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GESAC Profile

Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC), founded in 1989, is a national high-tech enterprise with Chinese-foreign
joint investment. It is also a key member of Xiamen Tungsten Co., Ltd., a state-owned listed company. GESAC is committed to the
research, development and production of tungsten series products such as high-quality tungsten powder materials, cemented
carbide and precision cutting tools, as well as the provision of professional solutions for the industry. It is a renowned supplier of
tungsten powder, cemented carbide and cutting tools.

Relying on the product integration technology research and development of the complete tungsten industry chain and the
practical and innovative management concepts, GESAC has always maintained a strong momentum of development. It provides
global users with tungsten powder products and services with the highest cost performance, and offers excellent products and
comprehensive solutions for solving the problems of high hardness, high temperature resistance and wear resistance in the
modern industrial field. Its customers are distributed around the world, enjoying a high reputation both at home and abroad.

GESAC currently has more than 3,000 employees, five production bases, four overseas sales companies and one enterprise
technology center. It has independently undertaken and completed a number of projects such as the "National Science and
Technology Support Program Projects", the "National Science and Technology Major Projects", the "National Torch Program
Projects", the "National Key New Product" development projects and key research topics at the provincial and municipal levels.
It has been rated as a "Backbone Enterprise in Strategic Emerging Industries", an "Innovative Enterprise" and an "Advanced
Technology Enterprise". It has won many patents and awards, including the second prize of the National Science and Technology
Progress Award. Its cutting tools have obtained more than 400 patents, including invention patents, utility model patents and

design patents. 2009
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Product Chain

GESAC has a complete tungsten product chain ranging from ore mining to tungsten powder, cemented carbide
products and precision cutting tools.
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Drilling & Boring Tool Selection Guide

T ) Holemaking n Hole ) )
Product Series Tool Name and Outline DiL 0 Shank Type Tty Depth el Series Type Range of Sizes  Accuracy SeTatie | Cutting
Angle Grade Form ge Data
LD Grade
3D External Coolant| e 140° AlCHNI D918S-A3N  D3-D20  IT9-10 P02 P21
Twist Drill TiSiN
3D Internal Coolant . - AICTN/
Tt 140 'l 3D D9185-A3C = D3~D20 | IT9-10 P027 | P121
D918S
5D External Coolant| e e | 140 © AICH/ D918S-ASN | D3~D20 | IT9-10 | PO32 | P121
Twist Drill TiSiN
5D Internal Coolant | e e | 140° AICH/ D918S-ASC = D3~D20 | IT9-10 | PO37 | P121
Twist Drill TiSiN
3D External Coolant e 140° g M E n D968S-ASN  D1~D20 | IT9-10 PO42  P123
?v'?,é’t‘tgirl‘lal Coolant| ¢ S 140° geed RO E H D968S-A3C = D3-D20  IT9-10 P048 P123
D968S =
?’v?/ig(gerrirl}al Coolant e AITIN E n D968S-ASN | D1~D20 | IT9-10 P0O53  P123
?V'?Iilsrt‘tsmlal Coolant s AITIN E E D968S-ASC | D3~D20 | IT9-10 PO59 | P123
3D External Coolant ; AITiN
. . (——— -, ~ -
i S S D938-A3N | DI1~D20  IT9-10 PO64 P125
3D Internal Coolant | - - AITiN . . .
2o neert [ — D938-A3C = D2-D20  IT9-10 PO70 | P125
5D External Coolant - Y AITiN
. . —S Y = -~ -
i S SIS S D938-ASN | DI1~D20 | IT9-10 PO75 P125
'?'v?/ii?ts:ir;lal Coolant s AITIN E H D938-A5C = D2~D20 | IT9-10 P01  P125
po3g 8D Internal Coolant e esese AITiN D938-ASC | D2.8~D20 IT9-10 | P0OS7 P128
Twist Drill nano
12D Internal AITIN _
Coolant Twist Drill e D938-A12C  D3~D20 | IT9-10 P090 | P128
15D Internal _— . ° AITiN ~
bplntemal w135 AT @ D938-A15C ~ D3~D16 | IT9-10 P93 | P128
20D Internal ° AITiN ~ _ 5
e il —— 135 D938-A20C  D3~D14 | IT9-10 P095 & P128
25D Internal 1350 e AN D938-A25C | D3-D12 | IT9-10 | PO97  P128
Coolant Twist Drill Di nano m
3D Exterfal Coolant s 120° e el E n D928-A3N | D3-D20  IT9-10 PO98  P130
3D Internal Coolant | . - o s | NG
Twist bril e e Ty g 140 Sty D928-A3C = D5-D20  IT9-10  P099 | P130
D928
5D External Coolant | . - = o _
Twist Drill S S 140 E n D928-ASN | D3-D20 | IT9-10 P101  P130
?3@?32??' Coolant | e 140° E E D928-A5C = D3-D20  IT9-10  P103  P130

© Most Suitable O Suitable
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Drilling & Boring Tool Selection Guide

- . Holemaking ' ) ‘
Product Series Tool Name and Outline DrA" R Shank Type Gy Depth tll vy Series Type Range of Sizes ey Sl
ngle Grade D Form Grade Page Data
?V'?lii‘t;rriﬂa' Co0lant | s | 140 ° u D966-A3N = D3~D20  IT9-10 | P104 P132
3 Tl O |, e 140 ° E n D966-A3C  D3-D20  IT9-10  P108 | P132
D966
i\',)vigtsrriﬂa' (o0t - e 140 ° E n D966-ASN | D3~D20  IT9-10 | P111  P132
5D Internal Coolant a o
S —ee S| 140 D966-A5C | D3-D20  IT9-10 P114 P132
3D External Coolant = . -
——— ° - ~ -
D998 Jiict Dril 140 AITiN n D998-Y3N | D4~D16 | IT9-10 | P117 | P133
D101 | 90° NCPilot Drill (™  gpc | gewd RN .’ D101-AMN = D4~D20 P118 | P134
hé
D102 120° NCPilot Drill | [ {300 | gownd RN D102-ANN | D5~D20 P119 | P134
hé
D103 | 145° NC Pilot Drill | i 145° g BTN .r D103-APN  D5~D20 P120 | P134
hé
GUMD Tool Bit .ne (L R P148
ol 3D/5D/
GUMD e ) GUMD D10-D21.9  IT9-10 P173
GUMD Drill Pipe | | " = P154
6M230
gﬁ:\l"ﬁ Ss:rat's"’w Hole v"\‘ GHB220 QPMG P167
654130
GHDS D14-D48  1T12-13 P174
GHDS Shallow Hole - l
Drill Tool Holders m m 2D-5D ) GHDS P17
mge“ffs Spade Drill ’ a2 MCMG P170
GSD D13~D36 | IT9-IT10 P175
B LU e P S— i
2D-26D e GSD P171
Tool Holders i
RB Rough Boring < Internal
Tool <SD g RB D20-D153 P186  P212
FB Fine Boring Tool Pg <5D I{”;;‘;‘;' FB D20-0212 P191 | P218
MB Micro-diameter External
< |
Fine Boring Tool ﬁ <5D cooling MB D030 P194 | P218
LRB Bridge Type g Internal
GBR  Rough Boring Tool colng LRB D150-0850 P203 | P212
LFB Bridge Type i Internal
Fine Boring ool : colng LFB D150-0850 P205  P218
HRBA Bridge Type ntemal
Rough Boring Tool for ’ ool HRBA D850-D3300 P207 | P212
Large Aluminum Alloy 9
HFBA Bridge Type Intemal
Fine Boring Tool for codling HFBA D850-D3300 P207 | P218

Large Aluminum Alloy

© Most Suitable

O Suitable
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Drilling & Boring Tool Selection Guide

GMT-AR Universal External
Internal Hole <4D Coolin GMT-AR =1.0 P225 | P269
Turning e
GMT-TR Durable External
Internal Hole <4D Coolin GMT-TR =1.0 P227 | P269
Turning e
GMT-PR Profile <ap P GureR >10 P230  P269
Turning Cooling
GMT-QR Profile 9 < External g >
Turning <4D Cooling GMT-QR =>3.0 P232 | P269
GMT-UR90° Cut-in e —— < External g S
Turning <4D Cooling GMT-UR =3.0 P233 | P269
GMT-XR Reverse <ap B GurxR >4.0 P234  P269
Boring Cooling
GMT-DR Internal External
GMT Hole Boring Tool <4D Coolin GMT-DR >4.0 P235 | P269
Chamfer Grooving 9
GMT-CR Internal bl
Hole Boring Tool <4D Coolin GMT-CR P236 | P269
and Chamfer ¢
. External
GMT-GR Grooving | [ =S <4D g GMTGR >3.0 P237 | P269
GMT-KR Arc External
< : >
Grooving <4D Cooling GMT-KR =4.0 P239 | P269
i L R External
GMT-FR Grooving = p———te @ S4D Gy GMTRR >6.0 P240 | P269
GMT-IR Threading, Bxternal
Right-hand Thread | [—— === <4D | i GMT-IR =15 P241 | P269
with a 60° Angle 9
GMT-IR Threading, External
Right-hand Thread = [———j===Su 4D i GMT-IR >4.0 P242 | P269
h ° ooling
with a 55° Angle
GPT-AR Universal bl
Internal Hole . A <4D | oo GPT-AR >1.0 P243 | P269
Turning 9
GPT-TR Durable bl
Internal Hole | <4b | oo GPT-TR >1.0 P245 | P269
Turning 9
GPT-PR Profile External
< : >
Turning e, <4D Gy GPTPR =1.0 P248 | P269
) External
GPT | GPT-GRGrooving | [ /=4 S4D gy GPT-GR >3.0 P250 | P269
] External
GPT-FR Grooving | (S S4D gy GPTFR >6.0 P252 | P269
GPT-IR Threading, External
Right-hand Thread | i jemq <40 Gie GPTIR >15 P253 | P269
with a 60° Angle :
GPT-IR Threading, bxternal
Right-hand Thread | iy je———=_ <4D : GPT-IR >4.0 P254 | P269
i o Cooling
with a 55° Angle

© Most Suitable O Suitable
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Drilling & Boring Tool Selection Guide

GHT-AR Universal bxternal

Internal Hole —— y <4 o 3 GHT-AR >1.0 P255  P269
Turning 00ing

GHT-TR Durable Extema

Internal Hole _ <4D Coolin GHT-TR =1.0 P257 | P269
Turning ¢

?:‘rﬁ';: Profile <4p Ec".fgﬂ'r‘fg' GHT-PR >1.0 P260  P269
?::ESQR Profile — <4ap Ec".fgﬂ’r‘];' GHT-QR >30 P262  P269

GHT

GHT-GR Grooving <4D Ecxo‘gﬂ’;‘;' GHT-GR >3.0 P263 | P269
GHT-FR Grooving <4D Eg‘;gm GHT-FR >6.0 P265 | P269
GHT-IR Threading, bl

Right-hand Thread = [ ijssss==m <4D Coolng GHT-IR =15 P266 | P269
with a 60° Angle

GHT-IR Threading, bl

Right-hand Thread | [ ies=mn <4D Cooling GHT-IR >4.0 P267 | P269
with a 55° Angle

© Most Suitable O Suitable
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Tap Selection Guide

- . . . Recommended ; 0
Proquct IntemalType Tool Nameand Outlne Dimensions ~ Coating/  Suitable Machined Machiring | CooligForm | Rangeofizes TapAccuracy  SizeTable  Cutting
Series Standard Grade Hole Types Depth LD Grade Page Data
T118-FDN High Performance -— D371/
Fluteless Tap for General (e TiAk-c <2.5D M4-M30  6HX | P274  P287
o D376
Machining
T118-FDC high Performance D371/
Fluteless Tap for Internal I —— TiAl-C <2.5D M4-M30 =~ 6HX = P278 | P287
- L D376
Cooling General Machining
T118-FDR High Performance D371/
T118  Fluteless Tap for Internal | TiAlc <2.5D M4-M30 = 6HX | P280 P287
- L D376
Cooling General Machining
T118-SDN High Performance D371/
Spiral Fluted Tap for General |~ TiAl-C <2.5D M4-M16 6HX | P282 @ P287
. D376
Machining
T118-PDN High Performance D371/
Spiral Pointed Tap for General | P i |El <2.5D M4-M16 = 6HX  P283  P287

Machining

T128-HDN High Performance | D371/

Straight Fluted Tap for Cast e D376 | e ﬂ ﬂ <2.5D

Iron Machining
T128-HDC High Performance e | D371/
T128  Straight Fluted Tap for Internal P, D376 | el lm ﬂ <2.5D
Cooling Cast Iron Machining
T128-HDR High Performance = _—
Straight Fluted Tap for Internal r‘.l:” DD?é7716/ TiAl-si lEl ﬂ <2.5D

Cooling Cast Iron Machining
ET138-FJN Economical

Fluteless Tap for Steel a JIS AlCrN lmlﬂ <2.5D

Machining

ET138-SJN Economical T <
ET138 Spiral Tap for Steel Machining '—ﬁ Is ﬂﬂ <2.5D

ET138-PJN Economical e ———
Spiral Pointed Tap for Steel -——__—w JIS Im <2.5D
Machining )

ET168-FJN Economical e —

Fluteless Tap for Stainless ’_J% JIs lEl ﬂ <2.5D
Steel Machining

ET168-SJN Economical

ET168 | Spiral Fluted Tap for Stainless Pﬂ% JIS lmlﬂ <2.5D

Steel Machining
ET168-PJN Economical

Spiral Pointed Tap for :@ JIS IE' <2.5D

Stainless Steel Machining

ET166-FJN economical .

Fluteless tap for copper- @ JIs lmlﬂ <2.5D
aluminum machining

ET166-SJN Economical

ET166 | Spiral Fluted Tap for Copper- W JIS DLC lmlﬂ <2.5D

Aluminum Machining

ET166-PJN Economical T
Spiral Pointed Tap for Copper- (-!_m JIs DLC ﬂ

Aluminum Machining

ET128-HJN economical Wl
Straight fluted tap for cast T JIs ﬂ <2.5D

iron machining

ET128-HJC economical
ET128  Straight fluted tap for internal | CE J1s Imm <2.5D

cooling cast iron machining

ET128-HJR economical
Straight fluted tap for internal | I JIS lmlﬂ <2.5D

cooling cast iron machining

M5-M16 6HX P284  P287

M5-M16 6HX P285  P287

M5-M16 6HX P286 = P287

M1-M16 | RH4-10 P288 P321

M1-M16 P1-5 P292 | P321

M1-M16 P1-5 | P295 @ P321

M1-M16 | RH4-10 P298  P321

M1-M16 P1-5 P302 | P321

M1-M16 P1-5 P305 = P321

M1-M16  RH4-10 P308 @ P321

M1-M16 P1-5 P312  P321

<2.5D M1-M16 P1-5 | P315  P321

M5-M16 P3-6 | P318 P321

M5-M16 P3-6 | P319 P321

M5-M16 P3-6 | P320 P321

N EEEE

© Most Suitable O Suitable
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Term Definition-drilling & Boring

Designation

Description

h6 Round Shank

=
>

Classification

Shank Shape
DIN6535HA Shank
DIN
6535HA
TiAIN TiAIN Coating
Coating AITiN AITIN Nano-coating
nano
AICrN/ AICrN/TISIN Multiple
TiSiN Coatings
External Coolant Twist Drill
Tool Types Internal Coolant Twist Drill
Pilot Drill
ISO Classification Steel
ISO Classification Stainless
Steel
ISO Classification Cast Iron
ISO Material

ISO Classification Non-
ferrous material

ISO Classification Heat
Resistant Alloy Titanium
Alloy

High-hardness Material

Length-
diameter Ratio

3 Length/Diameter Ratio

5 Length/Diameter Ratio

8 Length/Diameter Ratio

12 Length/Diameter Ratio

15 Length/Diameter Ratio

20 Length/Diameter Ratio

EHHHEEBEDBEE = ERIEID

25 Length/Diameter Ratio

014 _ GESAC

Designation Description
DC Edge Diameter
DMM Shank Diameter
LCF Slot Length
LU Recommepded Maximum
Drilling Depth
LS Shank Length
OAL Total Length
PL Drill Point Height
LPR Suspension Length
DF Flange Diameter
IC Incircle Diameter
S Tip Height
RE Tip Arc Radius
D1 Internal Hole Diameter
Dimensioning
Parameters
B Insert Thickness
DCON Boring Tool Shank
Diameter
LF Effective Length
DC Range of Machining
WF Width of Tool Apron
OAL Total Length
oconws o, SornaTeehank
DCONMS Diarr?&gp?cz?%lescﬁiinnkEnd)
IC Incircle Diameter
S Tip Height
RE Tip Arc Radius
D1 Internal Hole Diameter
KAPR Tool Cutting Edge Angle of

Tool Apron
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Term Definition-tap

Icon Meaning
Powder Metallurgy
High-speed Steel
Tap
Material
@ Cobalt High-Speed Steel
DIN371/ DIN371/DIN376 Dimensional Coating
DIN376 Standards Type
Dimensional
Standards
JIS JIS Dimensional Standards
g Lateral Internal Cooling
Cooling Axial Internal Coolin
Mode 9
Thread
1 External Cooling Tolerance
: Grade
ia ISO Metric Coarse Thread
M (DIN13)
ISO Metric Fine Thread (DIN13)
MF
Profile
Unified Coarse Thread
(ASME B1.1)
Unified Fine Thread
UNF (ASME B1.1)
IDI Through Hole
Hole Type
E Blind Hole

Icon

AICrN

DLC

TiAIN

TiAl-C

TiAl-Si

ISO
6H/2B

o M=
T \n

Meaning

Chrome-aluminum Coating

DLC Coating

Titanium-aluminum Coating

Titanium-aluminum-carbon
Coating

Titanium-aluminume-silicon

Tap Tolerance Grade ISO 6HX

Tap Tolerance Grade ISO 6H

Tap Tolerance Grade ISO 6H/2B

GESAC _ 015
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Term Definition-tap

Designation Meaning
TD Thread Diameter
TP Thread Lead
TPI Number of Threads per Inch
TCL Cutting Tap Length
THCHT Cutting Tap Type
LF Total Length
THL Thread Length
LU Active Length
Dimensioning
Parameters
DCON Shank Diameter
DRVS Square Nose Width
LSQ Square Nose Length
CZCMS Machine Connection Size
TDRM Recommended Maximum Tapping Depth
NOF Number of Slots
PHD Pre-Drilled Hole Size/Bottom Hole Size
TCTR Tap Accuracy Grade
Standard: Adopting ISO 13399 Standard
=z
LU e}
&
TCL a &
—
| %
[m] il 'Fé_
|_ 1]

LSQ

LF

016 — GESAC
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Representation Rules for Order No. of Solid Carbide Drills

D938 —

)

Workpiece Material @ Drill Bit Series Number
Plain Steel D918S Plain Steel Machining Twist Drill
Stainless Steel D968S Stainless Steel Machining Twist Drill
Plain Steel D938 Plain Steel Machining Twist Drill
CastIron D928 Cast Iron Machining Twist Drill
Aluminum Alloy D966 Aluminum Alloy Machining Twist Drill
Hardness Steel D998 Hardness Steel Machining Twist Drill
D101 Straight Shank 90° Pilot Drill
Plain Steel, Cast Iron, Non-ferrous Material D102 Straight Shank 120° Pilot Drill
D103 Straight Shank 145° Nc Pilot Drill
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L (©)

1200

)

@ Shank Type ® Drilling Depth @) Cooling Mode (® Edge Diameter
lindrical Straight 3 Drilling Depth<3D Internal Cooling 0325 Fdge Diameteris
B%’S\'}gg;?_'agk 5 Drilling Depth< 5D External Cooling 0600 Edge ([]))ig?(;eter is
gfaveatasiel, s orilingdepins 3D
"S'?ri;‘iggligﬁ:gi' 12 Drilling Depth< 12D
Morse Taper Shank 15  Drilling Depth< 15D
20  Drilling Depth< 20D
25  Drilling Depth< 25D
M 90° Top Angle
N 120° Top Angle
P 145° Top Angle
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Introduction to Solid Carbide Drills Series

D918s High-performance Plain Steel
Machining Twist Drill

@ Suitable for drilling under soft steel, interrupted cut, poor cooling and other
difficult conditions.

® The brand-new wavy edge design takes into account both the tip strength and
cutting sharpness.

@ The brand-new G-type slot design enhances the chip breaking performance and
improves the tool rigidity.

@ The brand-new substrate coating has been upgraded, featuring stronger
adaptability to working conditions and better versatility.

D968s Efficient Stainless Steel Machining
Twist Drill

@ Suitable for efficient drilling and machining of stainless steel, carbon steel, alloy
steel, heat-resistant alloy and titanium alloy.
@® The unique end edge design has stronger chip breaking ability and larger chip

space.
@ The new substrate coating combination offers super-strong toughness and wear
resistance.
@® The super-large geometry design features excellent chip removal performance.

D938 Plain Steel Machining Twist Drill

@ Suitable for the drilling of steel ( < 48HRC) and cast iron

® The unique cutting edge treatment technology strengthens the cutting edge
strength and improves the performance stability.

® The new AITiN-nano coating endows the tool with excellent wear resistance.

@ The straight cutting edge improves the strength of the cutting edge.

D938 Deep Holemaking Twist Drill

@ Suitable for efficient drilling of plain steel, cast iron and stainless steel.

@ The new substrate material features a perfect balance of toughness and wear
resistance.

@ Adoption of AITiN-based nano coating and unique post-coating treatment

@® The optimized geometry and drill point design endow the tool with excellent
self-centering performance, chip breaking performance, and good chip removal
performance.
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Series Introduction

D928 Cast Iron Machining Twist Drill

@ Suitable for cast iron machining in automotive engines and other industries
@ The wavy cutting edge reduces the machining torque.

@ The four-land design improves the hole wall quality and hole accuracy.

@ The wide chisel edge design enhances the strength of the drill point.

D998 Hardness Steel Machining
Twist Drill

@ Suitable for the machining of hardness steel

® Large core thickness, small helix angle, high rigidity, high strength
@ The X-shaped drill point has excellent self-centering ability.

@ The circular arc tip ensures excellent hole wall quality.

Solid Carbide Drills | HOLEMAKING TOOLS

D966 Aluminum Alloy Machining Twist
Drill

@ Suitable for machining of non-ferrous metals, such as aluminum alloy and
copper alloy

@ The high-accuracy surface treatment technology enables smoother chip
removal.

@ The unique cutting edge design makes cutting more effortless.

D101/D102/D103 NC Pilot Drill

@ Suitable for machining center holes and chamfers on CNC machine
@ Suitable for machining steel, cast iron, aluminum alloy and copper alloy
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D918S-A3N

High-performance 3D External Coolant Twist Drill for Plain Steel Machining

L PL
& 8l : o =
a - ————w—"
Ls LCF -/ 140°
OAL
DC DMM In DC DMM In
Order No. (m?) LCF OAL (h6) LS LW PL Sk Order No. m?) LCF OAL (h6) LS LW PL Stock

D918S-A3N-0300 3.00 20 62 6 36 155 055 @ D918S-A3N-0445 445 24 66 6 36 173 081 O
D918S-A3N-0305 3.05 20 62 6 36 154056 O D918S-A3N-0450 450 24 66 6 36 173/0.82 @
D918S-A3N-0310 3.10 20 62 6 36 154 056 @ D918S-A3N-0455 455 24 66 6 36 172083 O
D918S-A3N-0315 3.15 20 62 6 36 153 057 O D918S-A3N-0460 4.60 24 66 6 36 17.1 0.84 @
D918S-A3N-0320 3.20 20 62 6 36 152 058 @ D918S-A3N-0465 4.65 24 66 6 36 17.0 085 O
D918S-A3N-0325 3.25 20 62 6 36 151 0.59 O D918S-A3N-0470 4.70 24 66 6 36 170 0.86 @
D918S-A3N-0330 330 20 62 6 36 151 0.60 @ D918S-A3N-0475 4.75 28 66 6 36 209 086 O
D918S-A3N-0335 335 20 62 6 36 15.0/0.61 O D918S-A3N-0480 4.80 28 66 6 36 208 087 @
D918S-A3N-0340 340 20 62 6 36 149062 @ D918S-A3N-0525 4.80 28 66 6 36 20.8 0.87
D918S-A3N-0350 3.50 20 62 6 36 148 0.64 @ D918S-A3N-0535 4.80 28 66 6 36 208 087 @
D918S-A3N-0355 3,55 20 62 6 36 14.7 0.65 O D918S-A3N-0545 4.80 28 66 6 36 20.8 0.87
D918S-A3N-0360 3.60 20 62 6 36 146 0.66 @ D918S-A3N-0485 4.85 28 66 6 36 20.7 0.88 @
D918S-A3N-0365 3.65 20 62 6 36 145 0.66 O D918S-A3N-0490 490 28 66 6 36 20.7 0.89
D918S-A3N-0370 3.70 20 62 6 36 145 0.67 @ D918S-A3N-0495 495 28 66 6 36 206 090 @
D918S-A3N-0380 3.80 24 66 6 36 183 0.69 @ D918S-A3N-0500 5.00 28 66 6 36 20.5 0.91
D918S-A3N-0385 385 24 66 6 36 182/0.70 O D918S-A3N-0505 5.05 28 66 6 36 204 092 @
D918S-A3N-0390 390 24 66 6 36 182 071 @ D918S-A3N-0510 5.10 28 66 6 36 204 0.93
D918S-A3N-0395 395 24 66 6 36 181 072 O D918S-A3N-0515 5.15 28 66 6 36 203 094 @
D918S-A3N-0400 4.00 24 66 6 36 180 073 @ D918S-A3N-0520 5.20 28 66 6 36 20.2 0.95
D918S-A3N-0405 4.05 24 66 6 36 179 074 O D918S-A3N-0530 530 28 66 6 36 20.1 09 @
D918S-A3N-0410 4.10 24 66 6 36 179 075 @ D918S-A3N-0540 540 28 66 6 36 19.9 0.98
D918S-A3N-0415 4.15 24 66 6 36 17.8/0.76 @ D918S-A3N-0550 550 28 66 6 36 19.8/1.00 @
D918S-A3N-0420 4.20 24 66 6 36 17.7 0.76 @ D918S-A3N-0555 555 28 66 6 36 19.7/1.01 O
D918S-A3N-0425 4.25 24 66 6 36 17.6 0.77 O D918S-A3N-0560 5.60 28 66 6 36 196 1.02 @
D918S-A3N-0430 430 24 66 6 36 176 0.78) @ D918S-A3N-0565 5.65 28 66 6 36 195 1.03 O
D918S-A3N-0435 435 24 66 6 36 175 0.79 O D918S-A3N-0570 5.70 28 66 6 36 195 1.04 @
D918S-A3N-0440 4.40 24 66 6 36 174 080 @ D918S-A3N-0575 5.75 28 66 6 36 194 1.05 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
@ m I N H 0O

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH a.F‘d . Gray Cast ) AIZ?;?:Sm Cast ) High- -

S, oIS e S e OO Moo s P TR s T Hoes Fateres
Alloy Steel Steel Cast Iron Aluminium | Alloy Y ateria Alloy oy ee ee

Alloy

<35HRC |35-48HRC <32HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

(@) (@) (@) (@) O
© Most Suitable O Suitable Recommended Cutting Data % P121
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D918S-A3N BB

High-performance 3D External Coolant Twist Drill for Plain Steel Machining

LU PL
g 8l ¢ R Uy
= —— e =
LS LCF 140°
é)AL

Continued

Order No. (rfr’]% LCF OAL %"]’2;" S W P o Order No. (r?]% LCF OAL WG';A s w PN
D918S-A3N-0580 5.80 28 66 6 36 19.3/1.06 @ D918S-A3N-0730 730 41 79 8 36 30.1/133 @

