ‘E N | S T | With | Single-side G | With | Double-side @
0° L
=65

Q | With | Without Eﬁ X | - Special

Other A ! 19 19 : o ! 19 i : ; ; ; ;
P 0 clearance =65°

T angle U | With |Double-side @

Cc122




Code W Longth s
03 38
04 43
. 05 54 "
06 6.5 6.35
08 8.7 8.0
09 9.525
12 127
Length of cutting edge

U drills code key

T

0412} RGPG

™

Nose radius
Code Description
04 0.4mm
08 0.8mm
“ 12 1 2mm “

®
Cutting direction
Code Description
Right hand
L Left hand
“ Ne.l.ﬂral

Chipbreaker code

Thickness is defined as the height from the bottom of insert to the highest part of cutting edge.
Code Insart( I!l.t':rl‘t;;(nas:-,\ Code Insart( r;l;l:g;mess
00 0.79 05 596
01 1.59 06 6.35
" T " 1.98 T6 " 6.75
T2 2,58 09 9.52
03 3.18 79 9.72
T3 3.97 1 1.1
04 476 12 12.70
T4 4.96
Insert thickness J
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Indexable inserts for U drills

SPMXMJZOS-EMi 4.0 2.33?2.2 0.3 * . [ ] SPMX040203-LM| 4.0 |2.38|2.2 0.3 * [ ] ® .
SPMX050204EM 50 2382204 *  ©® | ® | % SPMX050204LM| 50 2.38/22(04 * | ® @ ® | %
SPMX060204-EM 6.0 238 2.5 0.4 * ® [ ] * SPMX060204-LM| 6.0 (2.38/25| 0.4 » ® ® *
SPMXOTTIOBEM 794 397 2808 % = ® | ® | * | |SPMXOTT308LM|7.94/397/28/08 * @ ® @ | *
SPMX030408-EM| 08 (43 4108 % | ® | ® | * SPMX090408-LM| 98 |43 (41/08 * | ® @ @ | x
SPMXT10408EM 115 476 44 08 * ® | ® % SPMX110408-LM | 115 47644/ 08 * | ® @ ® | *
5PHX140512-E“514,3 5,2%5,5 1.2 * ® ® * SPMX140512-LM | 14.3 | 5.2 [55(1.2 * @ [ ] +*

* 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

SPMX040203:XM| 40 2382203 * | ® | ® | * SPMX040203:XR 40 23822 03 * | ® | ® | *
SPMX050204-XM 50 2382204 * | ® | ® @ % SPMX050204-XR| 50 2382204 * | ® | @ %
SPHXDBDZM-XMI 6.0 (238 25|04 K ] ] * SPMX060204-XR| 6.0 52,38 25 04 % & & *
SPXOTTI0BXM 7.04 (37 28 08| % | ® | ® | x | |SPMXOTTIBXR 7.04 3972808 * | ® | ® | %
SPMX0S0408XM 98 43 4108 * | ® | ® K | |SPMX0S0M0BXR 98 43 4108 * | e  ® %
SPMX110408-XM 115(4.76/44 08 * @ ® | @ | % SPUXH1OM0BXR 115 476 4408 % | ® | ® | *
SPMX140512-XM 14.3 |52 55 12| * ® ] * SPMX140512-XR 14.3 52 55 12 % ] ] *
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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



-~ ZTD applicable inserts

aLc

g0’
Basic dimension(mm) Grade
bt L ic s od r | YB633B | YBG205 | YBG212
- (peripheral edge) | (peripheral edge) | (inner edge) |
SPGT050204-PM &5 L1 2.38 2.2 04 +* * *
T T
SI;GTUﬁSUB-PMm ?,94.'. ‘ ?94 é:QT ” 2.8 “ 0.8 - * “ * *
e S RY ) P 8 S S 0 mo s S
ST e e e e . — e o
SPGf‘iWS“:-PM . 1.4,3 14.5 .5‘2 . .5,75 i 1.2 ‘ * - * *

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

]
[=]
P 8
=]
=
| T
o

@0

Basic dimension(mm) Grade E

He oo . — - YB6338 | YBG205 | YBG212 5

; (peripheral edge) | (peripheral edge) | (inner edge) | 2

SPGT050204-EM 5 5 2.38 22 0.4 * « * 2

SPGT060204-EM 6 6 2.38 26 l 0.4 ‘ * * * £

SPGTO7T308-EM 7.94 7.94 3.97 2.8 0.8 +* > o =
SPGT090408-EM 9.8 9.8 43 4.2 l 0.8 ] * * *
SPGT110408-EM 115 115 4.76 4.4 08 | * * *
SPGT140512-EM 143 14.3 5.2 5.75 [ 1.2 ‘ * +* +*