D918S-A3N-0585 585 28 66 6 36 19.2 1.06 O D918S-A3N-0735 735 41 79 8 36 30.0 1.34

D918S-A3N-0590 590 28 66 6 36 19.2/1.07 @ D918S-A3N-0740 7.40 41 79 8 36 299 135 @
D918S-A3N-0595 595 28 66 6 36 19.1/1.08 O D918S-A3N-0745 745 41 79 8 36 29.8/136 O
D918S-A3N-0600 6.00 28 66 6 36 19.0/1.09 @ D918S-A3N-0750 7.50 41 79 8 36 298/ 136 @
D918S-A3N-0605 6.05 28 66 6 36 189/1.10 O D918S-A3N-0755 7.55 41 79 8 36 29.7/137 O
D918S-A3N-0610 6.10 34 79 8 36 249111 @ D918S-A3N-0760 7.60 41 79 8 36 29.6 138 @
D918S-A3N-0620 6.20 34 79 8 36 247 113 @ D918S-A3N-0765 7.65 41 79 8 36 29.5/139 O
D918S-A3N-0625 6.25 34 79 8 36 246 114 O D918S-A3N-0770 7.70 41 79 8 36 295 140 @
D918S-A3N-0630 6.30 34 79 8 36 246 1.15 @ D918S-A3N-0775 7.75 41 79 8 36 294 141 O
D918S-A3N-0635 6.35 34 79 8 36 245/1.16 O D918S-A3N-0780 7.80 41 79 8 36 293142 @
D918S-A3N-0640 6.40 34 79 8 36 244 1.16 @ D918S-A3N-0785 7.85 41 79 8 36 29.2/143 O
D918S-A3N-0645 6.45 34 79 8 36 243117 O D918S-A3N-0790 7.90 41 79 8 36 292 144 @
D918S-A3N-0650 6.50 34 79 8 36 243/1.18 @ D918S-A3N-0795 7.95 41 79 8 36 29.1/145 O
D918S-A3N-0655 6.55 34 79 8 36 242119 O D918S-A3N-0800 8.00 41 79 8 36 29.0 146 @
D918S-A3N-0660 6.60 34 79 8 36 241 120 @ D918S-A3N-0805 805 41 79 8 36 289 146 O
D918S-A3N-0665 6.65 34 79 8 36 24.0 121 O D918S-A3N-0810 8.10 47 89 10 40 349 147 @
D918S-A3N-0670 6.70 34 79 8 36 240122 @ D918S-A3N-0815 8.15 47 89 10 40 348148 O
D918S-A3N-0675 6.75 34 79 8 36 239123 O D918S-A3N-0820 8.20 47 89 10 40 347149 @
D918S-A3N-0680 6.80 34 79 8 36 238124 @ D918S-A3N-0825 8.25 47 89 10 40 346150 O
D918S-A3N-0685 6.85 34 79 8 36 237125 O D918S-A3N-0830 830 47 89 10 40 346 151 @
D918S-A3N-0690 690 34 79 8 36 237 1.26 @ D918S-A3N-0840 8.40 47 89 10 40 344 153 @
D918S-A3N-0695 695 34 79 8 36 236 126 O D918S-A3N-0845 845 47 89 10 40 343 154 O
D918S-A3N-0700 7.00 34 79 8 36 235127 @ D918S-A3N-0850 8.50 47 89 10 40 343155 @
D918S-A3N-0705 7.05 34 79 8 36 234128 O D918S-A3N-0855 8.55 47 89 10 40 342156 O
D918S-A3N-0710 7.10 41 79 8 36 304129 @ D918S-A3N-0860 8.60 47 89 10 40 341157 @
D918S-A3N-0720 7.20 41 79 8 36 302131 @ D918S-A3N-0870 8.70 47 89 10 40 34.0 158 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A ~m I3 N H [
123 12 3

1234 5 67 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum -, |temperature
Tool Steel Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
© © O O O
© Most Suitable O Suitable Recommended Cutting Data % P121
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D918S-A3N =] 3D [

High-performance 3D External Coolant Twist Drill for Plain Steel Machining

LU . PL
< /™
8} - —_—
: s
LS LCF 140°
OAL
Continued
DC DMM In DC DMM In
Order No. m7) LCF OAL (h6) LS LW PL Stock Order No. (m7) LCF OAL (h6) LIS LW PL Stock

D918S-A3N-0880 8.80 47 89 10 40 33.8 1.60
D918S-A3N-0885 885 47 89 10 40 33.7 1.61
D918S-A3N-0890 8.90 47 89 10 40 33.7/1.62
D918S-A3N-0895 8.95 47 89 10 40 33.6 1.63
D918S-A3N-0900 9.00 47 89 10 40 33.5 1.64
D918S-A3N-0905 9.05 47 89 10 40 33.4 1.65
D918S-A3N-0910 9.10 47 89 10 40 33.4 1.66
D918S-A3N-0915 9.15 47 89 10 40 333 1.67
D918S-A3N-0920 9.20 47 89 10 40 33.2 1.67
D918S-A3N-0925 9.25 47 89 10 40 33.1 1.68
D918S-A3N-0930 9.30 47 89 10 40 33.1/1.69
D918S-A3N-0935 9.35 47 89 10 40 33.0 1.70
D918S-A3N-0940 9.40 47 89 10 40 329 1.71
D918S-A3N-0945 9.45 47 89 10 40 32.8 1.72
D918S-A3N-0950 9.50 47 89 10 40 32.8|1.73
D918S-A3N-0955 9.55 47 89 10 40 327 1.74
D918S-A3N-0960 9.60 47 89 10 40 32.6|1.75
D918S-A3N-0965 9.65 47 89 10 40 325 1.76
D918S-A3N-0970 9.70 47 89 10 40 325|177
D918S-A3N-0975 9.75 47 89 10 40 324 1.77
D918S-A3N-0980 9.80 47 89 10 40 323|178
D918S-A3N-0985 9.85 47 89 10 40 322 1.79
D918S-A3N-0990 9.90 47 89 10 40 32.2/1.80
D918S-A3N-0995 9.95 47 89 10 40 32.1 1.81
D918S-A3N-1000 10.00 47 89 10 40 32.0/1.82
D918S-A3N-1005 10.05 47 89 10 40 31.9 1.83
D918S-A3N-1010 10.10 55 102 12 45 39.9 1.84

D918S-A3N-1015 10.15 55 102 12 45 39.8 1.85
D918S-A3N-1020 10.20 55 102 12 45 39.7 1.86
D918S-A3N-1025 10.25 55 102 12 45 39.6 1.87
D918S-A3N-1030 10.30 55 102 12 45 39.6|1.87
D918S-A3N-1035 10.35 55 102 12 45 39.5 1.88
D918S-A3N-1040 10.40 55 102 12 45 39.4/1.89
D918S-A3N-1050 10.50 55 102 12 45 39.3 1.91
D918S-A3N-1060 10.60 55 102 12 45 39.1/1.93
D918S-A3N-1070 10.70 55 102 12 45 39.0 1.95
D918S-A3N-1080 10.80 55 102 12 45 38.8|1.97
D918S-A3N-1085 10.85 55 102 12 45 38.7 1.97
D918S-A3N-1090 10.90 55 102 12 45 38.71.98
D918S-A3N-1100 11.00 55 102 12 45 38.5 2.00
D918S-A3N-1105 11.05 55 102 12 45 384 2.01
D918S-A3N-1110 11.10 55 102 12 45 384 2.02
D918S-A3N-1115 11.15 55 102 12 45 38.3|2.03
D918S-A3N-1120 11.20 55 102 12 45 38.2 2.04
D918S-A3N-1125 11.25 55 102 12 45 38.1|2.05
D918S-A3N-1130 11.30 55 102 12 45 38.1 2.06
D918S-A3N-1135 11.35 55 102 12 45 38.0|2.07
D918S-A3N-1140 11.40 55 102 12 45 37.9 2.07
D918S-A3N-1145 11.45 55 102 12 45 37.8 2.08
D918S-A3N-1150 11.50 55 102 12 45 37.8 2.09
D918S-A3N-1155 11.55 55 102 12 45 37.72.10
D918S-A3N-1160 11.60 55 102 12 45 37.6 2.11
D918S-A3N-1170 11.70 55 102 12 45 37.5/2.13
D918S-A3N-1180 11.80 55 102 12 45 37.3 2.15

o

® OO O @O e O e C e O e O e e e O e O e O
[ BN BN BEGRN NEORN REGAN REGHN REGRN REGHN BN NN BN BN BN BN BN REGRN REGAN J

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

B m I N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ .
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum | |temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC Si<12% | Si>12% <HB200 <HB450 | <HB400 45-55HRC|55-60HRC
© O O @)
© Most Suitable O Suitable Recommended Cutting Data % P121
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D918S-A3N BB

High-performance 3D External Coolant Twist Drill for Plain Steel Machining

LU PL
§ 01 [ el )
a = & — *\“\*"‘5‘
LS LCF 140°

OAL
Continued
DC DMM In DC DMM In
Order No. m?) LCF OAL (h6) LS LW PL Stock Order No. (m?) LCF OAL (h6) LS LU PL Sk

D918S-A3N-1190 11.90 55 102 12 45 37.2/2.17
D918S-A3N-1195 11.95 55 102 12 45 37.1 2.17
D9185-A3N-1200 12.00 55 102 12 45 37.0/2.18
D918S-A3N-1205 12.05 55 102 12 45 36.9 2.19
D918S-A3N-1210 12.10 60 107 14 45 41.9/2.20
D918S-A3N-1215 12.15 60 107 14 45 41.8 2.21
D918S-A3N-1220 12.20 60 107 14 45 41.72.22
D918S-A3N-1225 12.25 60 107 14 45 416 2.23
D918S-A3N-1230 12.30 60 107 14 45 416 2.24
D918S-A3N-1240 12.40 60 107 14 45 414 2.26
D918S-A3N-1245 12.45 60 107 14 45 413|227
D918S-A3N-1250 12.50 60 107 14 45 41.32.27
D918S-A3N-1255 12.55 60 107 14 45 41.2/2.28
D918S-A3N-1260 12.60 60 107 14 45 41.12.29
D918S-A3N-1270 12.70 60 107 14 45 41.0 2.31
D918S-A3N-1275 12.75 60 107 14 45 409 2.32
D918S5-A3N-1280 12.80 60 107 14 45 40.8|2.33
D918S-A3N-1285 12.85 60 107 14 45 40.7 2.34
D918S-A3N-1290 12.90 60 107 14 45 40.7 2.35
D918S-A3N-1300 13.00 60 107 14 45 40.5 2.37
D918S-A3N-1305 13.05 60 107 14 45 40.4 237
D918S-A3N-1310 13.10 60 107 14 45 40.4 2.38
D918S-A3N-1315 13.15 60 107 14 45 40.3|2.39
D918S-A3N-1320 13.20 60 107 14 45 40.2 2.40
D918S-A3N-1325 13.25 60 107 14 45 40.1 2.41
D918S-A3N-1330 13.30 60 107 14 45 40.1 2.42
D918S-A3N-1335 13.35 60 107 14 45 40.02.43

D918S-A3N-1340 13.40 60 107 14 45 39.9 244 O
D918S-A3N-1350 13.50 60 107 14 45 39.8 2.46
D918S-A3N-1355 13.55 60 107 14 45 39.7 2.47
D918S-A3N-1360 13.60 60 107 14 45 39.6 2.47
D918S-A3N-1370 13.70 60 107 14 45 39.5 2.49
D918S-A3N-1375 13.75 60 107 14 45 39.42.50
D918S-A3N-1380 13.80 60 107 14 45 39.3 2.51
D918S-A3N-1390 13.90 60 107 14 45 39.2|2.53
D918S-A3N-1395 13.95 60 107 14 45 39.1 254
D918S-A3N-1400 14.00 60 107 14 45 39.0|2.55
D918S-A3N-1405 14.05 60 107 14 45 38.9 2.56
D918S-A3N-1410 14.10 65 115 16 48 43.9|2.57
D918S-A3N-1420 14.20 65 115 16 48 43.7 2.58
D918S-A3N-1425 14.25 65 115 16 48 43.6|2.59
D918S-A3N-1430 14.30 65 115 16 48 43.6 2.60
D918S-A3N-1440 14.40 65 115 16 48 434 2.62
D918S-A3N-1450 14.50 65 115 16 48 43.3 2.64
D918S-A3N-1460 14.60 65 115 16 48 43.1)2.66
D918S-A3N-1470 14.70 65 115 16 48 43.0 2.68
D918S-A3N-1475 14.75 65 115 16 48 42.92.68
D918S-A3N-1480 14.80 65 115 16 48 42.8 2.69
D918S-A3N-1490 14.90 65 115 16 48 427 2.71
D918S-A3N-1500 15.00 65 115 16 48 425 273
D918S-A3N-1505 15.05 65 115 16 48 424 274
D918S-A3N-1510 15.10 65 115 16 48 424 275
D918S-A3N-1515 15.15 65 115 16 48 42.3 276
D918S-A3N-1520 15.20 65 115 16 48 422 277

OO0l 0O®@ Ol O0Oe Cl e e O e OO0 e e O e e e O
® OO0 OO0 e e e Oee O/ OO O 0|00

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Carbon PH gr}d ) Gray . alz?r:?:jm Cast ) High- _—
Alloy steel,  ferritic/ | Stainless | castiron, = High alloy ) Composite Titanium | Hardened = Hardened
steel, - ) alloy, cast | aluminum Copper alloy - temperature
tool steel ' martensitic.  steel  nodular cast castiron - material alloy Steel Steel
alloy steel ) aluminium alloy alloy
steel iron
alloy
<35HRC | 35-48HRC <32HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O O O O O
© Most Suitable O Suitable Recommended Cutting Data % P121
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D918S-A3N ==l [

High-performance 3D External Coolant Twist Drill for Plain Steel Machining

LU L PL
s A
2 a
LS LCF 140°
(SAL
Continued
OrderNo.  PS 1cr oa BN 1S e i OrderNo. S Lcr oaL BN 1s W e
D918S-A3N-1525 15.25 65 115 16 48 421 278 O D918S-A3N-1680 16.80 73 123 18 48 47.8 3.06 O
D918S-A3N-1530 15.30 65 115 16 48 42.1 278 @ D918S-A3N-1695 16.95 73 123 18 48 47.6 3.08 O
D918S-A3N-1535 1535 65 115 16 48 42.0/2.79 O D918S-A3N-1700 17.00 73 123 18 48 475 3.09 O
D918S-A3N-1540 15.40 65 115 16 48 41.9 2.80 O D918S-A3N-1710 17.10 73 123 18 48 474 311 O
D918S-A3N-1550 15.50 65 115 16 48 41.8 282 @ D918S-A3N-1720 17.20 73 123 18 48 47.2 313 O
D918S-A3N-1555 15.55 65 115 16 48 41.7 283 O D918S-A3N-1730 17.30 73 123 18 48 47.1 3.15 O
D918S-A3N-1560 15.60 65 115 16 48 41.6 2.84 O D918S-A3N-1740 17.40 73 123 18 48 469 3.17 O
D918S-A3N-1570 15.70 65 115 16 48 41.5 286 @ D918S-A3N-1750 17.50 73 123 18 48 46.8/3.18 O
D918S-A3N-1580 15.80 65 115 16 48 41.3/2.88 O D918S-A3N-1760 17.60 73 123 18 48 46.6/3.20 O
D918S-A3N-1590 15.90 65 115 16 48 41.2 2.89 O D918S-A3N-1770 17.70 73 123 18 48 46.5 322 O
D918S-A3N-1600 16.00 65 115 16 48 41.0 291 @ D918S-A3N-1780 17.80 73 123 18 48 46.3 324 O
D918S-A3N-1610 16.10 73 123 18 48 489 293 O D918S-A3N-1795 17.95 73 123 18 48 46.1 327 O
D918S-A3N-1620 16.20 73 123 18 48 48.7 295 O D918S-A5N-1800 18.00 93 143 18 48 66.0 3.28) O
D918S-A3N-1625 16.25 73 123 18 48 486 296 O D918S-A5N-1840 18.40 101 153 20 50 734 335 O
D918S-A3N-1630 16.30 73 123 18 48 48.6/297 O D918S-A5N-1850 18.50 101 153 20 50 73.3/3.37 O
D918S-A3N-1640 16.40 73 123 18 48 48.4 298 O D918S-A5N-1860 18.60 101 153 20 50 73.1/3.38 O
D918S-A3N-1650 16.50 73 123 18 48 483 3.00 O D918S-A5N-1900 19.00 101 153 20 50 725 346 O
D918S-A3N-1660 16.60 73 123 18 48 48.1 3.02 O D918S-A5N-1915 19.15 101 153 20 50 723 349 O
D918S-A3N-1670 16.70 73 123 18 48 48.0 3.04 O D918S-A5N-1950 19.50 101 153 20 50 71.8 355 O
D918S-A3N-1675 16.75 73 123 18 48 47.9 3.05 O D918S-A5N-2000 20.00 101 153 20 50 71.0 3.64 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(M?7) DMM(h6)
>2-3 +0.002/+0.012 | 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.013
Workpiece Material
@ m I N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
C;trebec;n Alloy Steel, ;’e':rait?g/ Stainless Gr?r{Jg,aSt High Alloy ﬁllrom?rég;nt Alufr?iitum Copper | Composite temHiegr};-ture Titanium | Hardened = Hardened
AIonStéel Tool Steel Magttir:itic Steel CNaOs?lIJrlg; Cast Iron Alurz'inium Alloy Alloy Material zlloy Alloy Steel Steel
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 ' <HB400 45-55HRC 55-60HRC
© (@) (@) (@) @)
© Most Suitable O Suitable Recommended Cutting Data % P121
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Solid Carbide Drills | HOLEMAKING TOOLS

D918S-A3C

High-performance 3D Internal Coolant Twist Drill for Plain Steel Machining

AICrN/
EEc]

LU PL
% L =5 —=> 8
LS 140°
(5AL
OrderNo. OO 1cr oal B 15w e OrderNo. DO Lcr oaL QN 15w e gl
D918S-A3C-0300/ 3.00 20 62 6 |36 155 055 @ D918S-A3C-0445 445 24 66 6 36 173 081 O
D918S-A3C-0305 3.05 20 62 6 36 154 056 O D918S-A3C-0450 450 24 66 6 36 173 082 @
D918S-A3C-0310| 3.10 20 62 6 |36 154 056 @ D918S-A3C-0455 455 24 66 6 36 17.2 0.83 O
D918S-A3C-0315 3.15 20 62 6 36 153 057 O D918S-A3C-0460| 460 24 66 6 |36 17.1 0.84 @
D918S-A3C-0320/ 3.20 20 62 6 |36 152 058 @ D918S-A3C-0465 465 24 66 6 36 17.0 0.85 O
D918S-A3C-0325 3.25 20 62 6 36 151 059 O D918S-A3C-0470| 470 24 66 6 |36 17.0 0.86 @
D918S-A3C-0330/ 3.30 20 62 6 |36 151 0.60 @ D918S-A3C-0475 475 28 66 6 36 209 086 O
D918S-A3C-0335 335 20 62 6 36 15.0 061 O D918S-A3C-0480| 480 28 66 6 | 36 20.8 087 @
D918S-A3C-0340 340 20 62 6 36 149 062 @ D918S-A3C-0485 4.85 28 66 6 36 20.7 0.88 O
D918S-A3C-0350 350 20 62 6 36 148 064 @ D918S-A3C-0490| 490 28 66 6 |36 20.7 089 @
D918S-A3C-0355| 355 20 62 6 |36 14.7 0.65 O D918S-A3C-0495 495 28 66 6 36 20.6 090 O
D918S-A3C-0360 3.60 20 62 6 36 146 0.66 @ D918S-A3C-0500| 5.00 28 66 6 |36 205 091 @
D918S-A3C-0365| 3.65 20 62 6 |36 145 0.66 O D918S-A3C-0505/ 5.05 28 66 6 36 204 092 O
D918S-A3C-0370 3.70 20 62 6 36 145 0.67 @ D918S-A3C-0510| 5.10 28 66 6 | 36 204 093 @
D918S-A3C-0380/ 3.80 24 66 6 36 183 0.69 @ D918S-A3C-0515 5.15 28 66 6 36 203 094 O
D918S-A3C-0385 385 24 66 6 36 182 0.70 O D918S-A3C-0520| 520 28 66 6 | 36 20.2 095 @
D918S-A3C-0390/ 390 24 66 6 | 36 182 071 @ D918S-A3C-0525| 525 28 66 6 | 36 20.1 096 O
D918S-A3C-0395 395 24 66 6 @36 18.1 0.72 O D918S-A3C-0530| 530 28 66 6 | 36 20.1 096 @
D918S-A3C-0400 400 24 66 6 | 36 18.0 0.73 @ D918S-A3C-0535| 535 28 66 6 | 36 20.0 097 O
D918S-A3C-0405 4.05 24 66 6 36 17.9 0.74 O D918S-A3C-0540| 540 28 66 6 |36 199 098 @
D918S-A3C-0410/ 410 24 66 6 |36 179 0.75 @ D918S-A3C-0545 545 28 66 6 36 19.8 099 O
D918S-A3C-0415 4.15 24 66 6 36 17.8 0.76 O D918S-A3C-0550 550 28 66 6 36 19.8 1.00 @
D918S-A3C-0420 420 24 66 6 |36 17.7 076 @ D918S-A3C-0555 555 28 66 6 36 19.7 1.01 O
D918S-A3C-0425 425 24 66 6 36 17.6 0.77 O D918S-A3C-0560| 560 28 66 6 |36 19.6 1.02 @
D918S-A3C-0430 430 24 66 6 36 17.6 0.78 @ D918S-A3C-0565| 565 28 66 6 36 195 1.03 O
D918S-A3C-0435 435 24 66 6 36 17.5 0.79 O D918S-A3C-0570| 5.70 28 66 6 |36 195 1.04 @
D918S-A3C-0440 440 24 66 6 36 174 080 @ D918S-A3C-0575 575 28 66 6 36 194 1.05 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
@ ~m [3 N H [0
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
C;tzbefn Alloy Steel, E;:Sg/ Stainless Gr?ryoﬁ,aSt High Alloy AAlllljom?rél;g Alufnai;tum Copper | Composite temHingrz:aure Titanium | Hardened = Hardened
AIonSt’eeI Tool Steel Ma;ttzrsitic Steel ([—\‘I—:‘c;cthljlg; Cast Iron AIun}wlinium Alloy Alloy Material Rlloy Alloy Steel Steel
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC

© © O

© Most Suitable O Suitable

I} Ia)
) )

Recommended Cutting Data % P121
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HOLEMAKING TOOLS | Solid Carbide Drills

D918S-A3C =i |

High-performance 3D Internal Coolant Twist Drill for Plain Steel Machining

LU PL
e e )
Ls LCF ~140°
OAL
Continued
Order No. (51(7:) LCF OAL EZMG’)V' s w e Order No. (g% LCF OAL D(mj";/l S W P oo
D918S-A3C-0580 580 28 66 6 36 193 1.06 @ D918S-A3C-0730 730 41 79 8 36 30.1 133 @
D918S-A3C-0585 5.85 28 66 6 36 19.2 1.06 O D918S-A3C-0735 7.35 41 79 8 36 300 134 O
D918S-A3C-0590 5.90 28 | 66 6 36 19.2 1.07 @ D918S-A3C-0740 740 41 79 8 36 299 135 @
D918S-A3C-0595 595 28 66 6 36 19.1 1.08 O D918S-A3C-0745 7.45 41 79 8 36 298 136 O
D918S-A3C-0600 6.00 28 66 6 36 19.0 1.09 @ D918S-A3C-0750 7.50 41 | 79 8 36 298 136 @
D918S-A3C-0605 6.05 28 66 6 36 189 1.10 O D918S-A3C-0755 7.55 41 | 79 8 36 29.7 137 O
D918S-A3C-0610 6.10 34 79 8 36 249 111 @ D918S-A3C-0760 7.60 41 | 79 8 36 296 138 @
D918S-A3C-0620 6.20 34 79 8 36 247 113 @ D918S-A3C-0765 7.65 41 | 79 8 36 295 139 O
D918S-A3C-0625 6.25 | 34 | 79 8 36 246 1.14 O D918S-A3C-0770 7.70 41 79 8 36 295 140 @
D918S-A3C-0630 630 34 79 8 36 246 1.15 @ D918S-A3C-0775 7.75 41 79 8 36 294 141 O
D918S-A3C-0635 635 34 79 8 36 245 1.16 O D918S-A3C-0780 7.80 41 | 79 8 36 293 142 @
D918S-A3C-0640 6.40 34 79 8 36 244 1.16 @ D918S-A3C-0785 7.85 41 | 79 8 36 29.2 143 O
D918S-A3C-0645 6.45 34 79 8 36 243 117 O D918S-A3C-0790 7.90 41 | 79 8 36 292 144 @
D918S-A3C-0650 6.50 34 79 8 36 243 1.18 @ D918S-A3C-0795 7.95 41 | 79 8 36 29.1 145 O
D918S-A3C-0655 6.55 34 79 8 36 242 119 O D918S-A3C-0800 8.00 41 79 8 36 29.0 146 @
D918S-A3C-0660 6.60 34 79 8 36 241 1.20 @ D918S-A3C-0805 8.05 41 79 8 36 289 146 O
D918S-A3C-0665 6.65 34 | 79 8 36 24.0 1.21 O D918S-A3C-0810 8.10 47 | 89 10 40 349 147 @
D918S-A3C-0670 6.70 34 79 8 36 240 122 @ D918S-A3C-0815 8.15 47 | 89 10 40 3438 148 O
D918S-A3C-0675 6.75 34 79 8 36 239 123 O D918S-A3C-0820 8.20 47 | 89 10 40 347 149 @
D918S-A3C-0680 6.80 34 79 8 36 238 1.24 @ D918S-A3C-0825 8.25 47 | 89 10 40 346 150 O
D918S-A3C-0685 6.85 34 79 8 36 23.7 1.25 O D918S-A3C-0830 830 47 89 10 40 346 151 @
D918S-A3C-0690 6.90 34 79 8 36 237 1.26 @ D918S-A3C-0840 8.40 47 89 10 40 344 153 @
D918S-A3C-0695 6.95 34 | 79 8 36 236 1.26 O D918S-A3C-0845 845 47 89 10 40 343 154 O
D918S-A3C-0700 7.00 34 79 8 36 235 127 @ D918S-A3C-0850 8.50 47 | 89 10 40 343 155 @
D918S-A3C-0705 7.05 34 79 8 36 234 128 O D918S-A3C-0855 8.55 47 | 89 10 40 342 156 O
D918S-A3C-0710 710 41 79 8 36 304 129 @ D918S-A3C-0860 8.60 47 | 89 10 40 341 157 @
D918S-A3C-0720 720 41 79 8 36 302 131 @ D918S-A3C-0870 8.70 47 89 10 40 340 158 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A ~m 3 N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ )
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum -, temperature
Tool Steel | Martensitic|  Steel Nodular = CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
@) ©) O O O O
© Most Suitable O Suitable Recommended Cutting Data % P121
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Solid Carbide Drills | HOLEMAKING TOOLS

D918S-A3C o0 |

High-performance 3D Internal Coolant Twist Drill for Plain Steel Machining

LU PL

= =
L X e O —= —-
g T2 a) - o ‘&\, —>j

LS 140°
I

OAL
Continued
DC DMM In DC DMM In
Order No. m?) LCF OAL (h6) LS LU PL Stock Order No. (m?) LCF OAL (h6) LS LU PL Sk

D918S-A3C-0880 8.80 47 89 10 40 33.8 1.60
D918S-A3C-0885 8.85 47 89 10 40 33.7 1.61
D918S-A3C-0890 8.90 47 89 10 40 33.7 1.62
D918S-A3C-0895 8.95 47 89 10 40 33.6 1.63
D918S-A3C-0900 9.00 47 | 89 10 40 335 1.64
D918S-A3C-0905 9.05 47 89 10 40 33.4 1.65
D918S-A3C-0910 9.10 47 89 10 40 33.4 1.66
D918S-A3C-0915 9.15 47 89 10 40 333 1.67
D918S-A3C-0920 9.20 47 89 10 40 33.2 1.67
D918S-A3C-0925 9.25 47 89 10 40 33.1 1.68
D918S-A3C-0930 9.30 47 89 10 40 33.1 1.69
D918S-A3C-0935 935 47 89 10 40 33.0 1.70
D918S-A3C-0940 9.40 47 89 10 40 329 1.71
D918S-A3C-0945 9.45 47 89 10 40 328 1.72
D918S-A3C-0950 9.50 47 89 10 40 328 1.73
D918S-A3C-0955 9.55 47 89 10 40 327 1.74
D918S-A3C-0960 9.60 47 89 10 40 326 1.75
D918S-A3C-0965 9.65 47 89 10 40 325 1.76
D918S-A3C-0970 9.70 47 89 10 40 325 1.77
D918S-A3C-0975 9.75 47 89 10 40 324 1.77
D918S-A3C-0980 9.80 47 89 10 40 323 1.78
D918S-A3C-0985 9.85 47 89 10 40 322 1.79
D918S-A3C-0990 9.90 47 89 10 40 32.2 1.80
D918S-A3C-0995 9.95 47 89 10 40 32.1 1.81
D918S-A3C-1000 10.00 47 89 10 40 32.0 1.82
D918S-A3C-1005 10.05 47 89 10 40 31.9 1.83
D918S-A3C-1010 10.10 55 [102 12 45 399 1.84