* Recommended grade (always stock available) @ Available grade (always stock available)  © 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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WCMX030208R-53 38 5.56 238 2.8 0.8 * *
----- WCMX040208R-53 4.3 6.35 2.38 3.1 oa > *
WCMX050308R-53 5.4 7.94 3.18 32 0.8 * *
WCMX06T308R-53 6.5 9.525 3.97 37 0.8 * *
WCMX080412R-53 8.7 12.7 4.76 4.3 1.2 * *
pE 33 ......... 556 238 28 oa . g o
_________ e g T T T —
WCMX050308R-PG 5.4 7.94 3.18 3.2 0.8 * ®
WCMX06T308R-PG 6.5 9.525 3.97 37 08 * [
WCMX080412R-PG 87 27 | 476 | 43 12 * =]

C126

* 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.

-53 chipbreaker characteristics

) 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.



Technical information for U drills

H Initial drill penetration
Initial drill penetration is an important factor for successful drilling. One way of ensuring good hole quality is to make sure

the penetration surface of the workpiece is vertical to the drill centre axis. In addition, an indexable drill can carry out initial
penetration of convex, concave, inclined and irregular surfaces by adjusting feed rates.

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) ® Feed speed
Ve (m/min): cutting speed Vit (mm/min): feed speed
De(mm): drill diameter Sl (RSN T77 701V  f (mmirev): feed rate per revolution
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: revolution is 0.1mm/rev. thus feed speed is:
= Dcxaxn _ 20%3.14x1600 _ : Vi=firxn =0.1x1500 = 150 (mm/min
Ve 1000 1000 100 (m/min) r=fi (i )
@® Machining time ® Metal removal rate

Te (min): machining time

fr (mmirev): feed rate per revolution
i: number of holes |d (mm): drilling depth
n (rev/min): spindle speed

Q (cm*/min); metal removal rate
De(mm): drill diameter
Vi (mm/min): feed speed

¥ Example ¢ Example
Drilling a hole with a diameter of 20mm and a depth of Drill diameter is 20mm, feed speed is 160mm/rey,
40mm, cutting speed is 100m/min and feed rate per thus metal removal rate is:

revolution is 0.1mm/rev. Calculate the drilling time.

n= V;;: )f‘fa = ’;’3: 3”;20 = 1600 (rev/min) _ VixaxDeé® | 160x3.14x20° 5024 temmi
. 0= 2x1000 = %1000 =50.24 (cm’/min)
To=JiXi _ __A0XL_, o5 min)

nxfr 1600 % 0.1
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Technical information for U drills

/ Recommended cutting parameters for ZSD \

; Diameter Dc Feed rate fn Cutting speed Vc
ISO Materials Hardness HB .
mm mm/r m/min
12.0-21.5 0.04-0.09
: 22.0-33.5 0.05-0.08
Carbon steel 80-200 340415 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 oy el 170(140-220)
42.0-50.0 0.08-0.16
12.0-21.5 0.04-0.09
Hign alloy steel 150-320 2aws g 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 AT o 140(120-170)
42.0-50.0 0.07-0.11
iniess steel 12.0-215 0.04-0.09
=8 Fersrite = 150-270 22.0-33.5 0.05-0.12 160(110-230)
: 34.0-415 0.06-0.16
Martensite 42.0-50.0 0.08-0.18
12.0-21.5 0.04-0.09
Austenite 150-275 e e 140(110-220)
42.0-50.0 0.08-0.14
Valloable cast 12.0-21.5 0.04-0.10
alleable cas 22.0-335 0.05-0.14
e 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
Gray cast iron 150-220 T e 200(170-240)
42.0-50.0 0.10-0.20
-y : 12.0-21.5 0.04-0.09
ular cas 220-33 5 0.05-0.12
iron 160-250 34.0-415 0.06-0.14 160(130-200)
42.0-50.0 0.08-0.16
Non 12.0-215 0.04-0.10
on ferrous 22.0-33.5 0.05-0.14
i 60-110 S e 300(250-350)
42.0-50.0 0.10-0.20
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Technical information for U drills

i Recommended cutting parameters for ZTD -
. Diameter D¢ Feed rate fn Cutting speed Ve
ISO Materials Hardness HB mm mmir mirin
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 _8
51.0-58.0 0.10-0.22 =
M F;
13.0-21.0 0.05-0.09 T
22.0-33.0 0.05-0.11 e
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 =)
S
13.0-21.0 0.05-0.10 S
22.0-33.0 0.05-0.14 =
Maileﬁg:? cast 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 ]
£
13.0-21.0 0.05-0.10 §
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
22.0-33.0 0.05-0.12
Nudtilrlgrr] 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
22.0-33.0 0.05-0.14
N?:e:’g?sus 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

Interch ble head dfill | Double helical internal
n erc a ngea e ea rl p coolant holes, provide

j accurate cooling supply
High-performance Interchangeable = : m:::i,ﬁf,:? e it Ko
head drill with unique structure 4 |
design, can reduce machining S
cost and improve production Both axial, radialp 9
efficiency, Achieve high positioning surface and
precision and high thread interface coordinately
efficiency cutting. P clamping to ensure

>~

stable and reliable
tool head assembly;

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

Fer AIAD

Low resistance design,
achieve high efficiency
cutting

For Cast iren-01D
Gencratouipesenachiningic 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

TN requirements for.various materials, prolong
. Case study tool life, achieve machining stability.

Excellent machining accuracy Excellent chip-breaking performance

Tool holder specification : T : Tool holder specification: ZTK03-ED160-G20C
ZTKO03-ED125-G16C L 1 Tool head specification:

Tool head specification EDC1630-080-GD

EDC1260-060-GD Workpiece material: 50Mn (HB240)

Workpiece material: 42CrMo (HRC30) | Cutting data: Ve=120m/min ; ‘ F
TK

va Qﬂt

Similar products of company A

Cutting data: Ve=100m/min ; . =0.30mmir ;
=0.20mm/r ; ap=30mm | . P = ap=30mm
Cooling type: internal coolant supply ZTK Sl products of companyA — Cooling type: internal coolant supply z

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.




Interchangeable head drills code key

/ Code key of Interchangeable head drill tool holder \

015 | 15D )
03 3D
05 5D
08 8D

agnbeimgabg

Lmternal identification )

Tool type

' Code | Description |
L ZTK |Interchangeable head drilll

(
Range |

120-250

12.0mm-25.0mm

Tool diameter

[

Shank type

Code

Description

16
20
Range =
32
~ Shank diameter

G

Cylindrical shank

_XP

Weldon shank

/" Code key of Interchangeable head drill head \

General machining
Range 1200-2590 KD | Castiron machining
;Z.Omm-ZS.Qmm LD | Aluminum machining
~ Tool diameter  Application range
 Product series Cﬂuplmg size code

w
o
i 8
{=:]
E
5=
a

p o

060-125

Interchangeable head drills code key
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Used for shanks with 12.0mm - 25.9mm
diameter drill head

‘\

2 g Picture 1
L1
5] ﬂ:l] g g Picture 2
L | L1
Le
20 L L form

ZTKO15 _ -ED120-G16C | A | 12129 | 180 | 16 | 20 | 48 | 830 | 060 |Picturel| ZTK12-159
Cylindrical ~ -ED130-G16C A | 13139 | 195 16 20 48 855 | 065 |Picturel| ZTK12-15.9
shank  _Ep140-G20Cc = A | 14149 | 210 20 | 25 | 5 | 910 | 070 |Picturel| ZTK12-159
.......... s e e et e
ED160-G20C | A | 16169 = 240 20 25 50 1000 | 080 |Picturel| ZTK16-20.9
 .ED170-G20C | A | 17179 | 255 | 20 | 25 | 50 | 1025 | 085 |Picturel| ZTK16-209
-ED180-G25C A | 18189 | 270 25 32 56 1120 | 090 |Picturel| ZTK16-20.9
T R e e o e S S
 .ED200-G25C | A | 20209 | 300 25 | 32 | 56 | 1160 | 100 |Picturel| ZTK16-20.9
 _ED210-G25C | A | 21219 | 315 | 25 2 | 56 | 1255 | 105 |Picturel| ZTK21-259
-ED220-G25C A | 2229 330 25 | 32 56 1280 | 110 |Picturel| ZTK21-259 |
ED230-G32C | A | 23239 | 345 | 32 | 42 | 60 | 1315 | 115 |Picturel| ZTK21-259

. .ED240-G32C A | 24249 | 360 32 42 60 | 1340 | 120 | Picturel| ZTK21-259
-ED250-G32C A | 25259 | 375 32 42 60 1375 | 125 |Picturel| ZTK21-25.9