D918S-A3C-1015 10.15 55 102 12 45 39.8 1.85
D918S-A3C-1020 10.20 55 102 12 45 39.7 1.86
D918S-A3C-1025 10.25 55 102 12 45 39.6 1.87
D918S-A3C-1030 10.30 55 102 12 45 39.6 1.87
D918S-A3C-1035 10.35 55 102 12 45 395 1.88
D918S-A3C-1040 10.40 55 102 12 45 394 1.89
D918S-A3C-1050 10.50 55 102 12 45 393 1.91
D918S-A3C-1060 10.60 55 102 12 45 39.1 1.93
D918S-A3C-1070 10.70 55 102 12 45 39.0 1.95
D918S-A3C-1080 10.80 55 102 12 45 38.8 1.97
D918S-A3C-1085 10.85 55 102 12 45 38.7 1.97
D918S-A3C-1090 10.90 55 102 12 45 38.7 1.98
D918S-A3C-1100 11.00 55 102 12 45 38.5 2.00
D918S-A3C-1105 11.05 55 102 12 45 38.4 2.01
D918S-A3C-1110 11.10 55 102 12 45 384 2.02
D918S-A3C-1115 11.15 55 102 12 45 383 2.03
D918S-A3C-1120 11.20 55 102 12 45 38.2 2.04
D918S-A3C-1125 11.25 55 102 12 45 38.1 2.05
D918S-A3C-1130 11.30 55 102 12 45 38.1 2.06
D918S-A3C-1135 11.35 55 102 12 45 38.0 2.07
D918S-A3C-1140 11.40 55 102 12 45 37.9 2.07
D918S-A3C-1145 11.45 55 102 12 45 37.8 2.08
D918S-A3C-1150 11.50 55 102 12 45 37.8 2.09
D918S-A3C-1155 11.55 55 102 12 45 37.7 2.10
D918S-A3C-1160 11.60 55 102 12 45 37.6 2.11
D918S-A3C-1170 11.70 55 102 12 45 37.5 2.13
D918S-A3C-1180 11.80 55 102 12 45 37.3 2.15

o

® O/ OO e C e O e e Oe O e O e O e O e O e o
® 606 OO OO0 e O e e Oe e O e e O e 0 O e O o

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum -, |temperature
Tool Steel Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
@) @) O O O O
© Most Suitable O Suitable Recommended Cutting Data % P121

GESAC _ 029



HOLEMAKING TOOLS | Solid Carbide Drills

D918S-A3C

High-performance 3D Internal Coolant Twist Drill for Plain Steel Machining

AICKN/
=i [

LU PL
e e )
LS LCF ~140°
OAL
Continued
Order No. (51(7:) LCF OAL EZMG’)V' s w e Order No. (g% LCF OAL D(mj";/l S W P oo
D918S-A3C-1190 11.90 55 102 12 45 372 217 @ D918S-A3C-1340 13.40 60 107 14 45 399 244 O
D918S-A3C-1195 11.95 55 102 12 45 37.1 217 O D918S-A3C-1350 13.50 60 107 14 45 39.8 246 @
D918S-A3C-1200 12.00 55 102 12 45 37.0 218 @ D918S-A3C-1355 13.55 60 107 14 45 39.7 247 O
D918S-A3C-1205 12.05 55 102 12 45 369 219 O D918S-A3C-1360 13.60 60 107 14 45 39.6 247 O
D918S-A3C-1210 12.10 60 107 14 45 419 220 O D918S-A3C-1370 13.70 60 107 14 45 395 249 O
D918S-A3C-1215 12.15 60 107 14 45 418 221 O D918S-A3C-1375 13.75 60 107 14 45 394 250 O
D918S-A3C-1220 12.20 60 107 14 45 417 222 @ D918S-A3C-1380 13.80 60 107 14 45 393 251 O
D918S-A3C-1225/12.25 60 107 14 45 416 223 O D918S-A3C-1390 13.90 60 107 14 45 39.2 253 O
D918S-A3C-1230 12.30 60 107 14 45 416 224 @ D918S-A3C-1395 13.95 60 107 14 45 39.1 254 O
D918S-A3C-1240 12.40 60 107 14 45 414 226 O D918S-A3C-1400 14.00 60 107 14 45 39.0 255 @
D918S-A3C-1245 12.45 60 107 14 45 413 227 O D918S-A3C-1405 14.05 60 107 14 45 389 256 O
D918S-A3C-1250 12.50 60 107 14 45 413 227 @ D918S-A3C-1410 14.10 65 115 16 48 439 257 O
D918S-A3C-1255 12.55 60 107 14 45 412 228 O D918S-A3C-1420 14.20 65 115 16 48 43.7 258 @
D918S-A3C-1260 12.60 60 107 14 45 41.1 229 O D918S-A3C-1425 14.25 65 115 16 48 43.6 259 O
D918S-A3C-1270/12.70 60 107 14 | 45 41.0 231 O D918S-A3C-1430 1430 65 115 16 48 43.6 260 O
D918S-A3C-1275 12.75 60 107 14 45 409 232 O D918S-A3C-1440 1440 65 115 16 48 434 262 O
D918S-A3C-1280 12.80 60 107 14 45 40.8 233 O D918S-A3C-1450 14.50 65 115 16 48 433 264 @
D918S-A3C-1285 12.85 60 107 14 45 40.7 234 O D918S-A3C-1460 14.60 65 115 16 | 48 43.1 266 O
D918S-A3C-1290 12.90 60 107 14 45 40.7 235 O D918S-A3C-1470 14.70 65 115 16 48 43.0 2.68 O
D918S-A3C-1300 13.00 60 107 14 45 405 237 @ D918S-A3C-1475 14.75 65 115 16 | 48 429 268 O
D918S-A3C-1305 13.05 60 107 14 45 404 237 O D918S-A3C-1480 14.80 65 115 16 48 428 269 O
D918S-A3C-1310 13.10 60 107 14 45 404 238 O D918S-A3C-1490 1490 65 115 16 | 48 42.7 271 O
D918S-A3C-1315 13.15 60 107 14 45 403 239 O D918S-A3C-1500 15.00 65 115 16 48 425 273 @
D918S-A3C-1320 13.20 60 107 14 45 40.2 240 O D918S-A3C-1505 15.05 65 115 16 | 48 424 274 O
D918S-A3C-1325 13.25 60 107 14 45 40.1 241 O D918S-A3C-1510 15.10 65 115 16 48 424 275 O
D918S-A3C-1330 13.30 60 107 14 45 40.1 242 O D918S-A3C-1515 15.15 65 115 16 | 48 423 276 O
D918S-A3C-1335 13.35 60 107 14 45 40.0 243 O D918S-A3C-1520 15.20 65 115 16 48 422 277 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B m [3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH '?nd . Gray Cast . Ali?;?:t?m Cast ! - -
o, NofSed et S Do OO oG dunnn PTG e T Pl et
Alloy Steel Steel Cast Iron Aluminium | Alloy Y @ Alloy Y
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC

© © O

© Most Suitable O Suitable
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Recommended Cutting Data % P121



Solid Carbide Drills | HOLEMAKING TOOLS

D918S-A3C 0 |

High-performance 3D Internal Coolant Twist Drill for Plain Steel Machining

LU PL
= &::\ === = = == == &)
g == o m== o S [a)
LS LCF 140°
OAL
Continued
DC DMM In DC DMM In
Order No. m7) LCF OAL (h6) LS LU PL Stock Order No. (m?) LCF OAL (h6) LS LU PL Sk
D918S-A3C-1525/15.25 65 115 16 | 48 42.1 278 O D918S-A3C-1695|/16.95 73 123 18 | 48 47.6 3.08 O
D918S-A3C-1530 15.30 65 115 16 48 42.1 278 @ D918S-A3C-1700 17.00 73 123 18 48 47.5 3.09 O
D918S-A3C-1535 1535 65 115 16 | 48 42.0/2.79 O D918S-A3C-1750 17.50 73 123 18 | 48 46.8/3.18 O
D918S-A3C-1540 15.40 65 115 16 48 41.9 2.80 O D918S-A3C-1770 17.70 73 123 18 48 46.5 3.22 O
D918S-A3C-1550| 15.50 65 115 16 | 48 41.8 2.82) O D918S-A3C-1780|17.80 73 123 18 | 48 463 3.24 O
D918S-A3C-1555 15.55 65 115 16 48 41.7 2.83 O D918S-A3C-1795/ 1795 73 123 18 48 46.1 3.27 O
D918S-A3C-1560| 15.60 65 115 16 | 48 41.6 2.84 O D918S-A3C-1800| 18.00 73 123 18 | 48 46.0 3.28 O
D918S-A3C-1570 15.70 65 115 16 48 41.5 2.86 O D918S-A3C-1850 18.50 79 131 20 50 513 337 O
D918S-A3C-1580| 15.80 65 115 16 | 48 413 288 @ D918S-A3C-1870/18.70 79 131 20 | 50 51.0 3.40 O
D918S-A3C-1590 15.90 65 115 16 48 41.2 2.89 O D918S-A3C-1880 18.80 79 131 20 50 50.8 3.42 O
D918S-A3C-1600| 16.00 65 115 16 | 48 41.0 291 @ D918S-A3C-1900| 19.00 79 131 20 | 50 50.5 3.46 O
D918S-A3C-1625 16.25 73 123 18 48 48.6 296 O D918S-A3C-1915/ 19.15 79 131 20 50 503 3.49 O
D918S-A3C-1650 16.50 73 123 18 | 48 48.3 3.00 O D918S-A3C-1950| 19.50 79 131 20 | 50 49.8 355 O
D918S-A3C-1670 16.70 73 123 18 48 48.0 3.04 O D918S-A3C-1960 19.60 79 131 20 50 49.6 3.57 O
D918S-A3C-1675/16.75 73 123 18 | 48 47.9 3.05 O D918S-A3C-1980|19.80 79 131 20 | 50 493 3.60 O
D918S-A3C-1680 16.80 73 123 18 48 47.8 3.06 O D918S-A3C-2000 20.00 79 131 20 50 49.0 3.64 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/F255+0.016  0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AITJ?‘;?:Sm Cast High-
St Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy ; Copper | Composite 9 Titanium | Hardened = Hardened
eel | ToolSteel Martensitic  Steel | Nodular = CastIron 0% Cast  Aluminum -y Material (eTPerature. Steel Steel
Alloy Steel ool Steel | Martensitic ee odular astlron |\ ium Alloy oy ateria Alloy oy ee ee
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 ' <HB400 45-55HRC 55-60HRC
@) © O @) @) @)
© Most Suitable O Suitable Recommended Cutting Data % P121
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HOLEMAKING TOOLS | Solid Carbide Drills

D918S-A5N =) 5 ||

High-performance 5D External Coolant Twist Drill for Plain Steel Machining

LU PL
s [ 7) -
3 RIS 5 N
LS LCF /1407
OAL

Order No. (51(7:) LCF OAL EZMG’)V' s w e Order No. (g% LCF OAL D(mj";/l S W P oo
D918S-A5N-0300 3.00 28 | 66 6 36 235 055 @ D918S-A5N-0445 445 36 74 6 36 293 081 O
D918S-A5N-0305 3.05 28 66 6 36 234 056 O D918S-A5N-0450 450 36 74 6 36 293 082 @
D918S-A5N-0310 3.10 28 | 66 6 36 234 056 @ D918S-A5N-0455 4.55 36 74 6 36 29.2 083 O
D918S-A5N-0315 3.15 28 66 6 36 233 057 O D918S-A5N-0460 4.60 36 74 6 36 29.1 0.84 @
D918S-A5N-0320 3.20 28 | 66 6 36 232 058 @ D918S-A5N-0465 4.65 36 74 6 36 29.0 0.85 O
D918S-A5N-0325 3.25 28 66 6 36 231 059 O D918S-A5N-0470 4.70 | 36 74 6 36 29.0 0.86 @
D918S-A5N-0330 3.30 28 | 66 6 36 231 060 @ D918S-A5N-0475 4.75 44 82 6 36 36.9 086 O
D918S-A5N-0335 3.35 28 66 6 36 23.0 061 O D918S-A5N-0480 4.80 @ 44 82 6 36 36.8 0.87 @
D918S-A5N-0340 3.40 28 66 6 36 229 062 @ D918S-A5N-0485 4.85 44 82 6 36 36.7 088 O
D918S-A5N-0350 3.50 28 66 6 36 228 064 @ D918S-A5N-0490 4.90 44 82 6 36 36.7 089 @
D918S-A5N-0355 3.55 28 | 66 6 36 22.7 065 O D918S-A5N-0495 495 44 82 6 36 36.6 090 O
D918S-A5N-0360 3.60 28 66 6 36 226 066 @ D918S-A5N-0500 5.00 | 44 82 6 36 36.5 091 @
D918S-A5N-0365 3.65 28 | 66 6 36 225 066 O D918S-A5N-0505 5.05 44 82 6 36 36.4 092 O
D918S-A5N-0370 3.70 28 66 6 36 225 067 @ D918S-A5N-0510 5.10 | 44 82 6 36 36.4 093 @
D918S-A5N-0380 3.80 36 | 74 6 36 303 069 @ D918S-A5N-0515 5.15 44 82 6 36 363 094 O
D918S-A5N-0385 3.85 36 74 6 36 30.2 070 O D918S-A5N-0520 5.20 | 44 82 6 36 36.2 095 @
D918S-A5N-0390 390 36 | 74 6 36 302 071 @ D918S-A5N-0525 5.25 44 82 6 36 36.1 096 O
D918S-A5N-0395 395 36 74 6 36 30.1 0.72 O D918S-A5N-0530 5.30 | 44 82 6 36 36.1 09% @
D918S-A5N-0400 4.00 36 | 74 6 36 30.0 0.73 © D918S-A5N-0535 5.35 44 82 6 36 36.0 097 O
D918S-A5N-0405 4.05 36 74 6 36 299 0.74 O D918S-A5N-0540 5.40 | 44 82 6 36 359 098 @
D918S-A5N-0410 4.10 36 | 74 6 36 299 0.75 @ D918S-A5N-0545 5.45 44 82 6 36 35.8 099 O
D918S-A5N-0415 415 36 74 6 36 29.8 0.76 O D918S-A5N-0550 5.50 44 82 6 36 358 1.00 @
D918S-A5N-0420 4.20 36 | 74 6 36 29.7 0.76 @ D918S-A5N-0555 5.55 44 82 6 36 357 101 @
D918S-A5N-0425 4.25 36 74 6 36 29.6 0.77 O D918S-A5N-0560 5.60 | 44 82 6 36 356 1.02 @
D918S-A5N-0430 4.30 36 | 74 6 36 296 0.78 @ D918S-A5N-0565 5.65 44 82 6 36 355 1.03 O
D918S-A5N-0435 435 36 74 6 36 295 0.79 O D918S-A5N-0570 5.70 | 44 82 6 36 355 1.04 @
D918S-A5N-0440 4.40 36 | 74 6 36 294 080 @ D918S-A5N-0575 5.75 44 82 6 36 354 1.05 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A ~m 3 N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ” )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca?‘ Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum -~ [temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastlIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
© © O O O
© Most Suitable O Suitable Recommended Cutting Data % P121
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High-performance 5D external coolant twist drill for plain steel machining

LU PL

s Aﬁ

o _
2 S
a e .

LS LCF \/ 140°

<

OAL

Continued

Order No. (r'%% LCF OAL D(r"]’g;" S W P oo Order No. (r?]% LCF OAL WG';A s w PN
D918S-A5N-0580 5.80 44 82 6 36 353/1.06 @ D918S-A5N-0730 7.30 53 91 8 36 421133 @
D918S-A5N-0585 585 44 82 6 36 352 1.06 O D918S-A5N-0735 7.35 53 91 8 36 420 134 O
D918S-A5N-0590 590 44 82 6 36 352 1.07 @ D918S-A5N-0740 7.40 53 91 8 36 419 135 @
D918S-A5N-0595 595 44 82 6 36 351/1.08 O D918S-A5N-0745 7.45 53 91 8 |36 418 136 O
D918S-A5N-0600 6.00 44 82 6 36 350/1.09 @ D918S-A5N-0750 7.50 53 91 8 36 418/ 136 @
D918S-A5N-0605 6.05 44 82 6 36 349110 O D918S-A5N-0755 7.55 ' 53 91 8 |36 41.7 137 O
D918S-A5N-0610 6.10 | 53 91 8 |36 439 1.11 @ D918S-A5N-0760 7.60 53 91 8 36 41.6 138 @
D918S-A5N-0620 6.20 53 91 8 | 36 437 113 @ D918S-A5N-0765 7.65 @ 53 91 8 |36 415 139 O
D918S-A5N-0625 6.25 53 91 8 36 436 1.14 O D918S-A5N-0770 7.70 53 91 8 36 415 140 @
D918S-A5N-0630 6.30 | 53 91 8 |36 436 1.15 @ D918S-A5N-0775 7.75 53 91 8 |36 414 141 O
D918S-A5N-0635 6.35 | 53 91 8 |36 435 1.16 O D918S-A5N-0780 7.80 53 91 8 36 413142 @
D918S-A5N-0640 6.40 | 53 91 8 |36 434 1.16 @ D918S-A5N-0785 7.85 53 91 8 |36 412 143 O
D918S-A5N-0645 6.45 | 53 91 8 |36 433 1.17 O D918S-A5N-0790 7.90 53 91 8 36 412144 @
D918S-A5N-0650 6.50 | 53 91 8 | 36 433 1.18 @ D918S-A5N-0795 7.95 53 91 8 |36 41.1 145 O
D918S-A5N-0655 6.55 | 53 91 8 |36 432 119 O D918S-A5N-0800 8.00 53 91 8 36 41.0 146 @
D918S-A5N-0660 6.60 53 91 8 36 431 120 @ D918S-A5N-0805 8.05 53 91 8 36 409 146 O
D918S-A5N-0665 6.65 53 91 8 |36 43.0 1.21 O D918S-A5N-0810 8.10 61 103 10 40 489 147 @
D918S-A5N-0670 6.70 | 53 91 8 |36 43.0 122 @ D918S-A5N-0815 8.15 61 103 10 40 48.8/1.48 O
D918S-A5N-0675 6.75 | 53 91 8 |36 429 123 O D918S-A5N-0820 8.20 61 103 10 40 48.7/ 149 @
D918S-A5N-0680 6.80 | 53 91 8 |36 428 1.24 @ D918S-A5N-0825 8.25 61 103 10 40 48.6/1.50 O
D918S-A5N-0685 6.85 | 53 91 8 |36 427 125 O D918S-A5N-0830 8.30 61 103 10 40 486 151 @
D918S-A5N-0690 6.90 53 91 8 36 427 1.26 @ D918S-A5N-0840 8.40 61 103 10 40 484 153 @
D918S-A5N-0695 6.95 53 91 8 36 426 1.26 O D918S-A5N-0845 8.45 61 103 10 40 483 154 O
D918S-A5N-0700 7.00 | 53 91 8 |36 425 127 @ D918S-A5N-0850 8.50 61 103 10 40 483|155 @
D918S-A5N-0705 7.05 | 53 91 8 |36 424 128 O D918S-A5N-0855 8.55 61 103 10 40 482156 O
D918S-A5N-0710 7.10 | 53 91 8 |36 424 129 @ D918S-A5N-0860 8.60 61 103 10 40 48.1/1.57 @
D918S-A5N-0720 7.20 | 53 91 8 |36 422 131 @ D918S-A5N-0870 8.70 61 103 10 40 48.0 1.58 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B @O
12 | 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; I
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum | temperature
Tool Steel Martensitic|  Steel Nodular = CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% | Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
@) (@) O O O
© Most Suitable O Suitable Recommended Cutting Data % P121
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High-performance 5D External Coolant Twist Drill for Plain Steel Machining

LU PL
2 [ %) - .
8 [ D S = N

LS LCF ~140°

OAL

Continued
DC DMM In DC DMM In
Order No. (m?) LCF OAL (h6) LS LU PL Simk Order No. (m?) LCF OAL (h6) LS LW PL Stock

D918S-A5N-0880 8.80 61 103 10 40 47.8|1.60
D918S-A5N-0885 8.85 61 103 10 40 47.7 1.61
D918S-A5N-0890 8.90 61 103 10 40 47.7/1.62
D918S-A5N-0895 8.95 61 103 10 40 47.6 1.63
D918S-A5N-0900 9.00 61 103 10 40 47.5 1.64
D918S-A5N-0905 9.05 61 103 10 40 47.4 1.65
D918S-A5N-0910 9.10 61 103 10 40 47.4 1.66
D918S-A5N-0915 9.15 61 103 10 40 473 1.67
D918S-A5N-0920 9.20 61 103 10 40 47.2 1.67
D918S-A5N-0925 9.25 61 103 10 40 47.1 1.68
D918S-A5N-0930 9.30 61 103 10 40 47.11.69
D918S-A5N-0935 9.35 61 103 10 40 47.0 1.70
D918S-A5N-0940 9.40 61 103 10 40 46.9 1.71
D918S-A5N-0945 9.45 61 103 10 40 46.8 1.72
D918S-A5N-0950 9.50 61 103 10 40 46.81.73
D918S-A5N-0955 9.55 61 103 10 40 46.7 1.74
D918S-A5N-0960 9.60 61 103 10 40 46.6 1.75
D918S-A5N-0965 9.65 61 103 10 40 46.5 1.76
D918S-A5N-0970 9.70 61 103 10 40 46.5 1.77
D918S-A5N-0975 9.75 61 103 10 40 46.4 1.77
D918S-A5N-0980 9.80 61 103 10 40 46.31.78
D918S-A5N-0985 9.85 61 103 10 40 46.2 1.79
D918S-A5N-0990 9.90 61 103 10 40 46.2/1.80
D918S-A5N-0995 9.95 61 103 10 40 46.1 1.81
D918S-A5N-1000 10.00 61 103 10 40 46.0|1.82
D918S-A5N-1005 10.05 61 103 10 40 45.9 1.83
D918S-A5N-1010 10.10 71 118 12 45 55.9|1.84

D918S-A5N-1015 10.15 71 118 12 45 55.81.85
D918S-A5N-1020 10.20 71 118 12 45 55.7 1.86
D918S-A5N-1025 10.25 71 118 12 45 55.6 1.87
D918S-A5N-1030 10.30 71 118 12 45 55.6|1.87
D918S-A5N-1035 10.35 71 118 12 45 55.5/1.88
D918S-A5N-1040 10.40 71 118 12 45 55.4/1.89
D918S-A5N-1050 10.50 71 118 12 45 553 1.91
D918S-A5N-1060 10.60 71 118 12 45 55.1/1.93
D918S-A5N-1070 10.70 71 118 12 45 55.0 1.95
D918S-A5N-1080 10.80 71 118 12 45 54.81.97
D918S-A5N-1085 10.85 71 118 12 45 54.7 1.97
D918S-A5N-1090 10.90 71 118 12 45 54.7/1.98
D918S-A5N-1100 11.00 71 118 12 45 54.5 2.00
D918S-A5N-1105 11.05 71 118 12 45 544 2.01
D918S-A5N-1110 11.10 71 118 12 45 54.4 2.02
D918S-A5N-1115 11.15 71 118 12 45 54.3/2.03
D918S-A5N-1120 11.20 71 118 12 45 54.2 2.04
D918S-A5N-1125 11.25 71 118 12 45 54.1|2.05
D918S-A5N-1130 11.30 71 118 12 45 54.1 2.06
D918S-A5N-1135 11.35 71 118 12 45 54.02.07
D918S-A5N-1140 11.40 71 118 12 45 53.9 2.07
D918S-A5N-1145 11.45 71 118 12 45 53.8 2.08
D918S-A5N-1150 11.50 71 118 12 45 53.8 2.09
D918S-A5N-1155 11.55 71 118 12 45 53.7|2.10
D918S-A5N-1160 11.60 71 118 12 45 53.6 2.11
D918S-A5N-1170 11.70 71 118 12 45 53.5/2.13
D918S-A5N-1180 11.80 71 118 12 45 53.3 2.15

o
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@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

B m I N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca'st Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum - temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
(@) (@) O O O
© Most Suitable O Suitable Recommended Cutting Data % P121
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AICHN/
D918S-A5N e R L
High-performance 5D External Coolant Twist Drill for Plain Steel Machining

Ly PL
2 %) -
a o — ]

LS LCF \/ 140°

OAL

Continued

Order No. (r'%% LCF OAL D(r"]’g;" S W P oo Order No. (r?]% LCF OAL WG';A s w PN
D918S-A5N-1190 11.90 71 118 12 45 532 2.17
D918S-A5N-1195 11.95 71 118 12 45 53.1 2.17
D9185-A5N-1200 12.00 71 118 12 45 53.0 2.18
D918S-A5N-1205 12.05 71 118 12 45 52.9 2.19
D918S-A5N-1210 12.10 77 124 14 45 58.9 2.20
DO18S-A5N-1215 1215 77 124 14 45 58.8 2.21
DO18S-A5N-1220 12.20 77 124 14 45 587 2.22
D918S-ASN-1225 12.25 77 124 14 45 586 2.23
D918S-A5SN-1230 12.30 77 124 14 45 58.6 2.24
DO18S-A5N-1240 12.40 77 124 14 45 58.4 2.26
DO18S-A5N-1245 12.45 77 124 14 45 583 2.27
D918S-A5N-1250 12.50 77 124 14 45 583 2.27
DO18S-A5N-1255 12.55 77 124 14 45 582 2.28
D918S-A5N-1260 12.60 77 124 14 45 58.1 2.29
D918S-ASN-1270 12.70 77 124 14 45 580 2.31
D918S-ASN-1275 12.75 77 124 14 45 57.9 2.32
D918S-A5N-1280 12.80 77 124 14 45 57.8 2.33
DO18S-ASN-1285 12.85 77 124 14 45 57.7 234
DO18S-A5N-1290 12.90 77 124 14 45 57.7 235
D918S-A5N-1300 13.00 77 124 14 45 57.5 2.37
D918S-A5N-1305 13.05 77 124 14 45 57.4 2.37
D918S-A5SN-1310 13.10 77 124 14 45 57.4 238
D918S-A5N-1315 13.15 77 124 14 45 573 2.39
D918S-A5N-1320 13.20 77 124 14 45 57.2 2.40
DO18S-A5N-1325 13.25 77 124 14 45 57.1 2.41
DO18S-A5N-1330 13.30 77 124 14 45 57.1 2.42
D918S-A5N-1335 13.35 77 124 14 45 57.0 2.43

D918S-A5N-1340 13.40 77 124 14 45 56.9 2.44
D918S-A5N-1350 13.50 77 124 14 45 56.8 2.46
D918S-A5N-1355 13.55 77 124 14 45 56.7 2.47
D918S-A5N-1360 13.60 77 124 14 45 56.6|2.47
D918S-A5N-1370 13.70 77 124 14 45 56.5 2.49
D918S-A5N-1375 13.75 77 124 14 45 56.4|2.50
D918S-A5N-1380 13.80 77 124 14 45 56.3 2.51
D918S-A5N-1390 13.90 77 124 14 45 56.2|2.53
D918S-A5N-1395 13.95 77 124 14 45 56.1 2.54
D918S-A5N-1400 14.00 77 124 14 45 56.0|2.55
D918S-A5N-1405 14.05 77 124 14 45 559 2.56
D918S-A5N-1410 14.10 83 133 16 48 61.9|2.57
D918S-A5N-1420 14.20 83 133 16 48 61.7 2.58
D918S-A5N-1425 14.25 83 133 16 48 61.6|2.59
D918S-A5N-1430 14.30 83 133 16 48 61.6 2.60
D918S-A5N-1440 14.40 83 133 16 48 61.42.62
D918S-A5N-1450 14.50 83 133 16 48 61.3 2.64
D918S-A5N-1460 14.60 83 133 16 48 61.1)2.66
D918S-A5N-1470 14.70 83 133 16 48 61.0 2.68
D918S-A5N-1475 14.75 83 133 16 48 60.92.68
D918S-A5N-1480 14.80 83 133 16 48 60.8 2.69
D918S-A5N-1490 14.90 83 133 16 48 60.7 2.71
D918S-A5N-1500 15.00 83 133 16 48 60.5 2.73
D918S-A5N-1505 15.05 83 133 16 48 60.4 274
D918S-A5N-1510 15.10 83 133 16 48 60.4 2.75
D918S-A5N-1515 15.15 83 133 16 48 60.3|2.76
D918S-A5N-1520 15.20 83 133 16 48 60.2 2.77

o
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@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B @O
12 | 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; I
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum | temperature
Tool Steel Martensitic|  Steel Nodular = CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% | Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
@) (@) O O O
© Most Suitable O Suitable Recommended Cutting Data % P121

GESAC __ 035




HOLEMAKING TOOLS | Solid Carbide Drills

D918S-A5N B

High-performance 5D External Coolant Twist Drill for Plain Steel Machining

LU PL
= | g o
3 S—-—— a
LS LCF 140°
OAL
Continued
DC DMM In DC DMM In
Order No. m7) LCF OAL (h6) LS LU PL Stock Order No. (m?) LCF OAL (h6) LS LU PL Stock
D918S-A5N-1525 15.25 83 133 16 48 60.1 2.78| O D918S-A5N-1695 16.95 93 143 18 48 67.6 3.08 O
D918S-A5N-1530 15.30 83 133 16 48 60.1 2.78 O D918S-A5N-1700 17.00 93 143 18 48 67.5 3.09 O
D918S-A5N-1535 15.35 83 133 16 48 60.0 2.79| O D918S-A5N-1720 17.20 93 143 18 48 67.2 313 O
D918S-A5N-1540 1540 83 133 16 48 59.9 280 O D918S-A5N-1750 17.50 93 143 18 48 66.8 3.18 O
D918S-A5N-1550 15.50 83 133 16 48 59.8 282 O D918S-A5N-1770 17.70 93 143 18 48 66.5 322 O
D918S-A5N-1555 15.55 83 133 16 48 59.7 283 O D918S-A5N-1780 17.80 93 143 18 48 66.3 3.24 O
D918S-A5N-1560 15.60 83 133 16 48 59.6 284 O D918S-A5N-1795 1795 93 143 18 48 66.1 3.27 O
D918S-A5N-1570 15.70 83 133 16 48 595 286 O D918S-A5N-1800 18.00 93 143 18 48 66.0 3.28) O
D918S-A5N-1580 15.80 83 133 16 48 59.3 283 O D918S-A5N-1840 18.40 101 153 20 50 734 335 O
D918S-A5N-1590 1590 83 133 16 48 59.2 289 O D918S-A5N-1850 18.50 101 153 20 50 73.3 337 O
D918S-A5N-1600 16.00 83 133 16 48 59.0 291 @ D918S-A5N-1860 18.60 101 153 20 50 73.1 338 O
D918S-A5N-1625 16.25 93 143 18 48 68.6 296 O D918S-A5N-1900 19.00 101 153 20 50 72.5 346 O
D918S-A5N-1650 16.50 93 143 18 48 68.3 3.00 O D918S-A5N-1915 19.15 101 153 20 50 723 349 O
D918S-A5N-1660 16.60 93 143 18 48 68.1 3.02 O D918S-A5N-1950 19.50 101 153 20 50 71.8 3.55 O
D918S-A5N-1675 16.75 93 143 18 48 679 3.05 O D918S-A5N-2000 20.00 101 153 20 50 71.0 3.64 O
D918S-A5N-1680 16.80 93 143 18 48 67.8 3.06 O Unit (mm)
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AITJ(:“;?:Sm Cast High-
S Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy ; Copper | Composite 9 Titanium | Hardened = Hardened
teel, Tool Steel M - Steel Nodul Cast1 Alloy, Cast | Aluminum Al Material | temperature Steel Steel
Alloy Stee] | 100! Steel | Martensitic tee odular astlron |\t im | Allo oy ateria Allo oy tee tee
Y Steel Cast Iron Y Y
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) O @) @) @)
© Most Suitable O Suitable Recommended Cutting Data % P121
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Solid Carbide Drills | HOLEMAKING TOOLS

D918S-A5C = o |

High-performance 5D Internal Coolant Twist Drill for Plain Steel Machining

SHE==_ == Ss= be =
g —== —==== [‘ === S - - —
LS
OAL
DC DMM In DC DMM In
Order No. m?) LCF OAL (h6) LS LW ©PL Stock Order No. (m?) LCF OAL (h6) LS L PL Sk
D918S-A5C-0300 3.00 28 66 36 235 055 @ D918S-A5C-0445 4.45 36 74 36 293081 O
D918S-A5C-0305 3.05 28 66 36 23.4 0.56 D918S-A5C-0450 4.50 36 74 36 129.3 0.82

D918S5-A5C-0310 3.10 28 66
D918S-A5C-0315 3.15 28 66
D918S-A5C-0320 3.20 28 66
D918S-A5C-0325 3.25 28 66
D918S-A5C-0330 3.30 28 66
D918S-A5C-0335 3.35 28 66
D918S-A5C-0340 3.40 28 66
D918S-A5C-0350 3.50 28 66
D918S-A5C-0355 3.55 28 66
D918S-A5C-0360 3.60 28 66
D918S-A5C-0365 3.65 28 66
D918S-A5C-0370 3.70 28 66
D918S-A5C-0380 3.80 36 74
D918S-A5C-0385 3.85 36 74
D918S-A5C-0390 3.90 36 74
D918S-A5C-0395 3.95 36 74
D918S-A5C-0400 4.00 36 74
D918S-A5C-0405 4.05 36 74
D918S-A5C-0410 4.10 36 74
D918S-A5C-0415 4.15 36 74
D918S5-A5C-0420 4.20 36 74
D918S-A5C-0425 4.25 36 74
D918S-A5C-0430 4.30 36 74
D918S-A5C-0435 4.35 36 74
D918S-A5C-0440 4.40 36 74

36 23.4 0.56
36 233 0.57
36 23.2 0.58
36 23.1 0.59
36 23.1 0.60
36 23.0 0.61
36 229 0.62
36 22.8 0.64
36 22.7 0.65
36 22.6 0.66
36 22.5 0.66
36 225 0.67
36 30.3 0.69
36 30.2 0.70
36 30.2 0.71
36 30.1 0.72
36 30.0 0.73
36 299 0.74
36 29.9 0.75
36 29.8 0.76
36 29.7 0.76
36 29.6 0.77
36 29.6 0.78
36 29.5 0.79
36 29.4 0.80

D918S-A5C-0455 4.55 36 74
D918S-A5C-0460 4.60 36 74
D918S-A5C-0465 4.65 36 74
D918S-A5C-0470 4.70 36 74
D918S-A5C-0475 4.75 44 82
D918S-A5C-0480 4.80 44 82
D918S-A5C-0485 4.85 44 82
D918S-A5C-0490 4.90 44 82
D918S-A5C-0495 4.95 44 82
D918S-A5C-0500 5.00 44 82
D918S-A5C-0505 5.05 44 82
D918S-A5C-0510 5.10 44 82
D918S-A5C-0515 5.15 44 82
D918S-A5C-0520 5.20 44 82
D918S-A5C-0525 5.25 44 82
D918S-A5C-0530 5.30 44 82
D918S-A5C-0535 5.35 44 82
D918S-A5C-0540 5.40 44 82
D918S-A5C-0545 5.45 44 82
D918S-A5C-0550 5.50 44 @ 82
D918S-A5C-0555 5.55 44 82
D918S-A5C-0560 5.60 44 82
D918S-A5C-0565 5.65 44 82
D918S-A5C-0570 5.70 44 82
D918S-A5C-0575 5.75 44 82

36 29.2 0.83
36 29.1/0.84
36 29.0 0.85
36 29.00.86
36 36.9 0.86
36 36.8 0.87
36 36.7 0.88
36 36.7 0.89
36 36.6 0.90
36 | 36.5 0.91
36 36.4 0.92
36 36.4 0.93
36 36.3 0.94
36 36.2 0.95
36 36.1 0.96
36 36.10.96
36 36.0 0.97
36 35.9 0.98
36 35.8 0.99
36 35.8 1.00
36 35.7 1.01
36 35.6 1.02
36 35.5 1.03
36 35.5/1.04
36 35.4 1.05

OO YOO OO OO OO OO
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@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B @O
12 | 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; I
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum C‘?St Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum -~ temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <32HRC 35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
© © O O O (@)
© Most Suitable O Suitable Recommended Cutting Data % P121
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High-performance 5D Internal Coolant Twist Drill for Plain Steel Machining

ST E= — = -
: e - =SS
LS
OAL
Continued
Order No. (51(7:) LCF OAL EZMG’)V' s w e Order No. (g% LCF OAL D(mj";/l S W P oo
D918S-A5C-0580 5.80 44 82 6 36 353 1.06 @ D918S-A5C-0730 7.30 53 91 8 |36 421 133 @
D918S-A5C-0585 5.85 44 82 6 36 352 1.06 O D918S-A5C-0735 7.35 | 53 91 8 36 420 134 O
D918S-A5C-0590 5.90 1 44 | 82 6 36 352 1.07 @ D918S-A5C-0740 7.40 53 91 8 36 419 135 @
D918S-A5C-0595 595 44 82 6 36 351 1.08 O D918S-A5C-0745 7.45 53 91 8 |36 418 136 O
D918S-A5C-0600 6.00 44 82 6 36 350 1.09 @ D918S-A5C-0750 7.50 @ 53 91 8 |36 418 136 @
D918S-A5C-0605 6.05 44 82 6 36 349 1.10 O D918S-A5C-0755| 7.55 53 | 91 8 |36 41.7 137 O
D918S-A5C-0610 6.10 53 91 8 36 439 1.11 @ D918S-A5C-0760 7.60 53 91 8 |36 416 138 @
D918S-A5C-0620 6.20 53 | 91 8 36 43.7 1.13 @ D918S-A5C-0765 7.65 # 53 | 91 8 |36 415 139 O
D918S-A5C-0625 6.25 | 53 | 91 8 36 436 1.14 O D918S-A5C-0770 7.70 A 53 91 8 36 415 140 @
D918S-A5C-0630 630 53 91 8 36 436 1.15 @ D918S-A5C-0775 7.75 | 53 91 8 |36 414 141 O
D918S-A5C-0635 635 53 91 8 36 435 1.16 O D918S-A5C-0780 7.80 53 91 8 |36 413 142 @
D918S-A5C-0640 6.40 53 91 8 36 434 1.16 @ D918S-A5C-0785 7.85 53 91 8 |36 412 143 O
D918S-A5C-0645 6.45 53 91 8 36 433 1.17 O D918S-A5C-0790 7.90 53 91 8 |36 412 144 @
D918S-A5C-0650 6.50 53 91 8 36 433 1.18 @ D918S-A5C-0795 | 7.95 53 91 8 |36 41.1 145 O
D918S-A5C-0655 6.55 53 91 8 36 432 119 O D918S-A5C-0800 8.00 53 91 8 36 410 146 @
D918S-A5C-0660 6.60 53 | 91 8 36 43.1 1.20 @ D918S-A5C-0805 4 8.05 53 91 8 36 409 146 O
D918S-A5C-0665 6.65 | 53 | 91 8 | 36 43.0 1.21 O D918S-A5C-0810 8.10 61 103 10 40 489 147 @
D918S-A5C-0670 6.70 53 91 8 36 43.0 1.22 @ D918S-A5C-0815 8.15 61 103 10 40 48.8 148 O
D918S-A5C-0675 6.75 53 91 8 36 429 123 O D918S-A5C-0820 8.20 61 103 10 40 48.7 149 @
D918S-A5C-0680 6.80 53 91 8 36 428 1.24 @ D918S-A5C-0825 8.25 61 103 10 40 48.6 1.50 O
D918S-A5C-0685 6.85 53 91 8 36 427 1.25 O D918S-A5C-0830 8.30 61 103 10 40 486 151 @
D918S-A5C-0690 6.90 53 | 91 8 36 42.7 1.26 @ D918S-A5C-0840 8.40 61 103 10 40 484 153 @
D918S-A5C-0695 6.95 | 53 | 91 8 36 426 1.26 O D918S-A5C-0845 8.45 61 103 10 40 483 1.54 O
D918S-A5C-0700 7.00 53 91 8 36 425 127 @ D918S-A5C-0850 8.50 61 103 10 40 483 155 @
D918S-A5C-0705 7.05 53 91 8 36 424 128 O D918S-A5C-0855 8.55 61 103 10 40 48.2 1.56 O
D918S-A5C-0710 710 53 91 8 36 424 129 @ D918S-A5C-0860 8.60 61 103 10 40 48.1 157 @
D918S-A5C-0720 7.20 53 91 8 36 422 131 @ D918S-A5C-0870 8.70 61 103 10 40 48.0 1.58 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A ~m 3 N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > I
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum | |temperature
Tool Steel | Martensitic|  Steel Nodular = CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel CastIron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12%  Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
© © O O O O
© Most Suitable O Suitable Recommended Cutting Data % P121

038 _ GESAC



Solid Carbide Drills | HOLEMAKING TOOLS

D918S-A5C = o |

High-performance 5D Internal Coolant Twist Drill for Plain Steel Machining

SHE==_ === /5~C e =
g —== —==== r( === o— - - -
LS
OAL

Continued

DC DMM In DC DMM In

Order No. m?) LCF OAL (h6) LS LU PL Stock Order No. m7) LCF OAL (h6) LS LU PL Stock
D918S-A5C-0880 8.80 61 103 10 40 478/ 1.60 @ D918S-A5C-1020 10.20 71 118 12 45 55.7 1.86 @

D918S-A5C-0885 8.85 61 103 10 40 47.7 1.61
D918S-A5C-0890 8.90 61 103 10 40 47.7 1.62
D918S-A5C-0895 8.95 61 103 10 40 47.6 1.63
D918S-A5C-0900 9.00 61 103 10 40 47.5 1.64
D918S-A5C-0905 9.05 61 103 10 40 47.4 1.65
D918S-A5C-0910 9.10 61 103 10 40 47.4 1.66
D918S-A5C-0915 9.15 61 103 10 40 473 1.67
D918S-A5C-0920 9.20 61 103 10 40 47.2 1.67
D918S-A5C-0925 9.25 61 103 10 40 47.1 1.68
D918S-A5C-0930 9.30 61 103 10 40 47.1 1.69
D918S-A5C-0935 9.35 61 103 10 40 47.0 1.70
D918S-A5C-0940 9.40 61 103 10 40 46.9 1.71
D918S-A5C-0945 9.45 61 103 10 40 46.8 1.72
D918S-A5C-0950 9.50 61 103 10 40 46.8 1.73
D918S-A5C-0955 9.55 61 103 10 40 46.7 1.74
D918S-A5C-0960 9.60 61 103 10 40 46.6 1.75
D918S-A5C-0965 9.65 61 103 10 40 46.5 1.76
D918S-A5C-0970 9.70 61 103 10 40 46.5 1.77
D918S-A5C-0975 9.75 61 103 10 40 46.4 1.77
D918S-A5C-0980 9.80 61 103 10 40 46.3 1.78
D918S-A5C-0985 9.85 61 103 10 40 46.2 1.79
D918S-A5C-0990 9.90 61 103 10 40 46.2 1.80
D918S-A5C-0995 9.95 61 103 10 40 46.1 1.81
D918S-A5C-1000 10.00 61 103 10 40 46.0 1.82
D918S-A5C-1005 10.05 61 103 10 40 459 1.83
D918S-A5C-1010 10.10 71 118 12 45 55.9 1.84

D918S-A5C-102510.25 71 118 12 45 556 1.87
D918S-A5C-1030 10.30 71 118 12 45 556 1.87
D918S-A5C-1035 10.35 71 118 12 45 555 1.88
D918S-A5C-1040 10.40 71 118 12 45 55.4 1.89
D918S-A5C-1050 10.50 71 118 12 45 553 1.91
D918S-A5C-1060 10.60 71 118 12 45 55.1 1.93
D918S-A5C-1070 10.70 71 118 12 45 55.0 1.95
D918S-A5C-1080 10.80 71 118 12 45 54.8 1.97
D918S-A5C-1085 10.85 71 118 12 45 547 1.97
D918S-A5C-1090 10.90 71 118 12 45 54.7 1.98
D918S-A5C-1100 11.00 71 118 12 45 54.5 2.00
D918S-A5C-1105 11.05 71 118 12 45 54.4 2.01
D918S-A5C-1110 11.10 71 118 12 45 54.4 2.02
D918S-A5C-1115 11.15 71 118 12 45 543 2.03
D918S-A5C-1120 11.20 71 118 12 45 542 2.04
D918S-A5C-1125 11.25 71 118 12 45 54.1 2.05
D918S-A5C-1130 11.30 71 118 12 45 54.1 2.06
D918S-A5C-1135 11.35 71 118 12 45 54.0 2.07
D918S-A5C-1140 11.40 71 118 12 45 53.9 2.07
D918S-A5C-1145 11.45 71 118 12 45 53.8 2.08
D918S-A5C-1150 11.50 71 118 12 45 53.8 2.09
D918S-A5C-1155 11.55 71 118 12 45 53.7 2.10
D918S-A5C-1160 11.60 71 118 12 45 53.6 2.11
D918S-A5C-1170 11.70 71 118 12 45 53.5 2.13
D918S-A5C-1180 11.80 71 118 12 45 53.3 2.15
D918S-A5C-1190 11.90 71 118 12 45 53.2 2.17

® O/ OO e C e O e e Oe O e O e O e O e O e o
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@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B @O
12 | 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; )
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Ca'st Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast =~ Aluminum | temperature
Tool Steel Martensitic| ~ Steel Nodular = CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O O O O O O
© Most Suitable O Suitable Recommended Cutting Data % P121
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High-performance 5D Internal Coolant Twist Drill for Plain Steel Machining

StE==_ === <= i =
E —== === NS== — - - —
LS
OAL
Continued
DC DMM In DC DMM In
Order No. m?) LCF OAL (h6) LS LU PL Stock Order No. (m?) LCF OAL (h6) LS LU PL Stock
D918S-A5C-1195 11.95 71 118 12 | 45 53.1/2.17 O D918S-A5C-1350 13.50 77 124 14 45 56.8 246 @

D918S-A5C-1200 12.00 71 118 12 45 53.0 2.18
D918S-A5C-1205 12.05 71 118 12 45 529 2.19
D918S-A5C-1210 12.10 77 124 14 45 58.9 2.20
D918S-A5C-1215 12,15 77 (124 14 45 58.8 2.21
D918S-A5C-1220 12.20 77 124 14 45 58.7 222
D918S-A5C-1225 12.25 77 (124 14 45 58.6 2.23
D918S-A5C-1230 12.30 77 124 14 45 586 224
D918S-A5C-1240 12.40 77 124 14 45 584 226
D918S-A5C-1245 1245 77 124 14 45 58.3 227
D918S-A5C-1250 12.50 77 124 14 45 58.3 227
D918S-A5C-1255 12.55 77 124 14 45 58.2 2.28
D918S-A5C-1260 12.60 77 124 14 45 58.1 2.29
D918S-A5C-1270 12.70 77 124 14 45 58.0 2.31
D918S-A5C-1275 12.75 77 (124 14 45 57.9 232
D918S-A5C-1280 12.80 77 124 14 45 57.8 233
D918S-A5C-1285 12.85 77 124 14 45 57.7 234
D918S-A5C-1290 12.90 77 124 14 45 57.7 2.35
D918S-A5C-1300 13.00 77 124 14 45 57.5 237
D918S-A5C-1305 13.05 77 124 14 45 57.4 237
D918S-A5C-1310 13.10 77 (124 14 45 57.4 238
D918S-A5C-1315 13.15 77 124 14 45 573 2.39
D918S-A5C-1320 13.20 77 (124 14 45 57.2 240
D918S-A5C-1325 13.25 77 124 14 45 57.1 2.41
D918S-A5C-1330 13.30 77 (124 14 45 57.1 242
D918S-A5C-1335 13.35 77 124 14 45 57.0 243
D918S-A5C-1340 13.40 77 124 14 45 56.9 244

D918S-A5C-1355 13,55 77 124 14 45 56.7 247
D918S-A5C-1360 13.60 77 124 14 45 56.6 247
D918S-A5C-1370 13.70 77 (124 14 45 56.5 249
D918S-A5C-1375 13.75 77 124 14 45 56.4 2.50
D918S-A5C-1380 13.80 77 124 14 45 56.3 2.51
D918S-A5C-1390 13.90 77 124 14 45 56.2 2.53
D918S-A5C-1395 13.95 77 124 14 45 56.1 2.54
D918S-A5C-1400 14.00 77 124 14 45 56.0 2.55
D918S-A5C-1405 14.05 77 124 14 45 559 2.56
D918S-A5C-1410 14.10 83 133 16 48 61.9 257
D918S-A5C-1420 14.20 83 133 16 48 61.7 2.58
D918S-A5C-1425 14.25 83 133 16 48 61.6 2.59
D918S-A5C-1430 14.30 83 133 16 48 61.6 2.60
D918S-A5C-1440 14.40 83 133 16 48 614 262
D918S-A5C-1450 14.50 83 133 16 48 61.3 2.64
D918S-A5C-1460 14.60 83 133 16 48 61.1 2.66
D918S-A5C-1470 14.70 83 133 16 48 61.0 2.68
D918S-A5C-1475 14.75 83 133 16 48 60.9 2.68
D918S-A5C-1480 14.80 83 133 16 48 60.8 2.69
D918S-A5C-1490 14.90 83 133 16 48 60.7 2.71
D918S-A5C-1500 15.00 83 133 16 48 60.5 2.73
D918S-A5C-1505 15.05 83 133 16 48 604 2.74
D918S-A5C-1510 15.10 83 133 16 48 60.4 2.75
D918S-A5C-1515 15.15 83 133 16 48 60.3 2.76
D918S-A5C-1520 15.20 83 133 16 48 60.2 2.77
D918S-A5C-1525 15.25 83 133 16 48 60.1 2.78

O/0|0|0|0|0O0|C @ @ O O|0O/®@ 0 0C 0 0Cle O e 0O 00 e
[OAX REGEN REGAN MICEECRECHECHANCORN RECHNCHNCAN RECRECGHEN MNCRECORN REGHAN NNORNG

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A ~m 3 N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca;t Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast = Aluminum .| temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450  <HB400 45-55HRC 55-60HRC
O O O O O O
© Most Suitable O Suitable Recommended Cutting Data % P121

040 _ GESAC



Solid Carbide Drills | HOLEMAKING TOOLS

D918S-A5C = o |

High-performance 5D Internal Coolant Twist Drill for Plain Steel Machining

=t E= e = B
3| bossaamnadlEiSS ———
LS
OAL

Continued

Order No. (r?]% e oa QM s woe gl Order No. (r?]% e oan QN s woe gy
D918S-A5C-1530 15.30 83 133 16 48 60.1 2.78 O D918S-A5C-1695 16.95 93 | 143 18 48 67.6 3.08 O
D918S-A5C-1535 15.35 83 (133 16 | 48 60.0 2.79 O D918S-A5C-1700 17.00 93 143 18 48 67.5 3.09 O
D918S-A5C-1540 15.40 83 133 16 | 48 59.9 280 O D918S-A5C-1720 17.20 | 93 143 18 48 67.2 3.13 O
D918S-A5C-1550 15.50 83 133 16 48 59.8 282 @ D918S-A5C-1750 17.50 93 143 18 48 66.8 3.18 O
D918S-A5C-1555 15.55 83 133 16 48 59.7 283 O D918S-A5C-1770 17.70 93 | 143 18 48 66.5 322 O
D918S-A5C-1560 15.60 83 133 16 48 59.6 2.84 O D918S-A5C-1780 17.80 93 143 18 48 663 324 O
D918S-A5C-1570 15.70 83 133 16 48 59.5 286 O D918S-A5C-1795 17.95 93 | 143 18 48 66.1 3.27 O
D918S-A5C-1580 15.80 83 133 16 | 48 59.3 2.838 @ D918S-A5C-1800 18.00 93 143 18 48 66.0 3.28 O
D918S-A5C-1590 15.90 83 133 16 | 48 59.2 289 O D918S-A5C-181018.10 | 101 153 20 50 73.9 3.29 O
D918S-A5C-1600 16.00 83 133 16 48 59.0 291 @ D918S-A5C-1850 18.50 101 153 20 50 733 337 O
D918S-A5C-1610 16.10 93 143 18 48 689 293 O D918S-A5C-1860 18.60 101|153 20 50 73.1 338 O
D918S-A5C-1625 16.25 93 143 18 48 68.6 296 O D918S-A5C-1880 18.80 101 153 20 50 72.8 342 O
D918S-A5C-1650 16.50 93 143 18 48 683 3.00 O D918S-A5C-1900 19.00 101|153 20 50 725 346 O
D918S-A5C-1660 16.60 93 143 18 48 68.1 3.02 O D918S-A5C-1915 19.15 101 153 20 50 723 349 O
D918S-A5C-1670 16.70 | 93 143 18 | 48 68.0 3.04 O D918S-A5C-1930 19.30 /101 153 20 50 72.1 3.51 O
D918S-A5C-1675 16.75 93 (143 18 | 48 67.9 3.05 O D918S-A5C-1950 19.50 101 153 20 50 71.8 3.55 O
D918S-A5C-1680 16.80 93 143 18 48 67.8 3.06 O D918S-A5C-1980 19.80 101|153 20 50 713 3.60 O
D918S-A5C-1690 16.90 93 143 18 48 67.7 3.08 O D918S-A5C-2000 20.00 101 153 20 50 71.0 3.64 O

@sStock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
=23 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ” )
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum - |temperature
Tool Steel | Martensitic|  Steel Nodular = CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
@) @) O O @) O
© Most Suitable O Suitable Recommended Cutting Data % P121
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HOLEMAKING TOOLS | Solid Carbide Drills