Weldon -ED120-XP16C A | 12129 | 180 16 20 48 830 | 060 |Picture2| ZTK12-15.9
shank ED130-XP16C = A | 13139 195 16 20 48 855 | 065 |Picture2| ZTK12-15.9
e B L e P R e e s s B
ED150-XP20C = A | 15159 225 20 | 25 50 | 965 | 075 |Picture2| ZTK12-159
.ED160-XP20C = A | 16169 | 240 | 20 | 25 | 50 | 1000 | 080 | Picture2 ZTK16-20.9
el e R Rl e e e e
ED180-XP25C = A | 18189  27.0 25 32 56 1120 | 090 |Picture2| ZTK16-20.9
.ED190-XP25C | A | 19199 | 285 | 25 | 2 | 56 | 1145 | 095 |Picture2| ZTK16-20.9
-ED200-XP25C A | 20208 | 300 25 32 56 1160 | 100 |Picture2| ZTK16-20.9

. .ED210-XP25C A | 21219 | 315 25 2 | 56 | 1255 | 105 |Picture2| ZTK21-25.9
-ED220-XP25C A | 22228 | 330 25 32 56 1280 | 110 |Picture 2| ZTK21-25.9
 -ED230-XP32C A | 23239 | 345 32 42 60 | 1315 | 115 |Picture2| ZTK21-259
T R L CR T — o R i B
 _ED250-XP32C | A | 25250 | a7s 32 2 | 60 | 1375 | 125 |Picture2| ZTK21-259

ARegular Stock /\Made-to-order

C132
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Interchangeable head drills

EAELCEELEN CELR N ZTIKO3 (3D

\\
Used for shanks with 12.0mm — 25.9mm
diameter drill head I
a8 I‘ 8 é Picture 1
Lo 1 L1
g g Picture 2

@D 16

ZTKO3 -ED120-G16C A 12-12.4 36.0 16 20 48 101.0 060 Picture 1‘ ZTK12-15.9
Cylindrical  -ED125-G16C A | 125429 | 370 16 20 48 | 1030 | 060 |Picturel ZTK12159
hank | e IR0 L TEME L] SIS,
-ED135-G16C Picture 1| ZTK12-15.9

~ -ED140-G20C |Picture 1| ZTK12-15.9

ED160-G20C |
-ED1TU GZOC

Plcture 1| ZTK16-20.9

 ED1B0G2SC | |picture 1| zTK16-209 P
-ED190-G25C Picture 1| ZTK16- 20 9 i

 ED200-G25C " picture 1| ZTk16-209 | B
-ED210-G25C Picture 1| ZTK21-25.9 B

e e B o s Rt _

ZTK21-25.9
ZT 9

ED230

-ED250-G32C A Picture 1| ZTK21-25.9
Weldon -ED120-XP16C A 060 | Picture 2| ZTK12-159

shank -ED125-XP16C A
”'-ED130-XP1SCM o

A

A

060 Picture 2| ZTK12-159
e i
065 |Picture2| ZTK12-15.9 |
070 | Picture2| ZTK12-15.9
_______ e S
075 iPicture 2| zTK

T
085 "m['bi&(.ir'éhz" ZTK16-209

090 | Picture2| ZTK16-20.9
095 |Picture2 ZTK16-20.9
100 | Picture 2| ZTK16-20.9

105 [Pucturez  ZTK21-25.9

Interchangeable head drills

-ED135-XP16C
~ .ED140-XP20C
________ e | o
-ED150-XP20C
- .ED160-XP20C
. .ED170-XP20C
e o T
T e
-ED200-XP25C

.ED210-XP25C | A
A

>

>

-ED220-XP25C 110 Picture 2 ZTK21-25.9
e T e e e B Tl e

-ED240-XP32C & 120 | Picture2 ZTK21-25.9

-ED250-XP32C A 125 | Picture2 ZTK21-259

ARegular Stock /“Made-to-order
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Used for shanks with 12.0mm - 25.9mm
diameter drill head

N

= 2 |8 Picture 1
L L1
L2
- )| |88 picture2
; | G
L2
Type Stock | e {coupling S | wrench
ZTKO5 -ED120-G16C A | 12124 | 600 16 20 48 | 1250 | 060 Picturel| ZTK12-159
Cylindrical ~ -ED125-G16C A | 125129 | 620 16 20 48 | 1280 = 060 Picturel| ZTK12-159
vk TSGR A e e e
-ED135-G16C A | 135139 | 680 16 20 48 | 1340 065 Picturel| ZTK12-159
~ -ED140-G20C ' 50 | 1410 | 070 |Picturel| ZTK12-159