D968S-A3N =] 3D [ A

High-efficiency 3D External Coolant Twist Drill for Stainless Steel Machining

LU PL
= ) _ \
g a = —— "\k\‘}‘\:‘
LS LCF 1407
é)AL

Order No. (51(7:) LCF OAL EZNG’)V' S W PL oo Order No. (g% LCF OAL D(mj";/l S W P oo
D968S-A3N-0100 1.00 7 45 4 30 55 018 @ D968S-A3N-0260 2.60 17 55 4 33 13.1 047 @
D968S-A3N-0105 1.05 7 45 4 30 54 019 O D968S-A3N-0270 2.70 17 55 4 33 |[13.0 049 @
D968S-A3N-0110 1.10 7 | 45 4 30 54 020 @ D968S-A3N-0275 2.75 17 55 4 33 /129|050 O
D968S-A3N-0120 1.20 7 45 4 30 52 022 e D968S-A3N-0280 2.80 17 55 4 33 128 051 @
D968S-A3N-0125 1.25 7 45 4 30 51 023 O D968S-A3N-0285 2.85 17 55 4 |33 (127|052 O
D968S-A3N-0130 1.30 7 45 4 30 51 024 @ D968S-A3N-0290 2.90 17 55 4 33 127 053 @
D968S-A3N-0140 1.40 7 45 4 30 49 025 @ D968S-A3N-0295 295 17 55 4 33 126 054 @
D968S-A3N-0145 1.45 7 45 4 30 48 026 O D968S-A3N-0300 3.00 20 62 6 36 155 055 @
D968S-A3N-0150 1.50 9 55 4 38 6.8 027 @ D968S-A3N-0305 3.05 20 62 6 36 154 056 O
D968S-A3N-0160 1.60 9 55 4 38 66 029 @ D968S-A3N-0310 3.10 | 20 62 6 36 154 056 @
D968S-A3N-0165 1.65 9 55 4 38 6.5 030 O D968S-A3N-0315 3.15 20 62 6 36 153 057 @
D968S-A3N-0170 1.70 9 55 4 |38 6.5 031 O D968S-A3N-0320 3.20 20 62 6 36 152 058 @
D968S-A3N-0175 1.75 9 55 4 38 64 032 @ D968S-A3N-0325 3.25 20 62 6 36 151 059 @
D968S-A3N-0180 1.80 9 55 4 38 63 033 @ D968S-A3N-0330 3.30 20 62 6 36 151 060 @
D968S-A3N-0185 1.85 9 55 4 38 6.2 034 O D968S-A3N-0335 335 20 62 6 |36 15.0 061 O
D968S-A3N-0190 1.90 9 55 4 38 62 035 @ D968S-A3N-0340 3.40 | 20 62 6 36 149 062 @
D968S-A3N-0195 195 9 | 55 4 38 6.1 035 O D968S-A3N-0350 3.50 20 62 6 36 148 064 @
D968S-A3N-0200 2.00 13 55 4 36 10.0 036 @ D968S-A3N-0355 3.55 20 62 6 36 147 065 O
D968S-A3N-0205 2.05 13 55 4 36 99 037 O D968S-A3N-0360 3.60 20 62 6 36 146 066 @
D968S-A3N-0210 2.10 13 55 4 36 99 038 @ D968S-A3N-0365 3.65 20 62 6 36 145 066 O
D968S-A3N-0215 2.15 13 55 4 36 98 039 O D968S-A3N-0370 3.70 20 62 6 36 145 067 @
D968S-A3N-0220 2.20 13 55 4 36 9.7 040 @ D968S-A3N-0380 3.80 24 66 6 36 183 0.69 @
D968S-A3N-0230 2.30 13 | 55 4 36 96 042 @ D968S-A3N-0385 3.85 24 66 6 36 182 070 O
D968S-A3N-0235 2.35 13 55 4 |36 95 043 O D968S-A3N-0390 3.90 24 66 6 36 182 071 @
D968S-A3N-0240 2.40 17 55 4 33 134 044 @ D968S-A3N-0395 3.95 24 66 6 |36 18.1/0.72, O
D968S-A3N-0250 2.50 17 55 4 33 133 045 @ D968S-A3N-0400 4.00 24 66 6 36 18.0 0.73 @
D968S-A3N-0255 2.55 17 55 4 33 13.2 046 O D968S-A3N-0405 4.05 24 66 6 36 17.9/ 074 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

B m I N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca'st Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum - temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
@) O @) @)
© Most Suitable O Suitable Recommended Cutting Data % P123
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Solid Carbide Drills | HOLEMAKING TOOLS

D968S-A3N =] 3D [ A

High-efficiency 3D External Coolant Twist Drill for Stainless Steel Machining

LU PL
= 13) — )
z a - e
LS LCF 1407
é)AL

Continued

Order No. (r[%% LCF OAL [zr"]’é';" s W PN Order No. (r?]% LCF OAL W&V s w PN
D968S-A3N-0410 4.10 24 66 6 36 17.9/075 @ D968S-A3N-0545 545 28 66 6 36 19.8/099 O
D968S-A3N-0415 4.15 24 66 6 36 17.8 076 O D968S-A3N-0550 550 28 66 6 36 19.8 1.00 @
D968S-A3N-0420 420 24 66 6 36 17.7 076 @ D968S-A3N-0555 555 28 66 6 36 19.7 1.01 @
D968S-A3N-0425 425 24 66 6 36 17.6 077 O D968S-A3N-0560 5.60 28 66 6 36 19.6/1.02 @
D968S-A3N-0430 430 24 66 6 36 17.6/ 078 @ D968S-A3N-0565 5.65 28 66 6 36 19.5/1.03 O
D968S-A3N-0435 435 24 66 6 36 17.5/079 O D968S-A3N-0570 5.70 28 66 6 36 19.5/1.04 @
D968S-A3N-0440 440 24 66 6 36 17.4/080 @ D968S-A3N-0575 5.75 28 66 6 36 194 /1.05 O
D968S-A3N-0445 445 24 66 6 36 17.3/081 O D968S-A3N-0580 5.80 28 66 6 36 19.3/1.06 @
D968S-A3N-0450 450 24 66 6 36 173082 @ D968S-A3N-0585 585 28 66 6 36 19.2 1.06 O
D968S-A3N-0455 455 24 66 6 36 17.2/083 O D968S-A3N-0590 590 28 66 6 36 19.2 1.07 @
D968S-A3N-0460 460 24 66 6 36 17.1/084 @ D968S-A3N-0595 595 28 66 6 36 19.1/1.08 O
D968S-A3N-0465 465 24 66 6 36 17.0 085 @ D968S-A3N-0600 6.00 28 66 6 36 19.0 1.09 @
D968S-A3N-0470 470 24 66 6 36 17.0 086 @ D968S-A3N-0605 6.05 28 66 6 36 189 1.10 @
D968S-A3N-0475 475 28 66 6 36 20.9 086 O D968S-A3N-0610 6.10 34 79 8 36 249 /111 @
D968S-A3N-0480 4.80 28 66 6 36 20.8/087 @ D968S-A3N-0620 6.20 34 79 8 36 247 113 @
D968S-A3N-0485 4.85 28 66 6 36 20.7 088 O D968S-A3N-0625 6.25 34 79 8 36 24.6 114 O
D968S-A3N-0490 490 28 66 6 36 20.7 089 @ D968S-A3N-0630 6.30 34 79 8 36 246 115 @
D968S-A3N-0495 495 28 66 6 36 20.6 090 O D968S-A3N-0635 6.35 34 79 8 36 245116 O
D968S-A3N-0500 5.00 28 66 6 36 20.5/091 @ D968S-A3N-0640 6.40 34 79 8 36 244 116 @
D968S-A3N-0505 5.05 28 66 6 36 204 092 O D968S-A3N-0645 6.45 34 79 8 36 243117 O
D968S-A3N-0510 5.10 28 66 6 36 204093 @ D968S-A3N-0650 6.50 34 79 8 36 243/ 1.18 @
D968S-A3N-0515 5.15 28 66 6 36 203 094 @ D968S-A3N-0655 6.55 34 79 8 36 242 119 O
D968S-A3N-0520 520 28 66 6 36 20.2 095 @ D968S-A3N-0660 6.60 34 79 8 36 24.1 120 @
D968S-A3N-0525 525 28 66 6 36 20.1 096 O D968S-A3N-0665 6.65 34 79 8 36 24.0/1.21 O
D968S-A3N-0530 530 28 66 6 36 20.1/096 @ D968S-A3N-0670 6.70 34 79 8 36 240 122 @
D968S-A3N-0535 535 28 66 6 36 20.0 097 O D968S-A3N-0675 6.75 34 79 8 36 239123 O
D968S-A3N-0540 540 28 66 6 36 19.9/098 @ D968S-A3N-0680 6.80 34 79 8 36 238124 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum -, temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC | Si<12% | Si>12% @ <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O O O
© Most Suitable O Suitable Recommended Cutting Data % P123
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HOLEMAKING TOOLS | Solid Carbide Drills

D968S-A3N =] 3D [ A

High-efficiency 3D External Coolant Twist Drill for Stainless Steel Machining

LU PL
s 5 _ i
g a = —— "\k\‘}‘\:‘
LS LCF ~/140°
OAL

Continued

Order No. (51(7:) LCF OAL EZNG’)V' S W PL oo Order No. (g% LCF OAL D(mj";/l S W P oo
D968S-A3N-0685 6.85 34 79 8 36 237 125 O D968S-A3N-0830 830 47 89 10 40 346 151 @
D968S-A3N-0690 690 34 79 8 36 237 1.26 @ D968S-A3N-0840 8.40 47 89 10 40 344 153 @
D968S-A3N-0695 695 34 79 8 36 23.6 1.26 O D968S-A3N-0845 845 47 89 10 40 343 154 O
D968S-A3N-0700 7.00 34 79 8 36 235 1.27 @ D968S-A3N-0850 850 47 89 10 40 343 1.55 @
D9685S-A3N-0705 7.05 34 79 8 36 234 1.28 O D968S-A3N-0855 855 47 89 10 40 342 1.56 O
D9685S-A3N-0710 7.10 41 79 8 36 304 129 @ D968S-A3N-0860 8.60 47 89 10 40 341 157 @
D968S-A3N-0720 7.20 41 79 8 36 302 131 @ D968S-A3N-0870 870 47 89 10 40 340 158 @
D968S-A3N-0730 7.30 41 79 8 36 301 133 @ D968S-A3N-0880 8.80 47 89 10 40 338 1.60 @
D968S-A3N-0735 7.35 41 79 8 36 300 1.34 O D968S-A3N-0885 8.85 47 89 10 40 337 1.61 O
D968S-A3N-0740 7.40 41 79 8 36 299 135 @ D968S-A3N-0890 890 47 89 10 40 337 1.62 @
D968S-A3N-0745 7.45 41 79 8 36 298 1.36 @ D968S-A3N-0895 895 47 89 10 40 336 1.63 O
D9685S-A3N-0750 7.50 41 79 8 36 298 1.36 @ D968S-A3N-0900 9.00 47 89 10 40 335 1.64 @
D968S-A3N-0755 7.55 41 79 8 36 297 137 @ D9685S-A3N-0905 9.05 47 89 10 40 334 1.65 O
D968S-A3N-0760 7.60 41 79 8 36 296 138 @ D968S-A3N-0910 9.10 47 89 10 40 33.4 1.66 @
D968S-A3N-0765 7.65 41 79 8 36 295 139 O D968S-A3N-0915 9.15 47 89 10 40 333 1.67 O
D968S-A3N-0770 7.70 41 79 8 36 29.5 1.40 O D968S-A3N-0920 9.20 47 89 10 40 332 167 @
D968S-A3N-0775 7.75 41 79 8 36 294 141 O D968S-A3N-0925 9.25 47 89 10 40 33.1 1.68 O
D968S-A3N-0780 7.80 41 79 8 36 293 142 @ D968S-A3N-0930 9.30 47 89 10 40 33.1 1.69 @
D9685S-A3N-0785 7.85 41 79 8 36 292 143 O D968S-A3N-0935 9.35 47 89 10 40 330 170 @
D968S-A3N-0790 7.90 41 79 8 36 292 1.44 @ D968S-A3N-0940 9.40 47 89 10 40 329 171 @
D968S-A3N-0795 7.95 41 79 8 36 291 145 O D968S-A3N-0945 9.45 47 89 10 40 328 172 @
D968S-A3N-0800 8.00 41 79 8 36 290 1.46 @ D968S-A3N-0950 9.50 47 89 10 40 328 173 @
D968S-A3N-0805 805 41 79 8 36 289 146 O D968S-A3N-0955 9.55 47 89 10 40 327 174 @
D968S-A3N-0810 8.10 47 89 10 40 349 147 @ D968S-A3N-0960 9.60 47 89 10 40 326 1.75 @
D968S-A3N-0815 8.15 47 89 10 40 348 148 O D968S-A3N-0965 9.65 47 89 10 40 325 1.76 O
D968S-A3N-0820 820 47 89 10 40 347 149 @ D968S-A3N-0970 9.70 47 89 10 40 325 1.77 @
D9685S-A3N-0825 825 47 89 10 40 346 1.50 O D968S-A3N-0975 9.75 47 89 10 40 324 177 O

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

B m I N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AIZ?":]?:L?m Cast High-
Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy ; Copper | Composite Titanium | Hardened = Hardened
Steel, " Alloy, Cast | Aluminum - temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel CastIron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC Si<12% | Si>12% <HB200 <HB450 | <HB400 45-55HRC| 55-60HRC
O © O O
© Most Suitable O Suitable Recommended Cutting Data % P123
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Solid Carbide Drills | HOLEMAKING TOOLS

D968S-A3N =] 3D [ A

High-efficiency 3D External Coolant Twist Drill for Stainless Steel Machining

LU PL
P [} - A
g o - ——_ P?ki
LS LCF 1407
}

OAL
Continued
DC DMM In DC DMM In
Order No. (m7) LCF OAL (h6) LIS LW PL Stock Order No. (m7) LCF OAL (h6) LIS LW PL Stock

D968S-A3N-0980 9.80 47 89 10 40 32.3/1.78
D968S-A3N-0985 9.85 47 89 10 40 322 1.79
D968S-A3N-0990 9.90 47 89 10 40 32.2/1.80
D968S-A3N-0995 9.95 47 89 10 40 32.1 1.81
D968S-A3N-1000 10.00 47 89 10 40 32.0/1.82
D968S-A3N-1005 10.05 47 89 10 40 31.9 1.83
D968S-A3N-1010 10.10 55 102 12 45 39.9 1.84
D968S-A3N-1015 10.15 55 102 12 45 39.8 1.85
D968S-A3N-1020 10.20 55 102 12 45 39.7 1.86
D968S-A3N-1025 10.25 55 102 12 45 39.6 1.87
D968S-A3N-1030 10.30 55 102 12 45 39.6|1.87
D968S-A3N-1035 10.35 55 102 12 45 39.5 1.88
D968S-A3N-1040 10.40 55 102 12 45 39.4/1.89
D968S-A3N-1050 10.50 55 102 12 45 39.3 1.91
D968S-A3N-1060 10.60 55 102 12 45 39.1/1.93
D968S-A3N-1070 10.70 55 102 12 45 39.0 1.95
D968S-A3N-1080 10.80 55 102 12 45 38.8|1.97
D968S-A3N-1085 10.85 55 102 12 45 38.7 1.97
D968S-A3N-1090 10.90 55 102 12 45 38.7/1.98
D968S-A3N-1100 11.00 55 102 12 45 38.5)2.00
D968S-A3N-1105 11.05 55 102 12 45 384 2.01
D968S-A3N-1110 11.10 55 102 12 45 384 2.02
D968S-A3N-1115 11.15 55 102 12 45 38.3|2.03
D968S-A3N-1120 11.20 55 102 12 45 38.2 2.04
D968S-A3N-1125 11.25 55 102 12 45 38.1|2.05
D968S-A3N-1130 11.30 55 102 12 45 38.12.06
D968S-A3N-1135 11.35 55 102 12 45 38.0|2.07

D968S-A3N-1140 11.40 55 102 12 45 37.9 2.07
D968S-A3N-1145 11.45 55 102 12 45 37.8 2.08
D968S-A3N-1150 11.50 55 102 12 45 37.8 2.09
D968S-A3N-1155 11.55 55 102 12 45 37.7|2.10
D968S-A3N-1160 11.60 55 102 12 45 37.6 2.11
D968S-A3N-1170 11.70 55 102 12 45 37.5/2.13
D968S-A3N-1180 11.80 55 102 12 45 37.3 2.15
D968S-A3N-1190 11.90 55 102 12 45 37.2|2.17
D968S-A3N-1195 11.95 55 102 12 45 37.1 217
D968S-A3N-1200 12.00 55 102 12 45 37.0/2.18
D968S-A3N-1205 12.05 55 102 12 45 36.9 2.19
D968S-A3N-1210 12.10 60 107 14 45 41.9/2.20
D968S-A3N-1215 12.15 60 107 14 45 41.8 2.21
D968S-A3N-1220 12.20 60 107 14 45 41.7 222
D968S-A3N-1225 12.25 60 107 14 45 41.6 2.23
D968S-A3N-1230 12.30 60 107 14 45 41.6 224
D968S-A3N-1240 12.40 60 107 14 45 41.4 2.26
D968S-A3N-1245 12.45 60 107 14 45 413|227
D968S-A3N-1250 12.50 60 107 14 45 41.3 2.27
D968S-A3N-1255 12.55 60 107 14 45 41.2]2.28
D968S-A3N-1260 12.60 60 107 14 45 41.12.29
D968S-A3N-1270 12.70 60 107 14 45 41.0 2.31
D968S-A3N-1275 12.75 60 107 14 45 409 2.32
D968S-A3N-1280 12.80 60 107 14 45 40.8|2.33
D968S-A3N-1285 12.85 60 107 14 45 40.7 2.34
D968S-A3N-1290 12.90 60 107 14 45 40.7 | 2.35
D968S-A3N-1300 13.00 60 107 14 45 40.5 2.37

(oK JEORN REGAN RNORN MNCRECHN NEGEN BN AN REGHN BN BN MEGAN REGAN REGAN MNC
® O 0O0O0e00eo e oloo0eo e o e e e e O e O

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A ~m I N B 0O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast - .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Calst Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum 1 [temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel CastIron
Alloy
<35HRC 35-48HRC <32HRC |35-45HRC | Si<12% | Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
@) © O @)
© Most Suitable O Suitable Recommended Cutting Data % P123
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HOLEMAKING TOOLS | Solid Carbide Drills

D968S-A3N =] 3D [ A

High-efficiency 3D External Coolant Twist Drill for Stainless Steel Machining

LU PL
=] (&) -— A
g o - . ?‘§‘\:&
LS LCF 1407
I

OAL
Continued
DC DMM In DC DMM In
Order No. m7) LCF OAL (h6) IS LW PL Stock Order No. (m7) LCF OAL (h6) LIS LW PL Stock

D968S-A3N-1305 13.05 60 107 14 45 40.4 237
D968S-A3N-1310 13.10 60 107 14 45 404 238
D968S-A3N-1315 13.15 60 107 14 45 40.32.39
D968S-A3N-1320 13.20 60 107 14 45 40.2 2.40
D968S-A3N-1325 13.25 60 107 14 45 40.1 2.41
D968S-A3N-1330 13.30 60 107 14 45 40.1 2.42
D968S-A3N-1335 13.35 60 107 14 45 40.0 2.43
D968S-A3N-1340 13.40 60 107 14 45 399 244
D968S-A3N-1350 13.50 60 107 14 45 39.8 2.46
D968S-A3N-1355 13.55 60 107 14 45 39.7 2.47
D968S-A3N-1360 13.60 60 107 14 45 39.6 247
D968S-A3N-1370 13.70 60 107 14 45 39.5 2.49
D968S-A3N-1375 13.75 60 107 14 45 39.4 250
D968S-A3N-1380 13.80 60 107 14 45 39.3 2.51
D968S-A3N-1390 13.90 60 107 14 45 39.2|2.53
D968S-A3N-1395 13.95 60 107 14 45 39.1 254
D968S-A3N-1400 14.00 60 107 14 45 39.0| 2.55
D968S-A3N-1405 14.05 60 107 14 45 38.9 2.56
D968S-A3N-1410 14.10 65 115 16 48 43.9 257
D968S-A3N-1420 14.20 65 115 16 48 43.7 2.58
D968S-A3N-1425 14.25 65 115 16 48 43.6|2.59
D968S-A3N-1430 14.30 65 115 16 48 43.6 2.60
D968S-A3N-1440 14.40 65 115 16 48 43.4 262
D968S-A3N-1450 14.50 65 115 16 48 43.3 2.64
D968S-A3N-1460 14.60 65 115 16 48 43.1)2.66
D968S-A3N-1470 14.70 65 115 16 48 43.0 2.68
D968S-A3N-1475 14.75 65 115 16 48 42.9 2.68

O

D968S-A3N-1480 14.80 65 115 16 48 42.8 2.69
D968S-A3N-1490 14.90 65 115 16 48 42.7 2.71
D968S-A3N-1500 15.00 65 115 16 48 425 273
D968S-A3N-1505 15.05 65 115 16 48 424 274
D968S-A3N-1510 15.10 65 115 16 48 424 275
D968S-A3N-1515 15.15 65 115 16 48 42.3|2.76
D968S-A3N-1520 15.20 65 115 16 48 42.2 277
D968S-A3N-1525 15.25 65 115 16 48 42.1|2.78
D968S-A3N-1530 15.30 65 115 16 48 421 2.78
D968S-A3N-1535 1535 65 115 16 48 42.0 279
D968S-A3N-1540 15.40 65 115 16 48 41.9 2.80
D968S-A3N-1550 15.50 65 115 16 48 41.8)2.82
D968S-A3N-1555 15.55 65 115 16 48 41.7 2.83
D968S-A3N-1560 15.60 65 115 16 48 41.6 2.84
D968S-A3N-1570 15.70 65 115 16 48 415 2.86
D968S-A3N-1580 15.80 65 115 16 48 41.3)2.88
D968S-A3N-1590 1590 65 115 16 48 41.2 2.89
D968S-A3N-1600 16.00 65 115 16 48 41.0 2.91
D968S-A3N-1610 16.10 73 123 18 48 48.9 2.93
D968S-A3N-1620 16.20 73 123 18 48 48.72.95
D968S-A3N-1625 16.25 73 123 18 48 48.6 2.96
D968S-A3N-1630 16.30 73 123 18 48 48.6 2.97
D968S-A3N-1640 16.40 73 123 18 48 484 298
D968S-A3N-1650 16.50 73 123 18 48 48.3/3.00
D968S-A3N-1660 16.60 73 123 18 48 48.1 3.02
D968S-A3N-1670 16.70 73 123 18 48 48.0 3.04
D968S-A3N-1675 16.75 73 123 18 48 47.9 3.05

o

[O2NCNORE MICANCENCRNCANCRICHN NICRECRNCINCORNCIECRECRN NNCANCANCANCORECRRCAN |
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@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

B m I N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca'st Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum - temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
@) O @) @)
© Most Suitable O Suitable Recommended Cutting Data % P123
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Solid Carbide Drills | HOLEMAKING TOOLS

D968S-A3N == 0 |

High-efficiency 3D External Coolant Twist Drill for Stainless Steel Machining

LU PL
§ o —— A
3 a - e
LS LCF 140°
}
OAL
Continued
DC DMM In DC DMM In
Order No. m?) LCF OAL (h6) LS LW PL Stock Order No. (m7) LCF OAL (h6) LS LW PL Stock
D968S-A3N-1680 16.80 73 123 18 48 47.8 3.06 O D968S-A3N-1840 18.40 79 131 20 50 514 335 O
D968S-A3N-1690 16.90 73 123 18 48 47.7 3.08 O D968S-A3N-1850 18.50 79 131 20 50 51.3 337 O
D968S-A3N-1695 16.95 73 123 18 48 47.6 3.08 O D968S-A3N-1860 18.60 79 131 20 50 51.1 338 O
D968S-A3N-1700 17.00 73 123 18 48 475 3.09 @ D968S-A3N-1870 18.70 79 131 20 50 51.0 3.40 O
D968S-A3N-1710 17.10 73 123 18 48 474 311 O D968S-A3N-1880 18.80 79 131 20 50 50.8 342 O
D968S-A3N-1720 17.20 73 123 18 48 47.2 313 O D968S-A3N-1890 18.90 79 131 20 50 50.7 344 O
D968S-A3N-1730 17.30 73 123 18 48 47.1 3.15 O D968S-A3N-1900 19.00 79 131 20 50 50.5 346 O
D968S-A3N-1740 17.40 73 123 18 48 469 3.17 O D968S-A3N-1910 19.10 79 131 20 50 504 348 O
D968S-A3N-1750 17.50 73 123 18 48 46.8 3.18 O D968S-A3N-1915 19.15 79 131 20 50 50.3 349 O
D968S-A3N-1760 17.60 73 123 18 48 46.6 3.20 O D968S-A3N-1920 19.20 79 131 20 50 50.2 349 O
D968S-A3N-1770 17.70 73 123 18 48 46.5 322 O D968S-A3N-1930 19.30 79 131 20 50 50.1 3,51 O
D968S-A3N-1780 17.80 73 123 18 48 463 324 O D968S-A3N-1940 19.40 79 131 20 50 49.9 353 O
D968S-A3N-1790 17.90 73 123 18 48 46.2 326 O D968S-A3N-1950 19.50 79 131 20 50 49.8 355 O
D968S-A3N-1795 17.95 73 123 18 48 46.1 327 O D968S-A3N-1960 19.60 79 131 20 50 49.6 3.57 O
D968S-A3N-1800 18.00 73 123 18 48 46.0 3.28) @ D968S-A3N-1970 19.70 79 131 20 50 495 359 O
D968S-A3N-1810 18.10 79 131 20 50 51.9 329 O D968S-A3N-1980 19.80 79 131 20 50 49.3 3.60 O
D968S-A3N-1820 18.20 79 131 20 50 51.7 331 O D968S-A3N-1990 19.90 79 131 20 50 49.2 362 O
D968S-A3N-1830 18.30 79 131 20 50 51.6 333 O D968S-A3N-2000 20.00 79 131 20 50 49.0 3.64 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 | 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0,007/+0.025 | 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast A|E?:1?:3m Cast High-
S Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy ; Copper | Composite 9 Titanium | Hardened = Hardened
teel 'rociSteel Martensitic  Steel | Nodular | Castlron | AIOY Cast| Aluminum T Material ©TPerature. Steel Steel
Alloy Steel ool Steel | Martensitic ee odular astlron |\ i Alloy oy ateria Alloy oy ee ee
Steel CastIron
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 ' <HB400 45-55HRC 55-60HRC
O O O @)
© Most Suitable O Suitable Recommended Cutting Data % P123
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D968S-A3C

High-efficiency 3D Internal Coolant Twist Drill for Stainless Steel Machining

=Enn

LU PL
H e - 8 ‘ e —
LS LCF /1407
OAL
Order No. (51(7:) LCF OAL [zr’\]"G';" s w e Order No. (g% LCF OAL D(mj";/l S W P oo
D968S-A3C-0200 2.00 13 55 4 | 36 10.0 036 O D968S-A3C-0395 395 24 66 6 36 18.1 072 O
D968S-A3C-0210 2.10 13 55 4 36 9.9 038 O D968S-A3C-0400 400 24 66 6 36 18.0 073 @
D968S-A3C-0220 2.20 13 55 4 |36 9.7 040 O D968S-A3C-0405 405 24 66 6 36 179 0.74 O
D968S-A3C-0230 230 13 55 4 36 96 042 O D968S-A3C-0410 4.10 24 66 6 36 179 075 @
D968S-A3C-0240 2.40 17 55 4 | 33 13.4/044 O D968S-A3C-0415 4.15 24 66 6 36 17.8/ 0.76 O
D968S-A3C-0250 2.50 17 55 4 33 133 045 O D968S-A3C-0420 4.20 24 66 6 36 177 0.76 @
D968S-A3C-0260 2.60 17 55 4 |33 13.1/047 O D968S-A3C-0425 425 24 66 6 36 17.6 0.77 O
D968S-A3C-0270 2.70 17 | 55 4 33 13.0 049 O D968S-A3C-0430 430 24 66 6 |36 17.6 0.78 O
D968S-A3C-0280 2.80 17 55 4 33 128 051 O D968S-A3C-0435 435 24 66 6 36 175 0.79 O
D968S-A3C-0290 2.90 17 55 4 33 127 053 O D968S-A3C-0440 4.40 24 66 6 36 174 080 @
D968S-A3C-0300 3.00 20 62 6 | 36 155/055 @ D968S-A3C-0445 445 24 66 6 36 173 0.81 O
D968S-A3C-0305 3.05 20 62 6 | 36 154 056 O D968S-A3C-0450 4.50 24 | 66 6 36 173 082 @
D968S-A3C-0310 3.10 20 62 6 | 36 154/056 @ D968S-A3C-0455 455 24 66 6 36 17.2 0.83 O
D968S-A3C-0315 3.15 20 62 6 36 153 057 O D968S-A3C-0460 4.60 24 66 6 36 17.1 0.84 @
D968S-A3C-0320 3.20 20 62 6 | 36 152 058 O D968S-A3C-0465 465 24 66 6 36 17.0 0.85 @
D968S-A3C-0325 325 20 62 6 36 151 059 @ D968S-A3C-0470 4.70 24 | 66 6 36 17.0 0.86 @
D968S-A3C-0330 330 20 62 6 36 151 0.60 @ D968S-A3C-0475 475 28 66 6 | 36 209 086 O
D968S-A3C-0335 335 20 62 6 36 15.0 0.61 O D968S-A3C-0480 4.80 28 66 6 36 208 087 @
D968S-A3C-0340 340 20 62 6 36 149 0.62 @ D968S-A3C-0485 4.85 28 66 6 | 36 20.7 0.88 O
D968S-A3C-0350 3.50 20 62 6 @ 36 148 064 @ D968S-A3C-0490 4.90 28 | 66 6 36 20.7 0.89 @
D968S-A3C-0355| 3.55 | 20 62 6 36 147 0.65 O D968S-A3C-0495 495 28 66 6 | 36 20.6 090 O
D968S-A3C-0360 360 20 62 6 | 36 146 066 @ D968S-A3C-0500 5.00 28 66 6 36 205 091 @
D968S-A3C-0365 3.65 20 62 6 | 36 145/0.66 O D968S-A3C-0505 5.05 28 66 6 36 204 092 O
D968S-A3C-0370 3.70 20 62 6 36 145 0.67 @ D968S-A3C-0510 5.10 28 66 6 36 204 093 @
D968S-A3C-0380 3.80 24 66 6 | 36 183/0.69 @ D968S-A3C-0515 5.15 28 66 6 | 36 203 094 @
D968S-A3C-0385 385 24 66 6 36 182 0.70 O D968S-A3C-0520 5.20 28 66 6 36 202 095 @
D968S-A3C-0390 390 24 66 6 | 36 182071 @ D968S-A3C-0525 525 28 66 6 | 36 20.1 096 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B ~m 3 N H 0O