9

ZTK16-20.9
ZTK16-20.9

-ED180-G25C Picture 1

_ED190-G25C | Picture 1
_______ e L —
_ED210-G25C ‘ Picture 1
e e

-ED230-G32C

|Picture 1|

ZTK16-20.9
ZTK16-20.9

ZTK21-25.9

Weldon -ED120-XP16C Picture 2

ZTK12-15.9

shank -ED125-XP16C | picture 2

~ -ED130-XP16C | Picture 2
e i o o AR

-ED140-XP20C | Picture 2

ZTK12-15.9

ZTK12-15.9

Z2TK12-15.9
ZTK12-15.9

B

14.5-14.9 :
15-15.9

RTINS

e2

|Picture 2

 .ED170-XP20C | A " picture 2|
| ED1B0XP25C | A | Picture 2
-ED190-XP25C A Picture 2
ED200-XP25C | A _ Picture 2

e B St Bt Bl S i S S TOuRRL
-ED220-XP25C A ' Picture 2
e e R i s s i S B ey

A i

|Picture 2| ZTI

ZTK16-20.9
ZTK16-20.9

ZTK21-25.9

ZTK21-25.9

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

EGELVCEELVEN EELE N Z2TKOS8 ( 8D

"\
Used for shanks with 12.0mm — 25.9mm
diameter drill head
8 8 |8 Picture 1
L J L1
L
8 { ) | 8|8 Picture2
L L1
B

Shank

Type SOk T oo T oo T & T 5 1P| fom | Wrenh
ZTKOS -ED120-G16C A 12-12.4 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 |Picturel| ZTK12-15.9
hank sy P e g S S T o ey s
-ED135 G16C A | 135139 | 1085 16 20 48 174.5 065 | Picturel| ZTK12-15.9
.ED140-G20C | A | 14-144 | 1120 | 20 | 25 | 50 | 1830 | 070 |Picturel| ZTK12-159
7 :

ure 1 ZT
|c urE |z .
Pn:ture if -ZTK1E~—209
Picture 1| ZTK16-20.9
Picture 1| 2TK16-20.9
Picture 1| ZTK16-20.9

Picture 1| ZTK16-20.9

. _ED150 Gzoc SOV = | -2 eldnaii L

. .E|31'm Gzoc..._._.. ORI SR R e
.ED130(325G __________
-ED190 GZSC

w
o

=
{=:]
E

5=
a

-ED210-G25C Picture 1| ZTK21-25.9
""""" -ED220-G25C Picture 1
£D230 S
-ED250-G32C A | 25259 | 2000 32 42 60 300.0 125 |Picture1| ZTK21-259 =
Weldon [ -ED120-XP16C | A iaand Iesg il 18 el A N IR HIchie e | ETR 00 g
shank -ED125-XP16C A | 125129 | 995 16 20 48 165.5 060 | Picture 2| ZTK12-15.9 %
”'-ED130-xP1scm P ST [ s T e e S, e g
-ED135-XP16C A | 135139 | 1085 | 16 | 20 | 48 | 1745 | 065 |Picture2| ZTK12-159 E
-ED140-XP20C A 14-14.4 112.0 20 25 50 183.8 070 |Picture 2| ZTK12-15.9
"""" ED145-XP20C | A | 145149 | 1165 | 20 | 25 | 50 | 1865 | 070 |Picture2

A
20C A

ED150 ure 2
- -ED160-XP20C icture 2| ZTK16:
 .ED170-XP20C 20 | 25 | 50 | 2130 | 085 |Picture2| ZTK16-209
e o s o Do e e ey
© .ED190-XP25C s | am@ | 8 | 2380 | 095 |Picture2| ZTK16-20.9
-ED200-XP25C 25 32 56 2480 | 100 |Picture2| ZTK16-20.9
T e B e e I s ey Bt
-ED220-XP25C A | 22229 | 1760 25 32 56 2710 | 110 |Picture2| ZTK21-25.9
o e e Rl I M B e
-ED240-XP32C A | 24249 | 1920 32 42 Pal .
-ED250-XP32C A | 25259 | 2000 32 42

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

terchangeable head drill

' riIIing Tools

C136

~
Diameter 12.0mm - 25.9mm
-GD LD ’}ZL
—— [~
e a a
8 28
Grade | Basic dimension(mm) - L
— Compatible tool holder Coupling Wrench
KDG3013
_EDC1200-060-GD/KDALD | A ZTKO15-ED120-010]
EDC1210-060-GD/KD/LD A PR
EDC1220-060-GD/KD/LD FAN ZTKO5-ED120-0000
EDC1230-060-GD/KD/LD A ZTKO8-ED120-0007
EDC1240-060-GD/KD/LD A 060
Enc1zsu-oso GD.’KDILD A
EDC1260-060-GD/KD/LD A ZTK015-ED120-001
L | s i eipe i
..... EF’.‘.?.?.?'.’_‘.’..9_‘.5_‘_‘__9_[.’{‘59’.':9____.. s ZTKO5-ED125-00
s
_EDC1280060-GD/KDALD | A ZTK08-ED125-00)
EDC1290-060-GD/KD/LD A
EDC1300-065-GD/KD/LD A
EDC1310-065-GD/KD/LD ZTK015-ED130-00
e S T ZTK03-ED130-000
DC DIKD/ A
EDC1320-065-GD/KD/LD S TKOB.ED 13000
EDC1330-065-GD/KD/LD A S TKOB-ED130-0
EDC1 340-0 A
085 ZTK12-15.9
EDC1 350.055 GD;'KD.JLD A
EDC1360-065 GDIKDILD A ZTK015-ED130-000
N i e i
A
EDC1370-065-GD/KD/LD | . e istadlonies
EDC1380 uss GD/KD/LD A AL NE
EDC1390-065-GD/KD/LD A | 138 | 283 |
EDC1400-070-GD/KD/LD A
EDC1410-070-GD/KD/LD A ZzTT ';“;35;55‘40“'“'3
-ED140-000
_____ EP_E‘_'_‘_‘.?F.'DW'GD!KD"LD =i ZTKD5-ED140-00
[EDC1430-070-GD/KOAD | & ZTKO08-ED140-00
EDC1440-070-GD/KD/LD A o7
EDC1450-070-GD/KD/LD A
EDC1460-070-GD/KD/LD A ZTKO15-ED140-000
N ) SR ED 8
EDC14?I:I-|]TU GDIKDILD A D
el ZTK05-ED145-0101
Encua_o-_o?o-eumml.n A B
EDC1490-070-GD/KD/LD A
ARegular Stock /\Made-to-order




Interchangeable head drills

Tyoe — Compatible tooi hoider [Coupling]  Wrench
EDC1500-075-GD/KD/LD A 15.0 273
...... e L
""" EDC1520075-GD/KD/LD | ~ | 152 | 276
EDC1530-075-GD/KD/LD A 153 | 2.78 P ———
~ EDC1540-075-GD/KD/LD A | 154 | 280 ZTKO3-ED150-000]
EDC1550-075-GD/KD/LD A 155 282 ZTK05-ED150-000 o7 £TK12159
 EDC1560-075-GD/KDILD | 4 156 284 ZTK08-ED150-00]
EDC1570-075
EDC1590-075-GD/KDILD | /. 15.9 289
' EDC1600-080-GD/KD/LD | A 16.0 200 |
 EDC1610-080-GD/KD/LD | A 161 203
EDC1620-080-GD/KD/LD A 16.2 295
 EDC1630-080-GD/KD/LD | /. 163 296 I
_____ EDC1640-080-GD/KD/LD & | 64 || 298 ZTK03-ED160-00] 080
EDC1650-080-GD/KD/LD A 165 3.00 ZTK05-ED160-010
EDC1660-080-GD/KD/LD A 16.6 3.02 ZTK08-ED160-000
""" EDC1670-080-GD/KD/LD A T8 ] s
...... e
""" EDC1690-080-GD/KDLD | /. 169 | 307
e S e 2
" EDC1710-085-GD/KD/LD A 174 311
 EDC1720-085-GD/KD/LD | - 172 313 | “TKi6-209
EDC1730-085-GD/KD/LD A , , . T ——
rarcenan | n| R B OIS ED 70 N
EDC1750-085-GD/KD/LD . , ZTK05-ED170-00
e e e aismdlga
S e M,
e e
~ EDC1790-085-GD/KD/LD
EDC1800-090-GD/KD/LD T ——
""" EDC1810-090-GD/KD/LD | A ZTK03-ED180-007 060
EDC1820-090-GD/KD/LD ZTK05-ED180-00
~ EDC1830-090-GD/KD/LD ZTK08-ED180-010]