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH gr}d ; Gray Cast . AIZ?":]?:L?m Cast . - -

et S e s ey Moy Cost i ST TS rernre T S s
Alloy Steel Steel Cast Iron Aluminium ~ Alloy Y ateria Alloy oy ee ee

Alloy
<35HRC 35-48HRC <32HRC 35-45HRC| Si<12%  Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
: O O O ) )

© Most Suitable O Suitable
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High-efficiency 3D Internal Coolant Twist Drill for Stainless Steel Machining

LU PL
e L e 3 g e —— -
LS LCF /1407
OAL

Continued

Order No. (rfr’]% LCF OAL D(rw S W P oo Order No. (r?]% LCF OAL W&V s w PN
D968S-A3C-0530 530 28 66 6 | 36 20.1 096 @ D968S-A3C-0670 6.70 34 | 79 8 36 24.0 1.22 @
D968S-A3C-0535 535 28 66 6 36 20.0 097 O D968S-A3C-0675 6.75 | 34 79 8 36 239 123 O
D968S-A3C-0540 540 28 66 6 36 199 098 @ D968S-A3C-0680 6.80 34 79 8 36 238 1.24 @
D968S-A3C-0545 545 28 66 6 36 19.8 099 O D968S-A3C-0685 6.85 34 | 79 8 36 23.7 125 O
D968S-A3C-0550 550 28 66 6 36 19.8 1.00 @ D968S-A3C-0690 690 34 79 8 36 237 1.26 @
D968S-A3C-0555 555 28 66 6 36 19.7 1.01 @ D968S-A3C-0695 695 34 | 79 8 36 236 1.26 O
D968S-A3C-0560 5.60 28 66 6 36 19.6 1.02 @ D968S-A3C-0700 7.00 34 79 8 36 235 127 @
D968S-A3C-0565 5.65 28 66 6 36 19.5 1.03 O D968S-A3C-0705 7.05 34 | 79 8 36 234 128 O
D968S-A3C-0570 5.70 28 66 6 36 195 1.04 @ D968S-A3C-0710 7.10 41 79 8 36 304 129 @
D968S-A3C-0575 5.75 28 66 6 36 194 1.05 O D968S-A3C-0720 7.20 | 41 79 8 36 30.2 1.31 O
D968S-A3C-0580 580 28 66 6 36 193 1.06 @ D968S-A3C-0730 730 41 79 8 36 30.1 1.33 @
D968S-A3C-0585 585 28 66 6 36 19.2 1.06 O D968S-A3C-0735 735 41 |79 8 36 30.0 134 O
D968S-A3C-0590 590 28 66 6 36 19.2 1.07 @ D968S-A3C-0740 7.40 41 79 8 36 299 135 @
D968S-A3C-0595 595 28 66 6 36 19.1 1.08 O D968S-A3C-0745 7.45 41 |79 8 36 298 136 @
D968S-A3C-0600 6.00 28 66 6 36 19.0 1.09 @ D968S-A3C-0750 7.50 41 79 8 36 29.8 136 O
D968S-A3C-0605 6.05 28 66 6 36 189 1.10 O D968S-A3C-0755| 7.55 | 41 79 8 36 29.7 137 @
D968S-A3C-0610 6.10 34 79 8 36 249 1.11 @ D968S-A3C-0760 7.60 41 79 8 36 29.6 1.38 @
D968S-A3C-0620 6.20 34 79 8 36 247 1.13 @ D968S-A3C-0765 7.65 41 |79 8 36 295 139 O
D968S-A3C-0625 6.25 34 | 79 8 36 246 1.14 O D968S-A3C-0770 7.70 41 | 79 8 36 295 140 @
D968S-A3C-0630 630 34 79 8 36 246 1.15 @ D968S-A3C-0775 7.75 41 |79 8 36 294 141 @
D968S-A3C-0635 635 34 | 79 8 36 245 1.16 O D968S-A3C-0780 7.80 41 | 79 8 36 293 142 @
D968S-A3C-0640 6.40 34 79 8 36 244 1.16 @ D968S-A3C-0785 7.85 | 41 79 8 36 29.2 143 O
D968S-A3C-0645 645 34 79 8 36 243 117 O D968S-A3C-0790 7.90 41 79 8 36 292 144 @
D968S-A3C-0650 6.50 34 79 8 36 243 1.18 @ D968S-A3C-0795 795 41 |79 8 36 29.1 145 O
D968S-A3C-0655 6.55 34 | 79 8 36 242 119 O D968S-A3C-0800 8.00 41 | 79 8 36 29.0 146 @
D968S-A3C-0660 6.60 34 79 8 36 24.1 120 O D968S-A3C-0805 8.05 41 |79 8 36 289 146 O
D968S-A3C-0665 6.65 34 | 79 8 36 24.0 1.21 O D968S-A3C-0810 8.10 47 89 10 40 349 147 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

M

Workpiece Material

12 3

1234 5 67 123 12 3 4 5 123 4 1
Forged
PH and Gray Cast ; I
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca,St Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast = Aluminum -~ temperature
Tool Steel Martensitic| ~ Steel Nodular = CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel CastIron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O © O O O O O

© Most Suitable O Suitable Recommended Cutting Data % P123
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High-efficiency 3D Internal Coolant Twist Drill for Stainless Steel Machining

LU PL
= == _—=== —F = = o = \
= bosree=s oSS ] { e e
LS LCF ~140°
OAL
Continued
DC DMM In DC DMM In
Order No. m7) LCF OAL (h6) IS LW PL Stock Order No. (m7) LCF OAL (h6) LIS LW PL Stock

D968S-A3C-0815 8.15 47 89 10 40 34.8 1.48
D968S-A3C-0820 8.20 47 89 10 40 34.7 1.49
D968S-A3C-0825 8.25 47 89 10 40 34.6 1.50
D968S-A3C-0830 830 47 89 10 | 40 34.6 1.51
D968S-A3C-0840 8.40 47 89 10 40 34.4 1.53
D968S-A3C-0845 8.45 47 89 10 40 343 1.54
D968S-A3C-0850 8.50 47 89 10 40 343 1.55
D968S-A3C-0855 8.55 47 89 10 40 342 1.56
D968S-A3C-0860 8.60 47 | 89 10 40 341 1.57
D968S-A3C-0870 8.70 47 89 10 40 34.0 1.58
D968S-A3C-0880 8.80 47 89 10 40 33.8 1.60
D968S-A3C-0885 8.85 47 89 10 | 40 33.7 1.61
D968S-A3C-0890 890 47 89 10 40 33.7 1.62
D968S-A3C-0895 895 47 89 10 40 33.6 1.63
D968S-A3C-0900 9.00 47 89 10 40 33.5 1.64
D968S-A3C-0905 9.05 47 89 10 40 334 1.65
D968S-A3C-0910 9.10 47 89 10 40 33.4 1.66
D968S-A3C-0915 9.15 47 89 10 40 333 1.67
D968S-A3C-0920 9.20 47 89 10 40 33.2 1.67
D968S-A3C-0925 9.25 47 89 10 40 33.1 1.68
D968S-A3C-0930 9.30 47 89 10 40 33.1 1.69
D968S-A3C-0935 9.35 47 89 10 40 33.0 1.70
D968S-A3C-0940 9.40 47 89 10 40 329 1.71
D968S-A3C-0945 9.45 47 89 10 40 32.8 1.72
D968S-A3C-0950 9.50 47 89 10 40 32.8 1.73
D968S-A3C-0955 9.55 47 89 10 40 32.7 1.74
D968S-A3C-0960 9.60 47 89 10 40 32.6 1.75

D968S-A3C-0965 9.65 47 89 10 40 325 1.76
D968S-A3C-0970 9.70 47 89 10 40 325 1.77
D968S-A3C-0975 9.75 47 89 10 40 324 1.77
D968S-A3C-0980 9.80 47 89 10 40 323 1.78
D968S-A3C-0985 9.85 47 89 10 40 322 1.79
D968S-A3C-0990 9.90 47 89 10 40 32.2 1.80
D968S-A3C-0995 9.95 47 89 10 40 32.1 1.81
D968S-A3C-1000 10.00 47 89 10 40 32.0 1.82
D968S-A3C-1005 10.05 47 89 10 40 319 1.83
D968S-A3C-1010 10.10 55 102 12 45 399 1.84
D968S-A3C-1015 10.15 55 102 12 45 39.8 1.85
D968S-A3C-1020 10.20 55 102 12 45 39.7 1.86
D968S-A3C-1025 10.25 55 102 12 45 39.6 1.87
D968S-A3C-1030 10.30 55 102 12 45 39.6 1.87
D968S-A3C-1035 10.35 55 102 12 45 39.5 1.88
D968S-A3C-1040 10.40 55 102 12 45 394 1.89
D968S-A3C-1050 10.50 55 102 12 45 393 1.91
D968S-A3C-1060 10.60 55 102 12 45 39.1 1.93
D968S-A3C-1070 10.70 55 102 12 45 39.0 1.95
D968S-A3C-1080 10.80 55 102 12 45 38.8 1.97
D968S-A3C-1085 10.85 55 102 12 45 38.7 1.97
D968S-A3C-1090 10.90 55 102 12 45 38.7 1.98
D968S-A3C-1100 11.00 55 102 12 45 385 2.00
D968S-A3C-1105 11.05 55 102 12 45 38.4 2.01
D968S-A3C-1110 11.10 55 102 12 45 38.4 2.02
D968S-A3C-1115 11.15 55 102 12 45 38.3 2.03
D968S-A3C-1120 11.20 55 102 12 45 38.2 2.04

o
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@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

B m I N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AIZ?":]?:L?m Cast High-
Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy ; Copper | Composite Titanium | Hardened = Hardened
Steel, " Alloy, Cast | Aluminum - temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel CastIron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC Si<12% | Si>12% <HB200 <HB450 = <HB400 |45-55HRC 55-60HRC
O © O O O O O
© Most Suitable O Suitable Recommended Cutting Data % P123
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Solid Carbide Drills | HOLEMAKING TOOLS

D968S-A3C == a0 [P

High-efficiency 3D Internal Coolant Twist Drill for Stainless Steel Machining

LU PL
e L e 3 g e —— -
LS LCF /1407
OAL
Continued
Order No. (rfr’]% LCF OAL D(rw S W P oo Order No. (r?]% LCF OAL W&V s w PN
D968S-A3C-1125 11.25 55 102 12 45 38.1 205 O D968S-A3C-1285 12.85 60 107 14 45 40.7 234 O
D968S-A3C-1130 11.30 55 102 12 45 38.1 2.06 @ D968S-A3C-1290 12.90 60 | 107 14 45 40.7 235 O
D968S-A3C-1135 11.35 55 102 12 | 45 38.0 2.07 O D968S-A3C-1300 13.00 60 107 14 45 405 237 @
D968S-A3C-1140 11.40 55 102 12 45 379 207 @ D968S-A3C-1305 13.05 60 | 107 14 45 404 237 O
D968S-A3C-1145 11.45 55 102 12 45 37.8 2.08 O D968S-A3C-1310 13.10 60 107 14 45 404 238 O
D968S-A3C-1150 11.50 55 102 12 45 37.8 2.09 @ D968S-A3C-1315 13.15 60 | 107 14 45 403 239 O
D968S-A3C-1155 11.55 55 102 12 | 45 37.7 210 O D968S-A3C-1325 13.25 60 107 14 45 40.1 241 O
D968S-A3C-1160 11.60 55 102 12 45 376 211 @ D968S-A3C-1335 13.35 60 | 107 14 45 40.0 243 O
D968S-A3C-1170 11.70 55 102 12 45 375 213 @ D968S-A3C-1340 13.40 60 107 14 45 399 244 O
D968S-A3C-1180 11.80 55 102 12 45 373 215 @ D968S-A3C-1350 13.50 60 107 14 45 39.8 246 @
D968S-A3C-1190 11.90 55 102 12 45 37.2 217 O D968S-A3C-1355 13.55 60 107 14 45 39.7 247 O
D968S-A3C-1195 11.95 55 102 12 45 37.1 217 O D968S-A3C-1360 13.60 60 107 14 45 39.6 247 O
D968S-A3C-1200 12.00 55 102 12 45 37.0 2.18 @ D968S-A3C-1370 13.70 60 107 14 45 395 249 O
D968S-A3C-1205 12.05 55 102 12 45 369 219 O D968S-A3C-1375 13.75 60 107 14 45 394 250 O
D968S-A3C-1210 12.10 60 (107 14 45 419 220 @ D968S-A3C-1380 13.80 60 107 14 45 393 251 O
D968S-A3C-1215 12.15 60 107 14 45 41.8 221 O D968S-A3C-1395 13.95 60 107 14 45 39.1 254 O
D968S-A3C-1220 12.20 60 107 14 45 41.7 222 @ D968S-A3C-1400 14.00 60 107 14 45 39.0 255 @
D968S-A3C-1225 12.25 60 107 14 45 41.6 223 O D968S-A3C-1405 14.05 60 107 14 45 389 256 O
D968S-A3C-1230 12.30 60 107 14 45 41.6 224 O D968S-A3C-1420 14.20 65 115 16 48 43.7 258 @
D968S-A3C-1240 12.40 60 107 14 45 414 226 @ D968S-A3C-1425 14.25 65 115 16 48 43.6 259 O
D968S-A3C-1245 12.45 60 107 14 45 413 227 O D968S-A3C-1430 14.30 65 115 16 48 43.6 2.60 O
D968S-A3C-1250 12.50 60 107 14 45 413 227 @ D968S-A3C-1440| 14.40 65 115 16 | 48 434 262 O
D968S-A3C-1255 12.55 60 107 14 45 41.2 228 O D968S-A3C-1450 14.50 65 115 16 48 433 264 @
D968S-A3C-1260 12.60 60 107 14 45 41.1 229 @ D968S-A3C-1460 14.60 65 115 16 48 43.1 2.66 @
D968S-A3C-1270 12.70 60 107 14 45 41.0 231 O D968S-A3C-1470 14.70 65 115 16 48 43.0 2.68 O
D968S-A3C-1275 12.75 60 107 14 45 409 232 O D968S-A3C-1475 14.75 65 115 16 48 429 2.68 O
D968S-A3C-1280 12.80 60 107 14 45 40.8 233 O D968S-A3C-1480 14.80 65 115 16 48 428 2.69 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B m [3 N H O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH aﬁd ) Gray Cast . AIZ?;?r?Sm Cast . igh- -
o, oSS Jertc | Saess | Ton MDY oot i PO OO ey T it it
Alloy Steel Steel Cast Iron Aluminium | Alloy Y ateria Alloy oy ee ee
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O @) (@) O O O O

© Most Suitable O Suitable Recommended Cutting Data % P123
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HOLEMAKING TOOLS | Solid Carbide Drills

D968S-A3C B8

High-efficiency 3D Internal Coolant Twist Drill for Stainless Steel Machining

LU PL
% beesee=== TS SSSS Q
LS LCF 140°
OAL
Continued
OrderNo.  PS 1cr oa BN 1S e i OrderNo. S Lcr oaL BN 1s W e
D968S-A3C-1490| 1490 65 115 16 | 48 4277 271 O D968S-A3C-1680 16.80 73 123 18 48 47.8 3.06 O
D968S-A3C-1500 15.00 65 115 16 48 425 273 @ D968S-A3C-1695 16.95 73 123 18 48 47.6 3.08 O
D968S-A3C-1505 15.05 65 115 16 48 424 274 O D968S-A3C-1700 17.00 73 123 18 48 47.5 3.09 O
D968S-A3C-1510 15.10 65 115 16 48 424 275 O D968S-A3C-1730/17.30 73 123 18 | 48 47.1 3.15 O
D968S-A3C-1515/15.15 65 115 16 | 48 423 276 O D968S-A3C-1750 17.50 73 123 18 48 46.8 3.18 O
D968S-A3C-1520 15.20 65 115 16 @ 48 422 277 O D968S-A3C-1760| 17.60 73 123 18 | 48 46.6 3.20 O
D968S-A3C-1525/15.25 65 115 16 | 48 421 278 O D968S-A3C-1770 17.70 73 123 18 48 46.5 322 O
D968S-A3C-1530 15.30 65 115 16 48 42.1 278 O D968S-A3C-1780 17.80 73 123 18 | 48 463 3.24 O
D968S-A3C-1535 1535 65 115 16 48 42.0 279 O D968S-A3C-1795 17.95 73 123 18 48 46.1 327 O
D968S-A3C-1550 15.50 65 115 16 48 41.8 282 O D968S-A3C-1800| 18.00 73 123 18 | 48 46.0 3.28 O
D968S-A3C-1555/15.55 65 115 16 | 48 41.7 283 O D968S-A3C-1810 18.10 79 131 20 50 51.9 3.29 O
D968S-A3C-1570 15.70 65 115 16 48 415 286 O D968S-A3C-1840/18.40 79 131 20 | 50 514 335 O
D968S-A3C-1580| 15.80 65 115 16 | 48 413 288 O D968S-A3C-1850 18.50 79 131 20 50 51.3 337 O
D968S-A3C-1590 1590 65 115 16 48 41.2 289 O D968S-A3C-1880/18.80 79 131 20 | 50 50.8 342 O
D968S-A3C-1600 16.00 65 115 16 48 41.0 291 O D968S-A3C-1900 19.00 79 131 20 50 50.5 346 O
D968S-A3C-1610 16.10 73 123 18 48 489 293 O D968S-A3C-1915 19.15 79 131 20 50 503 349 O
D968S-A3C-1625|16.25 73 123 18 | 48 48.6 296 O D968S-A3C-1930 19.30 79 131 20 50 50.1 3.51 O
D968S-A3C-1630 16.30 73 123 18 48 48.6 297 O D968S-A3C-1950| 19.50 79 131 20 | 50 49.8 355 O
D968S-A3C-1650| 16.50 73 123 18 | 48 483 3.00 O D968S-A3C-1960 19.60 79 131 20 50 49.6 3.57 O
D968S-A3C-1660 16.60 73 123 18 48 48.1 3.02 O D968S-A3C-1980/19.80 79 131 20 | 50 493 3.60 O
D968S-A3C-1675|/16.75 73 123 18 | 48 479 3.05 O D968S-A3C-2000 20.00 79 131 20 50 49.0 3.64 O
@stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(M7) DMM(h6)
>2-3 +0.002/+0.012 | 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.013
Workpiece Material
@ m [3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
c;tg(rn Alloy Steel, ;’e':raitri]g/ Stainless Gr?r{J(ri,aSt High Alloy ﬁllrom?régg: Aluﬁisr‘:um Copper | Composite temHiegrz-ture Titanium | Hardened = Hardened
AIonStéel Tool Steel Magtteer:itic Steel (I:\:;?lljrlg:] CastIron Alun}WI'inium Alloy Alloy Material /glloy Alloy Steel Steel
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 ' <HB400 45-55HRC 55-60HRC
O © O (@) O O O
© Most Suitable O Suitable Recommended Cutting Data % P123
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Solid Carbide Drills | HOLEMAKING TOOLS

D968S-A5N =] o 5D [ A

High-efficiency 5D External Coolant Twist Drill for Stainless Steel Machining

LU PL
= I ) L et e
3 RS 5 )
LS LCF 140°
OAL
DC DMM In DC DMM In

Order No. m?) LCF OAL (h6) LS LW PL Stock Order No. (m?) LCF OAL (h6) LS LW PL Stock
D968S-A5N-0100 1.00 | 9 45 28 7.5 0.18 O D968S-A5N-0275 2.75 22 62 34 179 050 O
D968S-A5N-0105 1.05 9 45 28 7.4 0.19 D968S-A5N-0280 2.80 22 | 62 34 17.8 0.51
D968S-A5N-0110 1.10 9 45 28 7.4 0.20 D968S-A5N-0290 290 22 62 34 17.7 0.53
D968S-A5N-0120 1.20 9 45 28 7.2 0.22 D968S-A5N-0295 295 22 | 62 34 17.6 0.54
D968S-A5N-0125 1.25 | 9 45 28 7.1 10.23 D968S-A5N-0300 3.00 28 66 36 23.5 0.55
D968S-A5N-0130 1.30 | 9 45 28 7.1 0.24 D968S-A5N-0305 3.05 28 | 66 36 234 0.56
D968S-A5N-0140 1.40 | 9 45 28 6.9 0.25 D968S-A5N-0310 3.10 28 66 36 23.4 0.56

D968S-A5N-0145 1.45 9 45
D968S-A5N-0150 1.50 12 55
D968S-A5N-0160 1.60 12 55
D968S-A5N-0165 1.65 12 55
D968S-A5N-0170 1.70 12 55
D968S-A5N-0175 1.75 12 55
D968S-A5N-0180 1.80 12 55
D968S-A5N-0185 1.85 12 55
D968S-A5N-0190 1.90 12 55
D968S-A5N-0200 2.00 18 62
D968S-A5N-0205 2.05 18 62
D968S-A5N-0210 2.10 18 62
D968S-A5N-0220 2.20 18 62
D968S-A5N-0230 2.30 18 62
D968S-A5N-0235 235 18 62
D968S-A5N-0240 2.40 22 62
D968S-A5N-0250 2.50 22 62
D968S-A5N-0255 2.55 22 62
D968S-A5N-0260 2.60 22 62
D968S-A5N-0270 2.70 22 62

28 6.8 0.26
35 9.8 0.27
35 9.6 0.29
35 9.5 0.30
35 95 0.31
35 94 032
35 93 033
35 92 034
35|92 035
38 15.0 0.36
38 14.9 0.37
38 14.9 0.38
38 14.7 0.40
38 14.6 042
38 145 0.43
34 184 0.44
34 18.3 0.45
34 18.2 0.46
34 18.1 0.47
34 18.0 0.49

D968S-A5N-0315 3.15 28 66
D968S-A5N-0320 3.20 28 66
D968S-A5N-0325 3.25 28 66
D968S-A5N-0330 3.30 28 66
D968S-A5N-0335 3.35 28 66
D968S-A5N-0340 3.40 28 66
D968S-A5N-0350 3.50 28 66
D968S-A5N-0355 3.55 28 66
D968S-A5N-0360 3.60 28 66
D968S-A5N-0365 3.65 28 66
D968S-A5N-0370 3.70 28 66
D968S-A5N-0380 3.80 36 74
D968S-A5N-0385 3.85 36 74
D968S-A5N-0390 3.90 36 74
D968S-A5N-0395 3.95 36 74
D968S-A5N-0400 4.00 36 74
D968S-A5N-0405 4.05 36 74
D968S-A5N-0410 4.10 36 74
D968S-A5N-0415 4.15 36 74
D968S-A5N-0420 4.20 36 74

36 1233 0.57
36 23.2 0.58
36 23.1/0.59
36 23.10.60
36 23.0 0.61
36 22.9 0.62
36 22.8 0.64
36 22.7 0.65
36 22.60.66
36 22.5 0.66
36 225/ 0.67
36 30.3 0.69
36 30.2/0.70
36 30.2 0.71
36 130.1 0.72
36 30.0 0.73
36 299 0.74
36 29.9 0.75
36 29.8/0.76
36 29.7 0.76
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@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum -, |temperature
Tool Steel Martensitic|  Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O O
© Most Suitable O Suitable Recommended Cutting Data % P123

GESAC _ 053



HOLEMAKING TOOLS | Solid Carbide Drills

D968S-A5N

High-efficiency 5D External Coolant Twist Drill for Stainless Steel Machining

LU . PL
= [ - 0 R e~ =
2 | —— >
LS LCF 140°
OAL

Continued

Order No. (51(7:) LCF OAL EZMG’)V' s w e Order No. (r'%% LCF OAL D(r"]’g;" S W PL oo
D968S-A5N-0425 425 36 74 6 36 29.6 077 O D968S-A5N-0560 560 44 82 6 36 356 1.02 @
D968S-A5N-0430 430 36 74 6 36 296 078 @ D968S-A5N-0565 5.65 44 82 6 36 355/1.03 O
D968S-A5N-0435 435 36 74 6 36 295 079 O D968S-A5N-0570 570 44 82 6 36 355 1.04 O
D968S-A5N-0440 440 36 74 6 36 294 080 O D968S-A5N-0575 575 44 82 6 36 354/1.05 O
D968S-A5N-0445 445 36 74 6 36 29.3/0.81 O D968S-A5N-0580 5.80 44 82 6 36 353/1.06 O
D968S-A5N-0450 450 36 74 6 36 293082 @ D968S-A5N-0585 585 44 82 6 36 352/1.06 O
D968S-A5N-0455 455 36 74 6 36 29.2/083 O D968S-A5N-0590 590 44 82 6 36 352/1.07 O
D968S-A5N-0460 4.60 36 74 6 36 29.1 084 O D968S-A5N-0595 595 44 82 6 36 351/1.08 O
D968S-A5N-0465 4.65 36 74 6 36 29.0 085 O D968S-A5N-0600 6.00 44 82 6 36 35.0 1.09 @
D968S-A5N-0470 470 36 74 6 36 29.0 0.86 O D968S-A5N-0605 6.05 44 82 6 36 349 110 O
D968S-A5N-0475 475 44 82 6 36 36.9/086 O D968S-A5N-0610 6.10 | 53 91 8 |36 (439 111 O
D968S-A5N-0480 4.80 44 82 6 36 36.8 087 @ D968S-A5N-0615 6.15 | 53 91 8 |36 438 1.12 O
D968S-A5N-0485 485 44 82 6 36 36.7/ 088 O D968S-A5N-0620 6.20 | 53 91 8 |36 43.7 113 O
D968S-A5N-0490 490 44 82 6 36 36.7 089 @ D968S-A5N-0625 6.25 | 53 91 8 |36 436 1.14 O
D968S-A5N-0495 495 44 82 6 36 36.6/ 090 O D968S-A5N-0630 6.30 53 91 8 |36 436(1.15| O
D968S-A5N-0500 5.00 44 82 6 36 365 091 @ D968S-A5N-0635 6.35 53 91 8 36 435 1.16 O
D968S-A5N-0505 5.05 44 82 6 36 364 092 O D968S-A5N-0640 6.40 53 91 8 | 36 (434 1.16 O
D968S-A5N-0510 5.10 44 82 6 36 364 093 @ D968S-A5N-0645 6.45 | 53 91 8 |36 433 1.17 O
D968S-A5N-0515 5.15 44 82 6 36 36.3/094 O D968S-A5N-0650 6.50 | 53 91 8 | 36 433 1.18 @
D968S-A5N-0520 5.20 44 82 6 36 36.2/ 095 O D968S-A5N-0655 6.55 | 53 91 8 |36 432 119 O
D968S-A5N-0525 5.25 44 82 6 36 36.1/096 O D968S-A5N-0660 6.60 | 53 91 8 |36 431 1.20 @
D968S-A5N-0530 530 44 82 6 36 36.1 096 O D968S-A5N-0665 6.65 53 91 8 36 430 121 O
D968S-A5N-0535 535 44 82 6 36 36.0 097 O D968S-A5N-0670 6.70 53 91 8 36 430 122 @
D968S-A5N-0540 540 44 82 6 36 359 098 @ D968S-A5N-0675 6.75 | 53 91 8 |36 429 123 O
D968S-A5N-0545 545 44 82 6 36 358099 O D968S-A5N-0680 6.80 | 53 91 8 |36 428 1.24 @
D968S-A5N-0550 5.50 44 82 6 36 358/1.00 @ D968S-A5N-0685 6.85 | 53 91 8 |36 427 1.25 O
D968S-A5N-0555 5.55 44 82 6 36 357/1.01 O D968S-A5N-0690 6.90 | 53 91 8 | 36 427 1.26 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A ~m 3 N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ )
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum -, temperature
Tool Steel | Martensitic|  Steel Nodular = CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O @)
© Most Suitable O Suitable Recommended Cutting Data % P123
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High-efficiency 5D External Coolant Twist Drill for Stainless Steel Machining

LU PL
% | g { e e R
LS LCF 140°
OAL

Continued

Order No. (r'%% LCF OAL D(r"]’g;" S W P oo Order No. (r?]% LCF OAL W&V s w PN
D968S-ASN-0695 6.95 53 91 8 36 426 1.26 O D968S-A5N-0845 8.45 61 103 10 40 483 1.54 O
D968S-ASN-0700 7.00 53 91 8 36 425 1.27 @ D968S-A5N-0850 850 61 103 10 40 483 1.55 @
D968S-A5N-0705 7.05 53 91 8 36 424 1.28 O D968S-A5N-0855 855 61 103 10 40 482 1.56 O
D968S-ASN-0710 7.10 53 91 8 36 424 1.29 O D968S-A5N-0860 8.60 61 103 10 40 481 1.57 @
D968S-ASN-0720 7.20 53 91 8 36 422 131 O D968S-A5N-0870 870 61 103 10 40 48.0 1.58 O
D968S-ASN-0730 7.30 53 91 8 36 421 133 O D968S-A5N-0880 8.80 61 103 10 40 47.8 1.60 O
D968S-ASN-0735 7.35 53 91 8 36 420 134 O D968S-A5N-0885 8.85 61 103 10 40 47.7 1.61 O
D968S-ASN-0740 7.40 53 91 8 36 419 135 O D968S-A5N-0890 8.90 61 103 10 40 47.7 1.62 O
D968S-ASN-0745 7.45 53 91 8 36 418 1.36 O D968S-A5N-0895 895 61 103 10 40 47.6 1.63 O
D968S-A5N-0750 7.50 53 91 8 36 418 1.36 O D968S-A5N-0900 9.00 61 103 10 40 47.5 1.64 @
D968S-A5N-0755 7.55 53 91 8 36 41.7 137 O D968S-A5N-0905 9.05 61 103 10 40 47.4 1.65 O
D968S-ASN-0760 7.60 53 91 8 36 416 138 O D968S-A5N-0910 9.10 61 103 10 40 47.4 1.66 O
D968S-ASN-0765 7.65 53 91 8 36 415 139 O D968S-A5N-0915 9.15 61 103 10 40 473 1.67 O
D968S-ASN-0770 7.70 53 91 8 36 415 140 O D968S-A5N-0920 9.20 61 103 10 40 472 1.67 O
D968S-ASN-0775 7.75 53 91 8 36 414 141 O D968S-A5N-0925 9.25 61 103 10 40 47.1 1.68 O
D968S-A5N-0780 7.80 53 91 8 36 413 142 O D968S-A5N-0930 9.30 61 103 10 40 47.1 1.69 O
D968S-A5N-0785 7.85 53 91 8 36 412 143 O D968S-A5N-0935 9.35 61 103 10 40 47.0 1.70 O
D968S-A5N-0790 7.90 53 91 8 36 412 144 O D968S-A5N-0940 9.40 61 103 10 40 469 1.71 O
D968S-ASN-0795 7.95 53 91 8 36 41.1 145 O D968S-A5N-0945 9.45 61 103 10 40 468 172 O
D968S-ASN-0800 8.00 53 91 8 36 41.0 146 @ D968S-A5N-0950 9.50 61 103 10 40 468 173 @
D968S-ASN-0805 8.05 53 91 8 36 409 146 O D968S-A5N-0955 9.55 61 103 10 40 467 174 O
D968S-ASN-0810 8.10 61 103 10 40 489 147 O D968S-A5N-0960 9.60 61 103 10 40 46.6 1.75 O
D968S-A5N-0815 8.15 61 103 10 40 488 1.48 O D968S-A5N-0965 9.65 61 103 10 40 465 1.76 O
D968S-A5N-0820 820 61 103 10 40 487 1.49 @ D968S-A5N-0970 9.70 61 103 10 40 465 1.77 O
D968S-A5N-0825 825 61 103 10 40 486 1.50 O D968S-A5N-0975 9.75 61 103 10 40 464 1.77 O
D968S-A5N-0830 830 61 103 10 40 486 1.51 O D968S-A5N-0980 9.80 61 103 10 40 463 178 @
D968S-ASN-0840 8.40 61 103 10 40 484 1.53 O D968S-A5N-0985 9.85 61 103 10 40 462 1.79 O

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum -, temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC | Si<12% | Si>12% @ <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O
© Most Suitable O Suitable Recommended Cutting Data % P123
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HOLEMAKING TOOLS | Solid Carbide Drills

D968S-A5N

High-efficiency 5D External Coolant Twist Drill for Stainless Steel Machining

LU . PL
s I A { e S
Z RS o o -

LS LCF 140°

OAL

Continued
DC DMM In DC DMM In
Order No. (m?) LCF OAL (h6) LS LU PL Stock Order No. (m?) LCF OAL (h6) LS LW PL Stock

D968S-A5N-0990 9.90 61 103 10 40 46.2)1.80
D968S-A5N-0995 9.95 61 103 10 40 46.1 1.81
D968S-A5N-1000 10.00 61 103 10 40 46.01.82
D968S-A5N-1005 10.05 61 103 10 40 45.9 1.83
D968S-A5N-1010 10.10 71 118 12 45 55.9|1.84
D968S-A5N-1015 10.15 71 118 12 45 55.8 1.85
D968S-A5N-1020 10.20 71 (118 12 45 55.71.86
D968S-A5N-1025 10.25 71 118 12 45 55.6 1.87
D968S-A5N-1030 10.30 71 118 12 45 55.6 1.87
D968S-A5N-1035 10.35 71 118 12 45 55.5 1.88
D968S-A5N-1040 10.40 71 118 12 45 55.4/1.89
D968S-A5N-1050 10.50 71 118 12 45 55.3 1.91
D968S-A5N-1060 10.60 71 118 12 45 55.1/1.93
D968S-A5N-1070 10.70 71 118 12 45 55.0 1.95
D968S-A5N-1080 10.80 71 (118 12 45 54.81.97
D968S-A5N-1085 10.85 71 118 12 45 547 1.97
D968S-A5N-1090 10.90 71 118 12 45 54.7/1.98
D968S-A5N-1100 11.00 71 118 12 45 54.5 2.00
D968S-A5N-1105 11.05 71 118 12 45 544 2.01
D968S-A5N-1110 11.10 71 118 12 45 54.4 2.02
D968S-A5N-1115 11.15 71 118 12 45 54.3|2.03
D968S-A5N-1120 11.20 71 118 12 45 54.2 2.04
D968S-A5N-1125 11.25 71 118 12 45 54.1|2.05
D968S-A5N-1130 11.30 71 118 12 45 54.1 2.06
D968S-A5N-1135 11.35 71 (118 12 45 54.0| 2.07
D968S-A5N-1140 11.40 71 118 12 45 53.9 2.07
D968S-A5N-1145 11.45 71 118 12 45 53.82.08

O

D968S-A5N-1150 11.50 71 118 12 45 53.8 2.09
D968S-A5N-1155 11.55 71 118 12 45 53.7 2.10
D968S-A5N-1160 11.60 71 118 12 45 53.6 2.11
D968S-A5N-1170 11.70 71 118 12 45 53.5/2.13
D968S-A5N-1180 11.80 71 118 12 45 53.3 2.15
D968S-A5N-1190 11.90 71 118 12 45 53.2|2.17
D968S-A5N-1195 11.95 71 118 12 45 53.12.17
D968S-A5N-1200 12.00 71 118 12 45 53.0/2.18
D968S-A5N-1205 12.05 71 118 12 45 529 2.19
D968S-A5N-1210 12.10 77 124 14 45 58.9|2.20
D968S-A5N-1215 12.15 77 124 14 45 58.8 2.21
D968S-A5N-1220 12.20 77 124 14 45 58.7|2.22
D968S-A5N-1225 12.25 77 124 14 45 58.6 2.23
D968S-A5N-1230 12.30 77 124 14 45 58.6 2.24
D968S-A5N-1240 12.40 77 124 14 45 58.4 2.26
D968S-A5N-1245 12.45 77 124 14 45 583|227
D968S-A5N-1250 12.50 77 124 14 45 58.3 227
D968S-A5N-1255 12.55 77 124 14 45 58.2|2.28
D968S-A5N-1260 12.60 77 124 14 45 58.12.29
D968S-A5N-1270 12.70 77 124 14 45 58.0 2.31
D968S-A5N-1275 12.75 77 124 14 45 57.9 232
D968S-A5N-1280 12.80 77 124 14 45 57.8 2.33
D968S-A5N-1285 12.85 77 124 14 45 57.7 234
D968S-A5N-1290 12.90 77 124 14 45 57.7|2.35
D968S-A5N-1300 13.00 77 124 14 45 57.52.37
D968S-A5N-1305 13.05 77 124 14 45 57.4|2.37
D968S-A5N-1310 13.10 77 124 14 45 57.4 2.38

o

0|00 |0O/0|0|0|0|0C|®@0O|C|O0|0C®@0|0C|®@OC @O0 0 0 el0
(OGN RECRICHNCRNCRNCANCANCNNCANCRCANCANCRRCNNCARCRECHN RECRRCAN RECRNCHNG)

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

B m I N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ I
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum | temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC Si<12% | Si>12% <HB200 <HB450 = <HB400 |45-55HRC 55-60HRC
©)
© Most Suitable O Suitable Recommended Cutting Data % P123
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D968S-A5N

High-efficiency 5D External Coolant Twist Drill for Stainless Steel Machining

Solid Carbide Drills | HOLEMAKING TOOLS

DIN nano
6535HA

LU PL
2 | g & —E T
LS LCF 140°
OAL
Continued
Order No. (rfr’]% LCF OAL D(rw S W P oo Order No. (r?]% LCF OAL W&V s w PN
D968S-A5N-1315 13.15 77 124 14 45 57.3/239 O D968S-A5N-1490 14.90 83 133 16 48 60.7 271 O
D968S-A5N-1320 13.20 77 124 14 45 57.2 240 O D968S-A5N-1500 15.00 83 133 16 48 60.5 273 O
D968S-A5N-1325 13.25 77 124 14 45 57.1 241 O D968S-A5N-1505 15.05 83 133 16 48 60.4 274 O
D968S-A5N-1330 13.30 77 124 14 45 57.1/242 O D968S-A5N-1510 15.10 83 133 16 48 604275 O
D968S-A5N-1335 13.35 77 124 14 45 57.0/243 O D968S-A5N-1515 15.15 83 133 16 48 60.3/2.76 O
D968S-A5N-1340 13.40 77 124 14 45 56.9 244 O D968S-A5N-1520 15.20 83 133 16 48 60.2/2.77 O
D968S-A5N-1350 13.50 77 124 14 45 56.8/2.46 O D968S-A5N-1525 15.25 83 133 16 48 60.1/2.78 O
D968S-A5N-1355 13.55 77 124 14 45 56.7 247 O D968S-A5N-1530 15.30 83 133 16 48 60.1/2.78 O
D968S-A5N-1360 13.60 77 124 14 45 56.6 247 O D968S-A5N-1535 15.35 83 133 16 48 60.0 2.79 O
D968S-A5N-1370 13.70 77 124 14 45 56.5/249 O D968S-A5N-1540 15.40 83 133 16 48 59.9 280 O
D968S-A5N-1375 13.75 77 124 14 45 56.4/250 O D968S-A5N-1550 15.50 83 133 16 48 59.8/2.82 O
D968S-A5N-1380 13.80 77 124 14 45 56.3/251 O D968S-A5N-1555 15.55 83 133 16 48 59.7/2.83 O
D968S-A5N-1390 13.90 77 124 14 45 56.2/2.53 O D968S-A5N-1560 15.60 83 133 16 48 59.6 2.84 O
D968S-A5N-1395 13.95 77 124 14 45 56.1 /254 O D968S-A5N-1570 15.70 83 133 16 48 59.5/2.86 O
D968S-A5N-1400 14.00 77 124 14 45 56.0/ 255 @ D968S-A5N-1580 15.80 83 133 16 48 593 288 O
D968S-A5N-1405 14.05 77 124 14 45 559 256 O D968S-A5N-1590 15.90 83 133 16 48 59.2 289 O
D968S-A5N-1410 14.10 83 133 16 48 61.9 257 O D968S-A5N-1600 16.00 83 133 16 48 59.0 291 O
D968S-A5N-1415 14.15 83 133 16 48 61.8/258 O D968S-A5N-1610 16.10 93 143 18 48 68.9/293 O
D968S-A5N-1420 14.20 83 133 16 48 61.7/258 O D968S-A5N-1620 16.20 93 143 18 48 68.7/295 O
D968S-A5N-1425 14.25 83 133 16 48 61.6 259 O D968S-A5N-1625 16.25 93 143 18 48 68.6/296 O
D968S-A5N-1430 14.30 83 133 16 48 61.6/2.60 O D968S-A5N-1630 16.30 93 143 18 48 68.6 297 O
D968S-A5N-1440 14.40 83 133 16 48 61.4 262 O D968S-A5N-1640 16.40 93 143 18 48 68.4 298 O
D968S-A5N-1450 14.50 83 133 16 48 61.3 264 O D968S-A5N-1650 16.50 93 143 18 48 683 3.00 O
D968S-A5N-1460 14.60 83 133 16 48 61.1 266 O D968S-A5N-1660 16.60 93 143 18 48 68.1/3.02 O
D968S-A5N-1470 14.70 83 133 16 48 61.0/2.68 O D968S-A5N-1670 16.70 93 143 18 48 68.0 3.04 O
D968S-A5N-1475 14.75 83 133 16 48 60.9 2.68 O D968S-A5N-1675 16.75 93 143 18 48 67.9/3.05 O
D968S-A5N-1480 14.80 83 133 16 48 60.8/2.69 O D968S-A5N-1680 16.80 93 143 18 48 67.8/3.06 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B ~m 3 N H O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH ‘?F‘d I Gray Cast . Alz%?:jm Cast . - -
o, NofSe, ferc Sales o SR Moyt uminam T OO tyre T rted v
Aloy Steel Steol CastIron Aluminium  Alloy y ' Alloy Y
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
©

© Most Suitable O Suitable

Recommended Cutting Data % P123

GESAC _ 057




HOLEMAKING TOOLS | Solid Carbide Drills

D968S-A5N

High-efficiency 5D External Coolant Twist Drill for Stainless Steel Machining

LU . PL
/™ :
2 [ Q -
a - =
LS LCF 140°
OAL
Continued
DC DMM In DC DMM In
Order No. (m?) LCF OAL (h6) LS L PL Stock Order No. (m?) LCF OAL (h6) LS LU PL Stock
D968S-A5N-1690 16.90 93 143 18 48 67.7 3.08 O D968S-A5N-1850 18.50 101 153 20 50 73.3 337 O
D968S-A5N-1695 16.95 93 143 18 48 67.6 3.08 O D968S-A5N-1860 18.60 101 153 20 50 73.1 338 O
D968S-A5N-1700 17.00 93 143 18 48 67.5 3.09 O D968S-A5N-1870 18.70 101 153 20 50 73.0 340 O
D968S-A5N-1710 17.10 93 143 18 48 67.4 3.11 O D968S-A5N-1880 18.80 101 153 20 50 72.8 342 O
D968S-A5N-1720 17.20 93 143 18 48 67.2 313 O D968S-A5N-1890 18.90 101 153 20 50 72.7 344 O
D968S-A5N-1730 17.30 93 143 18 48 67.1 3.15 O D968S-A5N-1900 19.00 101 153 20 50 72.5 346 O
D968S-A5N-1740 17.40 93 143 18 48 66.9 3.17 O D968S-A5N-1910 19.10 101 153 20 50 724 348 O
D968S-A5N-1750 17.50 93 143 18 48 66.8 3.18 O D968S-A5N-1915 19.15 101 153 20 50 723 349 O
D968S-A5N-1760 17.60 93 143 18 48 66.6 3.20 O D968S-A5N-1920 19.20 101 153 20 50 72.2 349 O
D968S-A5N-1770 17.70 93 143 18 48 66.5 3.22 O D968S-A5N-1930 19.30 101 153 20 50 72.1 351 O
D968S-A5N-1780 17.80 93 143 18 48 66.3 324 O D968S-A5N-1940 19.40 101 153 20 50 [71.9 353 O
D968S-A5N-1790 17.90 93 143 18 48 66.2 3.26 O D968S-A5N-1950 19.50 101 153 20 50 71.8 355 O
D968S-A5N-1795 17.95 93 143 18 48 66.1 3.27 O D968S-A5N-1960 19.60 101 153 20 50 71.6 3.57 O
D968S-A5N-1800 18.00 93 143 18 48 66.0 3.28 O D968S-A5N-1970 19.70 101 153 20 50 71.5 359 O
D968S-A5N-1810 18.10 101 153 20 50 73.9 329 O D968S-A5N-1980 19.80 101 153 20 50 71.3 3.60 O
D968S-A5N-1820 18.20 101 153 20 50 73.7 331 O D968S-A5N-1990 19.90 101 153 20 50 71.2 3.62 O
D968S-A5N-1830 18.30 101 153 20 50 73.6 333 O D968S-A5N-2000 20.00 101 153 20 50 [71.0 3.64 O
D968S-A5N-1840 18.40 101 153 20 50 734 335 O Unit (mm)
@stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AITJ?‘;?:Sm Cast High-
St Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy : Copper | Composite 9 Titanium | Hardened = Hardened
eel ' ToolSteel Martensitic  Steel | Nodular = CastIron IO%Cast  Aluminum -y Material (eTPerature. Steel Steel
Alloy Steel ool Steel | Martensitic ee odular astlron |\ ium Alloy oy ateria Alloy oy ee ee
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
i ©)
© Most Suitable O Suitable Recommended Cutting Data % P123
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Solid Carbide Drills | HOLEMAKING TOOLS

D968S-A5C

High-efficiency 5D Internal Coolant Twist Drill for Stainless Steel Machining

DIN nano
6535HA

Hj cE—— : e
Z = ===
LS
Order No. (rfr’]% LCF OAL D(rw S W P oo Order No. (r?]% LCF OAL W&V s w PN
D968S-A5C-0200 2.00 18 | 62 4 | 38 15.0 036 O D968S-A5C-0395 395 36 74 6 36 30.1 0.72 O
D968S-A5C-0210 2.10 18 62 4 38 149 038 O D968S-A5C-0400 4.00 36 74 6 36 30.0 0.73 @
D968S-A5C-0220 2.20 18 62 4 38 147 040 O D968S-A5C-0405 4.05 36 74 6 36 29.9 0.74 O
D968S-A5C-0230 230 18 62 4 38 146 042 O D968S-A5C-0410 4.10 36 | 74 6 36 299 075 @
D968S-A5C-0240 240 22 | 62 4 35 184 044 O D968S-A5C-0415 415 36 | 74 6 36 29.8 0.76 O
D968S-A5C-0250 2.50 22 62 4 35 183 045 O D968S-A5C-0420 420 36 | 74 6 36 29.7 0.76 @
D968S-A5C-0260 2.60 22 | 62 4 35 18.1 047 O D968S-A5C-0425 425 36 74 6 36 29.6 0.77 O
D968S-A5C-0270 2.70 22 62 4 35 180 049 O D968S-A5C-0430 430 36 | 74 6 36 296 078 @
D968S-A5C-0280 2.80 22 62 4 35 178 051 O D968S-A5C-0435 435 36 74 6 36 295 079 O
D968S-A5C-0290 2.90 22 62 4 35 17.7 053 O D968S-A5C-0440 440 36 74 6 36 294 080 @
D968S-A5C-0300 3.00 28 66 6 | 36 235 055 @ D968S-A5C-0445 4.45 36 | 74 6 36 293 081 O
D968S-A5C-0305 3.05 28 66 6 36 234 056 O D968S-A5C-0455 455 36 | 74 6 36 29.2 0.83 O
D968S-A5C-0310 3.10 28 | 66 6 | 36 234 056 @ D968S-A5C-0450 450 36 74 6 36 293 082 @
D968S-A5C-0315 3.15 28 66 6 36 233 057 O D968S-A5C-0460 4.60 36 | 74 6 36 29.1 0.84 @
D968S-A5C-0320 3.20 28 66 6 | 36 232 058 @ D968S-A5C-0465 4.65 36 74 6 36 29.0 0.85 O
D968S-A5C-0325 3.25 28 66 6 36 23.1 0.59 O D968S-A5C-0470 4.70 | 36 74 6 36 29.0 0.86 O
D968S-A5C-0330 330 28 66 6 | 36 23.1 060 @ D968S-A5C-0475 4.75 44 82 6 36 369 086 O
D968S-A5C-0335 335 28 66 6 36 23.0 061 O D968S-A5C-0480 4.80 44 | 82 6 36 368 087 @
D968S-A5C-0340 3.40 28 66 6 | 36 229 062 @ D968S-A5C-0485 4.85 44 82 6 36 36.7 0.88 O
D968S-A5C-0350 3.50 28 66 6 36 228 064 @ D968S-A5C-0490 490 44 82 6 36 367 089 @
D968S-A5C-0355 3.55 28 | 66 6 | 36 227 0.65 O D968S-A5C-0495 495 44 82 6 36 36.6 090 O
D968S-A5C-0360 3.60 28 66 6 36 226 066 @ D968S-A5C-0500 5.00 44 | 82 6 36 365 091 @
D968S-A5C-0365 3.65 28 | 66 6 | 36 225 066 O D968S-A5C-0505 5.05 44 82 6 36 364 092 O
D968S-A5C-0370 3.70 28 66 6 36 225 067 @ D968S-A5C-0510 5.10 44 | 82 6 36 364 093 @
D968S-A5C-0380 3.80 36 74 6 | 36 303 069 @ D968S-A5C-0515 515 44 82 6 36 363 094 O
D968S-A5C-0385 3.85 36 74 6 36 30.2 0.70 O D968S-A5C-0520 520 44 | 82 6 36 362 095 @
D968S-A5C-0390 390 36 74 6 36 302 071 @ D968S-A5C-0525 525 44 82 6 36 36.1 096 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B ~m 3 N H O

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH f,*'.‘d I Gray Cast . Ali(zr:?:jm Cast ) - -

g, Nofse, ferte S o OO Moyt sumnum | PST | COTOON trne Tph erdeed Faters
Aloy Steel Steol CastIron Aluminium  Alloy y ! Alloy Y

Alloy
<35HRC 35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O O O O

© Most Suitable O Suitable

Recommended Cutting Data % P123
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HOLEMAKING TOOLS | Solid Carbide Drills

D968S-A5C

High-efficiency 5D Internal Coolant Twist Drill for Stainless Steel Machining

DIN nano
6535HA

Hj =—— : e
= S
LS
Continued
Order No. (51(7:) LCF OAL EZNG’)V' S W PL oo Order No. (g% LCF OAL D(mj";/l S W P oo
D968S-A5C-0530 530 44 82 6 36 36.1 096 @ D968S-A5C-0670 6.70 53 91 8 36 430 122 @
D968S-A5C-0535 535 44 82 6 36 36.0 097 O D968S-A5C-0675| 6.75 | 53 | 91 8 |36 429 123 O
D968S-A5C-0540 540 44 82 6 36 359 098 @ D968S-A5C-0680 6.80 53 91 8 |36 428 1.24 @
D968S-A5C-0545 545 44 82 6 36 358 099 O D968S-A5C-0685 6.85 53 91 8 |36 427 1.25 O
D968S-A5C-0550 550 44 82 6 36 358 1.00 @ D968S-A5C-0690 6.90 53 91 8 |36 427 1.26 @
D968S-A5C-0555 555 44 82 6 36 357 1.01 @ D968S-A5C-0695 | 6.95 53 91 8 |36 426 1.26 O
D968S-A5C-0560 5.60 44 82 6 36 356 1.02 @ D968S-A5C-0700 7.00 53 91 8 |36 425 127 @
D968S-A5C-0565 5.65 44 82 6 36 355 1.03 O D968S-A5C-0705 7.05 | 53 @ 91 8 |36 424 128 O
D968S-A5C-0570 5.70 44 82 6 36 355 1.04 @ D968S-A5C-0710 7.10 53 91 8 |36 424 129 @
D968S-A5C-0575 575 44 82 6 36 354 1.05 O D968S-A5C-0720 7.20 53 @ 91 8 |36 422 131 @
D968S-A5C-0580 580 44 82 6 36 353 1.06 @ D968S-A5C-0730 7.30 53 91 8 |36 421 133 @
D968S-A5C-0585 585 44 82 6 36 352 1.06 O D968S-A5C-0735| 7.35 53 | 91 8 |36 420 134 @
D968S-A5C-0590 590 44 82 6 36 352 1.07 @ D968S-A5C-0740 7.40 53 91 8 |36 419 135 @
D968S-A5C-0595 595 44 82 6 36 35.1 1.08 O D968S-A5C-0745 7.45 53 91 8 |36 41.8 1.36 O
D968S-A5C-0600| 6.00 44 82 6 |36 350 1.09 @ D968S-A5C-0750 7.50 53 91 8 |36 418 136 @
D968S-A5C-0605 6.05 44 82 6 36 349 1.10 O D968S-A5C-0755| 7.55 | 53 | 91 8 |36 41.7 137 O
D968S-A5C-0610 6.10 53 91 8 |36 439 111 O D968S-A5C-0760 7.60 53 91 8 |36 416 138 @
D968S-A5C-0620 6.20 53 91 8 |36 437 113 @ D968S-A5C-0765 7.65 # 53 | 91 8 |36 415 139 O
D968S-A5C-0625 6.25 53 | 91 8 |36 436 1.14 O D968S-A5C-0770 7.70 53 @ 91 8 |36 415 140 @
D968S-A5C-0630 6.30 53 91 8 |36 436 1.15 @ D968S-A5C-0775| 7.75 | 53 | 91 8 |36 414 141 O
D968S-A5C-0635 6.35 53 91 8 |36 435 1.16 O D968S-A5C-0780 7.80 53 91 8 136 413 142 @
D968S-A5C-0640 6.40 53 91 8 |36 434 1.16 @ D968S-A5C-0785| 7.85 53 | 91 8 |36 412 143 O
D968S-A5C-0645 | 6.45 53 91 8 |36 433 117 O D968S-A5C-0790 7.90 53 91 8 |36 412 144 @
D968S-A5C-0650 6.50 53 91 8 |36 433 1.18 @ D968S-A5C-0795| 7.95 53 91 8 |36 41.1 145 O
D968S-A5C-0655| 6.55 | 53 | 91 8 |36 432 119 O D968S-A5C-0800 8.00 53 91 8 |36 41.0 146 @
D968S-A5C-0660 6.60 53 91 8 |36 431 1.20 @ D968S-A5C-0805 | 8.05 53 91 8 |36 409 146 O
D968S-A5C-0665 6.65 53 | 91 8 |36 43.0 1.21 O D968S-A5C-0810 8.10 61 103 10 40 489 147 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B m [3 N H O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH a.r.]d . Gray Cast . AIZ?;?:Sm Cast . High- -
g, MofSes feric Sk lon SRS Mook surinan ST B e T Haed Hatees
Alloy Steel Steel Cast Iron Aluminium | Alloy Y ateria Alloy oy ee ee
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
) ©) O O O O :