ARegular Stock

Made-to-order

}>> Applicable material table

©Very suitable (OSuitable

Workpiece material

Mild steel | Carbon Pre-hardened steel, Hardened steel | stainless | oot jron | Nodular |Aluminum| Copper | Heat
HB<180 |ajioy steel ~40HRC | ~50HRC | ~60HRC | Steel castiion | oy | dloy | alloy
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Interchangeable head drills

rilling Tools

terchangeable head drill

Diameter 12.0mm - 25.9mm

140°
De

- ‘Grade Basic dimension(mm) o -
Type ———— . atible tool holder Wrench
KDG3013 Dc PL
EDC1840-090-GD/KD/LD A 18.4 335
EPCISIO.COMLD o i S ZTK015-ED180-00
EDC1860-090-GD/KD/LD iy 18.6 3.38 ZTK03-ED180-00 090
EDC1870-090-GD/KD/LD A 18.7 3.40 ZTKO05-ED180-0001
EDC1880-090-GD/KD/LD A 18.8 3.42 ZTHes-ED1BN-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
Eveumeeenmon || ZTK015.£D180-05
ZTK03-ED190-00
095
ZTKO05-ED190-0001
ZTK08-ED190-0100
ZTK16-20.9
EDC1970-095-GD/KD/LD A 19.7 3.58
EDC1980-095-GD/KD/LD
EDC1990-095-GD/KD/LD
EDC2000-100-GD/KD/LD
EDC2010-100-GD/KD/LD
EDC2020-100-GD/KD/LD
EDC2030-100-GD/KD/LD SRR
EDC2040-100-GD/KD/LD ZTK03-ED200-00 100
EDC2050-100-GD/KD/LD ZTK05-ED200-00
EDC2060-100-GD/KD/LD P : : ZTIRB-ERZ00-O0
EDC2070-100-GD/KD/LD yay 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 & 21.1 3.84 ZTK015-ED210-00
ZTK03-ED210-00
DC -105- I 21.2 3.86 105
L EDCHIZO- S GUIRINLDY, | de L Shd ] ZTK05-ED210-000
EDC2130-105-GD/KD/LD A 213 3.88 ZTK08-ED210-0007
EDC2140-105-GD/KD/LD A 21.4 3.89
ARegular Stock /\Made-to-order
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.BORING TOOL “

Interchangeable head drills

EDC2150-105-GD/KD/LD
EDC2160-105-GD/KD/LD A 216 3.93 ZTK015-ED210-00
s elsssnsairrsietian A eSO OO ) NN, 12 O S
170-105-GD/KD/ A 217 3.95 105
~ EDC2170-105-GD/KDAD | A | S TKO5.ED210.0
EDC2180-105-GD/KD/LD AN 218 3.97 ZTK08-ED210-0100
EDC2190-105-GD/KD/LD A 21.9 3.98
© EDC2210-110-GD/KDI/LD A 2.1 402
EDC2220-110-GD/KD/LD A 222 4.04
EDC2230-110-GD/KD/LD A 223 4.06
-------- ZTK015-ED220-00
Al
_EDC2240-110GDKDLD | A | 228 | 408 ZTK03-ED220-0107 -
EDC2250-110-GD/KD/LD A 225 4.09 ‘ ZTKO05-ED220-010]
EDC2260-110-GD/KD/LD A 226 4.11 ZTK08-ED220-0000
EDC2270-110-GD/KD/LD A 227 413 ‘ ZTK21-25.9
EDC2280-110-GD/KD/LD A 228
EDczzso 110-GD:'KD.*LD A 229 417
EDC2300-115-GD/KD/LD A 23.0 418
EDC2310-115-GD/KD/LD A 23.1 4.20
EDC2320-115-GD/KD/LD A 23.2 422
(2]
2 S o il ZTK015-ED230-0001 S
O SSEN B . : \.... O S ..‘ B o e ¥ e S ZTKOS-EDZSO.DD 115 ‘é’
Enczsso 115-GDJ'KD.*LD A 235 4.27 ‘ ZTKO05-ED230-000 =
- SAREE] S R SRR RS R sasaaceansas aas SRR R R | i ] D
EDC2360-115-GD/KD/LD A 236 429 Sl e !
EDC2370-115-GD/KD/LD A 237 431 ‘ ]
EDC2380-115-GD/KD/LD A 238 433 E
____________________________________________ - S < T g
EDC2390-115-GD/KD/LD A 239 435 | =
ARegular Stock /Made-to-order %
2
g
S
k3]
=
b’} Appiicable material table ©Very suitable (}Suitable
Workpiece material
i Carbon Pre-hardened steel, Hardened steel : . Heat
e e | steel SIENISSS | poet jron | Nodular | Aluminum) Copoer | rsisiant
<180 |Ajioy steel, ~40HRC ~50HRC ~B0HRC Y i alloy

C139



"Drilling Tools " /

Interchangeable head drills

 EDC Interchangeable head drill N

Diameter 12.0mm - 25.9mm

140°
De

. ‘Grade | Basic dimension(mm) L et
EDC2400-120-GD/KD/LD A 24.0 437
S S o
T e ZTK015-ED240-00
EDC2440-120-GD/KD/LD A 244 444 ZTKO3-ED240-0001 20
EDC2450-120-GD/KD/LD A 245 446 ZTK05-ED240-010)
Qe ——— e e D ST EBAAp-m
| EDC2470-120.GDKDILD | A | 247 4.49
EDC2480-120-GD/KD/LD A 24.8 451
© EDC2490-120-GD/KDALD | A | 249 453
5 o mnbe i ettt ol e e Z7TK21-25.9
= EDC2500-125-GD/KD/LD A 25.0 455
@ s e s |
“g—, ...... e —— o e ]
- J R SO e 2 e ZTK015-ED250-000
&  BUCEMGIZRODBARD | 2c | 2B R ZTKO3-ED250-0000 125
n:, EDC2550-125-GD/KD/LD A 255 464 ZTKO03-ED250-00
? EDC2560-125-GD/KD/LD A 256 4.66 £TKOB-ED250-00
% e L — e
8 EDC2580-125-GD/KDILD |~ | 258 | 469
% T P s e
ARegular Stock £Made-to-order
B>> Applicable material table ©Very suitable OSuitable
Workpiece material
Mild steel Cs?;té?n Pre-hardened steel, Hardened steel Stainless | ~qiron | Nodular | Aluminum | Copper re’:igta;nl
HB<180 Ajjoy steel ~40HRC ~50HRC ~B0HRC steel castiron |  alloy angy alloy
(@] (@] - © (@] ©

C140
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Interchangeable head drills

@ Geometry selection and hole tolerance

[t Pk (K] N/

1.6D, 3D, 5D 8D 1.6D, 3D, 5D 8D 1.5D, 3D, 5D 8D

5

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)

No dry cutting

X

@ User guide for drills with 8D shanks

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 ;

w
o

=
{=:]
E

5=
a

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

Strat drilling with
normal parameters.

Interchangeable head drills

Disassembly v d____'-—.at 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).

When removing, turn the wrench in the opposite direction.

> Radial Run-out \; :'. Axial deviation ";

Maximum deviation in assembly :

Max'O,C_)me
¥ e
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Interchangeable head drills

@ Suitable workpiece shape

Processing . ; ; . <
contont Workpiece Points for attention during processing

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

depth position;

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.

1. In order to prevent dislocation, when processing the overlapping plate, The workpieces

needed to be fixed.

1. There could be interrupted cuts, suggest to set feed rate under half of the recommended

cutting parameters before peripheral edges fully entering the hole;

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

Cylindrical
‘surface

1. It can be used for hole machining ,/\\ x :
on the central axis of the shaft. —' = —' &=
2, The curve part not recommend. i i

Center part machining  Curve part machining

oy
=L
=
w
=
(=]
=2
w

O &= &~

@ Workpiece shape not recommend

s|lup peay ajqesbueyosaiy|

Processing Overlapped hole Half-section Reaming

content

N
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Interchangeable head drills

/" Recommended cutting parameters of Interchangeable drills -

Workpiece Cutting speed Diameter ( mm)
eices /i) 12 14 16 18 20 25
Re;;':‘;"" Feed rate Rmﬂu” Feed rate Re::;g‘é"" Feed rate R“‘*ET” Feed rate Res"g:g”“ Feed rate RE;”"ET" Feed rate
_ ] mm/r e 1 mm/r 2 mm/r Spe 1 mm/r L mm/r pe 1 mm/r
SOﬂ 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
ks 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
Nodli‘r'::‘cm 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
N“;;;r;”m 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

MNote: 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, 5D0=80% or below, 8D=60% or below.
Cooling: adopt internal cooling or external cooling drilling no more than 2D, dry cutting is prohibited!

Vo
(=]
e
(=]
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E
a

Interchangeable head drills

Distributed By Noahs Ark Precision India Pvt Ltd

Email: sales@nshark.in C143