© Most Suitable O Suitable

060 _ GESAC

Recommended Cutting Data % P123



D968S-A5C

High-efficiency 5D Internal Coolant Twist Drill for Stainless Steel Machining

Solid Carbide Drills | HOLEMAKING TOOLS

DIN nano
6535HA

Hj cE—— : e
Z = ===
LS
Continued
Order No. (rfr’]% LCF OAL D(rw S W P oo Order No. (r?]% LCF OAL W&V s w PN
D968S-A5C-0815 8.15 61 103 10 40 48.8 148 O D968S-A5C-0965 9.65 61 103 10 40 465 1.76 O
D968S-A5C-0820 8.20 61 103 10 40 48.7 149 @ D968S-A5C-0970 9.70 61 103 10 40 465 1.77 @
D968S-A5C-0825 8.25 61 103 10 40 48.6 1.50 O D968S-A5C-0975 9.75 61 103 10 40 46.4 1.77 O
D968S-A5C-0830 8.30 61 103 10 40 48.6 151 O D968S-A5C-0980 9.80 61 103 10 40 463 1.78 @
D968S-A5C-0840 8.40 61 (103 10 40 484 153 O D968S-A5C-0985 9.85 61 103 10 40 46.2 1.79 O
D968S-A5C-0845 8.45 61 103 10 40 483 1.54 O D968S-A5C-0990 9.90 61 103 10 40 46.2 1.80 @
D968S-A5C-0850 8.50 61 103 10 40 483 155 @ D968S-A5C-0995 9.95 61 103 10 40 46.1 1.81 O
D968S-A5C-0855 8.55 61 103 10 40 48.2 1.56 O D968S-A5C-1000 10.00 61 103 10 40 46.0 1.82 @
D968S-A5C-0860 8.60 61 103 10 40 48.1 157 @ D968S-A5C-1005 10.05 61 103 10 40 459 1.83 O
D968S-A5C-0870 8.70 61 103 10 40 48.0 1.58 @ D968S-A5C-1010 10.10 71 118 12 45 559 1.84 O
D968S-A5C-0880 8.80 61 103 10 40 47.8 1.60 @ D968S-A5C-1015 10.15 71 118 12 45 55.8 1.85 O
D968S-A5C-0885 8.85 61 103 10 40 47.7 161 O D968S-A5C-1020 10.20 71 118 12 45 557 1.86 @
D968S-A5C-0890 8.90 61 103 10 40 47.7 162 @ D968S-A5C-1025 10.25 71 118 12 45 556 1.87 @
D968S-A5C-0895 8.95 61 103 10 40 47.6 1.63 O D968S-A5C-1030 10.30 71 118 12 45 556 1.87 @
D968S-A5C-0900| 9.00 61 103 10 40 475 164 @ D968S-A5C-1035 10.35 71 118 12 45 555 1.88 O
D968S-A5C-0905 9.05 61 103 10 40 474 165 O D968S-A5C-1040 10.40 71 118 12 45 554 189 O
D968S-A5C-0910 9.10 61 103 10 40 47.4 166 @ D968S-A5C-1050 10.50 71 118 12 45 553 191 @
D968S-A5C-0915 9.15 61 103 10 40 473 1.67 O D968S-A5C-1060 10.60 71 118 12 45 55.1 193 @
D968S-A5C-0920 9.20 61 103 10 40 47.2 167 @ D968S-A5C-1070 10.70 71 118 12 45 55.0 1.95 @
D968S-A5C-0925 9.25 61 103 10 40 47.1 1.68 O D968S-A5C-1080 10.80 71 118 12 45 548 197 @
D968S-A5C-0930 9.30 61 103 10 40 47.1 169 @ D968S-A5C-1085 10.85 71 118 12 45 547 197 O
D968S-A5C-0935 9.35 61 103 10 40 47.0 1.70 O D968S-A5C-1090 10.90 71 118 12 45 547 198 @
D968S-A5C-0940 9.40 61 103 10 40 469 1.71 @ D968S-A5C-1100 11.00 71 118 12 45 545 2.00 @
D968S-A5C-0945 9.45 61 103 10 40 46.8 1.72 O D968S-A5C-1105 11.05 71 118 12 45 54.4 2.01 O
D968S-A5C-0950 9.50 61 103 10 40 46.8 1.73 @ D968S-A5C-1110 11.10 71 (118 12 45 544 2.02 @
D968S-A5C-0955 9.55 61 103 10 40 46.7 1.74 O D968S-A5C-1115 11.15 71 [ 118 12 45 543 2.03 O
D968S-A5C-0960 9.60 61 103 10 40 46.6 1.75 @ D968S-A5C-1120 11.20 71 118 12 45 542 2.04 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B m [3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and h Gray Cast AIZ?;?:Sm Cast . igh- -
Mo et Sl o OO Moyt s GRS PO e T Forlned ortera
Alloy Steel Steel Cast Iron Aluminium | Alloy y ateria Alloy oy ee ee
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O O O ) O

© Most Suitable O Suitable

Recommended Cutting Data % P123
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HOLEMAKING TOOLS | Solid Carbide Drills

D968S-A5C

High-efficiency 5D Internal Coolant Twist Drill for Stainless Steel Machining

DIN nano
6535HA

Hj =—— : e
2= ===
LS

Continued

OrderNo. DO Lcr oaL QM 15w e gl OrderNo. DO 1cr oal B 15w e iy
D968S-A5C-1125/11.25 71 118 12 | 45 541 2.05 O D968S-A5C-128512.85 77 124 14 45 57.7 234 O
D968S-A5C-1130 11.30 71 118 12 45 54.1 2.06 O D968S-A5C-1290 1290 77 124 14 | 45 57.7 235 O
D968S-A5C-1135/11.35 71 118 12 | 45 54.0 2.07 O D968S-A5C-1300 13.00 77 124 14 45 575 237 @
D968S-A5C-1140 11.40 71 118 12 45 539 2.07 O D968S-A5C-1305/13.05 77 124 14 | 45 57.4 237 O
D968S-A5C-1145/11.45 71 118 12 | 45 53.8 2.08 O D968S-A5C-1310 13.10 77 124 14 45 574 238 @
D968S-A5C-1150 11.50 71 118 12 45 53.8 2.09 @ D968S-A5C-1315/13.15 77 124 14 | 45 573 239 O
D968S-A5C-1155/11.55 71 118 12 | 45 53.7 210 O D968S-A5C-1320 13.20 77 124 14 45 57.2 240 O
D968S-A5C-1160 11.60 71 118 12 45 53.6 2.11 O D968S-A5C-1325/13.25 77 124 14 | 45 57.1 241 O
D968S-A5C-1170 11.70 71 118 12 45 535 213 @ D968S-A5C-1330 13.30 77 124 14 45 57.1 242 O
D968S-A5C-1180 11.80 71 118 12 45 533 2.15 O D968S-A5C-1335/13.35 77 124 14 | 45 57.0 243 O
D968S-A5C-1190| 11.90 71 118 12 | 45 53.2 217 @ D968S-A5C-1340 13.40 77 124 14 45 56.9 244 O
D968S-A5C-1195 1195 71 118 12 45 53.1 217 O D968S-A5C-1350 13.50 77 124 14 45 56.8 246 O
D968S-A5C-1200| 12.00 71 118 12 | 45 53.0 218 @ D968S-A5C-1355/13.55 77 124 14 45 56.7 247 O
D968S-A5C-1205 12.05 71 118 12 45 529 219 O D968S-A5C-1360| 13.60 77 124 14 | 45 56.6 247 O
D968S-A5C-1210| 12.10 77 124 14 | 45 589 220 @ D968S-A5C-1370 13.70 77 124 14 45 56.5 249 O
D968S-A5C-1215 12.15 77 124 14 45 58.8 221 O D968S-A5C-1375 13.75 77 124 14 | 45 56.4 /250 O
D968S-A5C-1220| 12.20 77 124 14 | 45 58.7 222 @ D968S-A5C-1380 13.80 77 124 14 45 56.3 251 O
D968S-A5C-1225 1 12.25 77 124 14 45 58.6 223 O D968S-A5C-1390 13.90 77 124 14 45 56.2 253 O
D968S-A5C-1230| 12.30 77 124 14 | 45 58.6 224 @ D968S-A5C-1395 13.95 77 124 14 45 56.1 254 O
D968S-A5C-1240 12.40 77 124 14 45 584 226 O D968S-A5C-1400| 14.00 77 124 14 45 56.0 255 @
D968S-A5C-1245|12.45 77 124 14 | 45 583 227 O D968S-A5C-1405 14.05 77 124 14 45 559 256 O
D968S-A5C-1250 12.50 77 124 14 45 583 227 @ D968S-A5C-1410 14.10 83 133 16 48 619 257 @
D968S-A5C-1255|12.55 77 124 14 | 45 58.2 228 O D968S-A5C-1420 14.20 83 133 16 48 61.7 258 @
D968S-A5C-1260 12.60 77 124 14 45 58.1 229 @ D968S-A5C-1425/14.25 83 133 16 | 48 61.6 259 O
D968S-A5C-1270|12.70 77 124 14 | 45 58.0 231 O D968S-A5C-1430 14.30 83 133 16 48 61.6 260 @
D968S-A5C-127512.75 77 124 14 45 579 232 O D968S-A5C-1450 14.50 83 133 16 48 613 264 @
D968S-A5C-1280| 12.80 77 124 14 | 45 57.8 233 O D968S-A5C-1460 14.60 83 133 16 48 61.1 266 @

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material
@ m I N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged

Csatrebe(?n Alloy Steel, E;:tri]g/ Stainless Gr?r):)(ri,aSt High Alloy ﬁllrom?ré:g Alufnaisrfum Copper | Composite temHiegrg-ture Titanium | Hardened = Hardened

AIonSt’eeI Tool Steel Marstt:r;?itic Steel cr\ig(jlljrl(e;rr1 CastIron AIurz’inium Alloy Alloy Material /’illoy Alloy Steel Steel
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O O O O

© Most Suitable O Suitable
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Solid Carbide Drills | HOLEMAKING TOOLS

D968S-A5C = o0 |

High-efficiency 5D Internal Coolant Twist Drill for Stainless Steel Machining

S hosnaens . - -
HEE ===
LS
Continued
Order No. (r'%% e oa QM s woeL gl Order No. (r%) e oa QM s woe gl
D968S-A5C-1470/ 14.70 83 133 16 48 61.0 268 O D968S-A5C-1690 16.90 93 143 18 48 67.7 3.08 O
D968S-A5C-1475 14.75 83 133 16 48 60.9 268 O D968S-A5C-1695 16.95 93 143 18 48 67.6 3.08 O
D968S-A5C-1480 14.80 83 133 16 48 60.8 269 O D968S-A5C-1700 17.00 93 143 18 48 67.5 3.09 O
D968S-A5C-1490 1490 83 133 16 48 60.7 271 O D968S-A5C-1710 17.10 93 143 18 48 [67.4 3.11 O
D968S-A5C-1500| 15.00 83 133 16 | 48 605 273 @ D968S-A5C-1720 17.20 93 143 18 48 67.2 3.13 O
D968S-A5C-1505 15.05 83 133 16 48 604 2.74 O D968S-A5C-1750 17.50 93 143 18 48 66.8 3.18 O
D968S-A5C-1510| 15.10 83 133 16 | 48 604 275 O D968S-A5C-1770 17.70 93 143 18 48 66.5 3.22 O
D968S-A5C-1515 15.15 83 133 16 48 603 276 O D968S-A5C-1780 17.80 93 143 18 48 66.3 3.24 O
D968S-A5C-1520 15.20 83 133 16 48 60.2 2.77 O D968S-A5C-1795 17.95 93 143 18 48 66.1 3.27 O
D968S-A5C-1525 15.25 83 133 16 48 60.1 2.78 O D968S-A5C-1800 18.00 93 143 18 48 |66.0 3.28 O
D968S-A5C-1530| 15.30 83 133 16 | 48 60.1 2.78 O D968S-A5C-1810 18.10 101 153 20 50 739 3.29 O
D968S-A5C-1535/ 15.35 83 133 16 48 60.0 2.79 O D968S-A5C-1850 18.50 101 153 20 50 |73.3 337 O
D968S-A5C-1550| 15.50 83 133 16 | 48 59.8 2.82 O D968S-A5C-1860 18.60 101 153 20 50 73.1 3.38 O
D968S-A5C-1555/ 15.55 83 133 16 48 59.7 283 O D968S-A5C-1880 18.80 101 153 20 50 |72.8 342 O
D968S-A5C-1570 15.70 83 133 16 48 59.5 286 O D968S-A5C-1890 18.90 101 153 20 50 72.7 344 O
D968S-A5C-1580 15.80 83 133 16 48 59.3 288 O D968S-A5C-1900 19.00 101 153| 20 50 725 346 O
D968S-A5C-1600| 16.00 83 133 16 | 48 59.0 291 @ D968S-A5C-1915 19.15 101 153 20 50 723 349 O
D968S-A5C-1625 16.25 93 143 18 48 68.6 296 O D968S-A5C-1950 19.50 101 153 20 50 [71.8 3.55 O
D968S-A5C-1650| 16.50 93 143 18 | 48 68.3 3.00 O D968S-A5C-1980 19.80 101 153 20 50 71.3 3.60 O
D968S-A5C-1675/16.75 93 143 18 48 67.9 3.05 O D968S-A5C-2000 20.00 101 153 20 50 |71.0 3.64 O
D968S-A5C-1680 16.80 93 143 18 48 67.8 3.06 O Unit (mm)
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools
Range of Sizes DC(m7) DMM(h6)
>2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.013
Workpiece Material
B m [3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH ‘?".‘d ) Gray Cast | AIZ%?ﬁSm Cast . High- -
g, MofSe ferwg sl o SO Moy ot pumian GRS GO e T Pt totera
Alloy Steel Steel Cast Iron Aluminium  Alloy y Alloy Y ee ee
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) © @) @) @) O @)
© Most Suitable O Suitable Recommended Cutting Data % P123
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A3N =)o 3D | A

3D External Coolant Twist Drill for Plain Steel Machining

LU PL
% 9 M&/Q
LS LCF 140°
6AL

Order No. (51(7:) LCF OAL EZMG’)V' s w e Order No. (g% LCF OAL D(mj";/l S W P oo
D938-A3N-0100 1.00 7 @ 45 4 30 55 018 @ D938-A3N-0285 2.85 17 55 4 |33 /127052 O
D938-A3N-0105 1.05 7 45 4 30 54 019 O D938-A3N-0290 290 17 55 4 33 127053 @
D938-A3N-0110  1.10 7 | 45 4 30 54 020 @ D938-A3N-0295 2.95 17 55 4 33 1126|054 O
D938-A3N-0120 1.20 7 45 4 30 52 022 @ D938-A3N-0300 3.00 20 62 6 36 155 055 @
D938-A3N-0130 1.30 7 45 4 30 51 024 e D938-A3N-0305 3.05 20 62 6 36 154 056 @
D938-A3N-0140 140 7 45 4 30 49 025 @ D938-A3N-0310 3.10 20 62 6 36 154 056 @
D938-A3N-0145 1.45 7 45 4 30 48 026 O D938-A3N-0315 3.15 20 62 6 |36 153057, O
D938-A3N-0150 150 9 55 4 38 6.8 027 @ D938-A3N-0320 3.20 20 62 6 36 152 058 @
D938-A3N-0160 1.60 9 55 4 38 6.6 029 @ D938-A3N-0325 3.25 20 62 6 36 151 059 @
D938-A3N-0165 165 9 55 4 38 65 030 O D938-A3N-0330 3.30 20 62 6 36 151 060 @
D938-A3N-0170 1.70 9 55 4 38 65 031 @ D938-A3N-0335 3.35 20 62 6 | 36 15.0 061 O
D938-A3N-0175 1.75 9 55 4 38 64 032 O D938-A3N-0340 3.40 20 62 6 36 149 062 @
D938-A3N-0180 1.80 9 55 4 38 63 033 @ D938-A3N-0350 3.50 20 62 6 36 148 064 @
D938-A3N-0185 1.85 9 55 4 38 6.2 034 O D938-A3N-0355 3.55 20 62 6 36 147 065 O
D938-A3N-0190 1.90 9 55 4 38 62 035 @ D938-A3N-0360 3.60 20 62 6 36 146 066 @
D938-A3N-0200 2.00 13 55 4 36 10.0 036 @ D938-A3N-0365 3.65 20 62 6 36 145 066 O
D938-A3N-0205 2.05 13 55 4 36 99 037 O D938-A3N-0370 3.70 20 62 6 36 145 067 @
D938-A3N-0210 2.10 13 55 4 36 99 038 @ D938-A3N-0380 3.80 24 66 6 36 183 069 @
D938-A3N-0220 2.20 13 55 4 36 9.7 040 @ D938-A3N-0385 3.85 24 66 6 |36 182070 O
D938-A3N-0230 230 13 55 4 36 96 042 @ D938-A3N-0390 3.90 24 66 6 36 182 071 @
D938-A3N-0235 235 13 55 4 36 95 043 O D938-A3N-0395 3.95 24 66 6 36 18.1 /072 O
D938-A3N-0240 240 17 55 4 33 134 044 @ D938-A3N-0400 4.00 24 66 6 36 18.0/ 073 @
D938-A3N-0250 2.50 17 | 55 4 33 133 045 @ D938-A3N-0405 4.05 24 66 6 36 17.9 074 O
D938-A3N-0260 2.60 17 55 4 33 13.1 047 @ D938-A3N-0410 4.10 24 66 6 36 179 075 @
D938-A3N-0270 2.70 17 55 4 33 13.0 049 @ D938-A3N-0415 4.15 24 66 6 36 17.8 0.76 @
D938-A3N-0275 2.75 17 55 4 33 129 050 O D938-A3N-0420 4.20 24 66 6 36 17.7 0.76 @
D938-A3N-0280 2.80 17 55 4 33 128 051 @ D938-A3N-0425 4.25 24 66 6 36 17.6 077 O

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A ~m I N B 0O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca}st Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast = Aluminum - temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC 35-48HRC <32HRC |35-45HRC | Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
© O O @)
© Most Suitable O Suitable Recommended Cutting Data % P125
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A3N =)o 3D [ A

3D External Coolant Twist Drill for Plain Steel Machining

LU PL
% Q MM
LS LCF 140°
6AL

Continued

Order No. (r'%% LCF OAL D(r"]’g;" S W P oo Order No. (r[r’]% LCF OAL “Zﬁ”s%” s w PN
D938-A3N-0430 4.30 24 66 6 36 176 0.78 @ D938-A3N-0565 5.65 28 66 6 36 195/1.03 O
D938-A3N-0435 | 435 24 66 6 36 17.5 0.79 O D938-A3N-0570 570 28 66 6 36 195 1.04 @
D938-A3N-0440 4.40 24 66 6 36 174 080 @ D938-A3N-0575 5.75 28 66 6 36 194 1.05 O
D938-A3N-0445 4.45 24 66 6 |36 173081 O D938-A3N-0580 5.80 28 66 6 36 193 1.06 @
D938-A3N-0450 4.50 24 66 6 36 173 082 @ D938-A3N-0585 5.85 28 66 6 36 19.2 1.06 O
D938-A3N-0455 4.55 24 66 6 |36 17.2/083 O D938-A3N-0590 5.90 28 66 6 36 19.2 1.07 @
D938-A3N-0460 4.60 24 66 6 36 17.1 0.84 @ D938-A3N-0595 5.95 28 66 6 36 19.1/1.08 O
D938-A3N-0465 4.65 24 66 6 36 17.0 0.85 @ D938-A3N-0600 6.00 28 66 6 36 19.0 1.09 @
D938-A3N-0470 4.70 24 66 6 36 17.0 0.86 @ D938-A3N-0605 6.05 28 66 6 36 189 /1.10| O
D938-A3N-0475 4.75 28 66 6 36 209 086 O D938-A3N-0610 6.10 34 79 8 36 249 111 @
D938-A3N-0480 4.80 28 66 6 36 208 087 @ D938-A3N-0620 6.20 34 79 8 36 247 113 @
D938-A3N-0485 4.85 28 66 6 36 20.7 088 O D938-A3N-0625 6.25 34 79 8 36 246 1.14 O
D938-A3N-0490 4.90 28 66 6 36 20.7 0.89 @ D938-A3N-0630 6.30 34 79 8 36 246 1.15 @
D938-A3N-0495 4.95 28 66 6 36 20.6 090 O D938-A3N-0635 6.35 34 79 8 36 245 116 O
D938-A3N-0500 5.00 28 66 6 36 205 091 @ D938-A3N-0640 6.40 34 79 8 36 244 116 @
D938-A3N-0505 5.05 28 66 6 |36 204 092 O D938-A3N-0645 6.45 34 79 8 36 243 117 O
D938-A3N-0510 5.10 28 | 66 6 36 204 093 e D938-A3N-0650 6.50 34 79 8 36 243 1.18 @
D938-A3N-0515 5.15 28 66 6 |36 203094 O D938-A3N-0655 6.55 34 79 8 36 242 119 O
D938-A3N-0520 5.20 28 66 6 36 202 095 @ D938-A3N-0660 6.60 34 79 8 36 241 120 @
D938-A3N-0525 5.25 28 66 6 36 20.1 096 O D938-A3N-0665 6.65 34 79 8 36 240 1.21 O
D938-A3N-0530 5.30 28 66 6 36 20.1 09% @ D938-A3N-0670 6.70 34 79 8 36 240 1.22 @
D938-A3N-0535 | 535 28 66 6 | 36 20.0 097 O D938-A3N-0675 6.75 34 79 8 36 239 123 O
D938-A3N-0540 5.40 28 66 6 36 199 098 @ D938-A3N-0680 6.80 34 79 8 36 238 124 @
D938-A3N-0545 5.45 28 66 6 |36 19.8/099| O D938-A3N-0685 6.85 34 79 8 36 237 125 O
D938-A3N-0550 5.50 28 66 6 36 19.8 1.00 @ D938-A3N-0690 6.90 34 79 8 36 237 1.26 @
D938-A3N-0555 5.55 28 66 6 36 19.7 1.01 @ D938-A3N-0695 6.95 34 79 8 36 236 1.26 O
D938-A3N-0560 5.60 28 66 6 36 196 1.02 @ D938-A3N-0700 7.00 34 79 8 36 235 127 @

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B @O
12 | 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; I
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum -~ temperature
Tool Steel Martensitic|  Steel Nodular = CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% | Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
O O @) @)
© Most Suitable O Suitable Recommended Cutting Data % P125
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A3N =)o 3D | A

3D External Coolant Twist Drill for Plain Steel Machining

LU PL
% 9 M&/Q
LS LCF 140°
6AL

Continued

Order No. (51(7:) LCF OAL EZMG’)V' s w e Order No. (r'%% LCF OAL D(r"]’g;" S W PL oo
D938-A3N-0705 7.05 34 79 8 36 234 128 O D938-A3N-0855 855 47 89 10 40 342 1.56 O
D938-A3N-0710 7.10 41 79 8 36 304 1.29 @ D938-A3N-0860 8.60 47 89 10 40 341 1.57 @
D938-A3N-0720 7.20 41 79 8 36 302 131 @ D938-A3N-0870 870 47 89 10 40 340 1.58 @
D938-A3N-0730 730 41 79 8 36 301 133 @ D938-A3N-0880 8.80 47 89 10 40 338 1.60 @
D938-A3N-0735 7.35 41 79 8 36 300 134 O D938-A3N-0885 8.85 47 89 10 40 337 1.61 O
D938-A3N-0740 7.40 41 79 8 36 299 135 @ D938-A3N-0890 890 47 89 10 40 337 1.62 @
D938-A3N-0745 7.45 41 79 8 36 298 136 @ D938-A3N-0895 895 47 89 10 40 33.6 1.63 O
D938-A3N-0750 7.50 41 79 8 36 298 1.36 @ D938-A3N-0900 9.00 47 89 10 40 335 1.64 @
D938-A3N-0755 7.55 41 79 8 36 297 137 @ D938-A3N-0905 9.05 47 89 10 40 33.4 1.65 O
D938-A3N-0760 7.60 41 79 8 36 296 1.38 @ D938-A3N-0910 9.10 47 89 10 40 334 1.66 @
D938-A3N-0765 7.65 41 79 8 36 295 1.39 O D938-A3N-0915 9.15 47 89 10 40 333 1.67 O
D938-A3N-0770 7.70 41 79 8 36 295 140 @ D938-A3N-0920 9.20 47 89 10 40 332 1.67 @
D938-A3N-0775 7.75 41 79 8 36 294 141 O D938-A3N-0925 9.25 47 89 10 40 33.1 1.68 O
D938-A3N-0780 7.80 41 79 8 36 293 142 @ D938-A3N-0930 9.30 47 89 10 40 33.1 1.69 @
D938-A3N-0785 7.85 41 79 8 36 292 143 O D938-A3N-0935 935 47 89 10 40 33.0 1.70 @
D938-A3N-0790 7.90 41 79 8 36 292 1.44 @ D938-A3N-0940 9.40 47 89 10 40 329 1.71 @
D938-A3N-0795 7.95 41 79 8 36 291 145 O D938-A3N-0945 9.45 47 89 10 40 328 172 O
D938-A3N-0800 800 41 79 8 36 290 1.46 @ D938-A3N-0950 9.50 47 89 10 40 328 173 @
D938-A3N-0805 805 41 79 8 36 289 146 O D938-A3N-0955 9.55 47 89 10 40 327 174 @
D938-A3N-0810 8.10 47 89 10 40 349 147 @ D938-A3N-0960 9.60 47 89 10 40 32.6 175 @
D938-A3N-0815 8.15 47 89 10 40 348 148 O D938-A3N-0965 9.65 47 89 10 40 325 1.76 O
D938-A3N-0820 820 47 89 10 40 347 149 @ D938-A3N-0970 9.70 47 89 10 40 325 1.77 @
D938-A3N-0825 825 47 89 10 40 346 1.50 O D938-A3N-0975 9.75 47 89 10 40 324 1.77 O
D938-A3N-0830 830 47 89 10 40 346 1.51 @ D938-A3N-0980 9.80 47 89 10 40 323 1.78 @
D938-A3N-0840 8.40 47 89 10 40 344 1.53 @ D938-A3N-0985 9.85 47 89 10 40 322 179 O
D938-A3N-0845 845 47 89 10 40 343 1.54 O D938-A3N-0990 9.90 47 89 10 40 322 1.80 @
D938-A3N-0850 850 47 89 10 40 343 1.55 @ D938-A3N-0995 9.95 47 89 10 40 321 1.81 O

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A ~m 3 N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca;t Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast = Aluminum .| temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450  <HB400 45-55HRC 55-60HRC
O O O O O
© Most Suitable O Suitable Recommended Cutting Data % P125
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A3N =)o 3D [ A

3D External Coolant Twist Drill for Plain Steel Machining

LU PL

E . —— —

E 8 MM
LS LCF 140°
OAL

Continued
DC DMM In DC DMM In
Order No. m?) LCF OAL (h6) LIS LW PL Stock Order No. m7) LCF OAL (h6) LS LW PL Stock

D938-A3N-1000 10.00 47 89 10 40 32.0 1.82
D938-A3N-1005 10.05 47 89 10 40 31.9 1.83
D938-A3N-1010 10.10 55 102 12 45 399 1.84
D938-A3N-1015 10.15 55 102 12 45 39.8 1.85
D938-A3N-1020 10.20 55 102 12 45 39.7 1.86
D938-A3N-1025 10.25 55 102 12 45 39.6 1.87
D938-A3N-1030 10.30 55 102 12 45 39.6 1.87
D938-A3N-1035 10.35 55 102 12 45 39.5 1.88
D938-A3N-1040 10.40 55 102 12 45 394 1.89
D938-A3N-1050 10.50 55 102 12 45 393 1.91
D938-A3N-1060 10.60 55 102 12 45 39.1 1.93
D938-A3N-1070 10.70 55 102 12 45 39.0 1.95
D938-A3N-1080 10.80 55 102 12 45 38.8 1.97
D938-A3N-1085 10.85 55 102 12 45 387 1.97
D938-A3N-1090 10.90 55 102 12 45 38.7 1.98
D938-A3N-1100 11.00 55 102 12 45 38.5 2.00
D938-A3N-1105 | 11.05 55 102 12 45 38.4 2.01
D938-A3N-1110 11.10 55 102 12 45 384 2.02
D938-A3N-1115 11.15 55 102 12 45 38.3 2.03
D938-A3N-1120 11.20 55 102 12 45 38.2 2.04
D938-A3N-1125 11.25 55 102 12 45 38.1 2.05
D938-A3N-1130 11.30 55 102 12 45 38.1 2.06
D938-A3N-1135 11.35 55 102 12 45 38.0 2.07
D938-A3N-1140 11.40 55 102 12 45 379 2.07
D938-A3N-1145 11.45 55 102 12 45 37.8 2.08
D938-A3N-1150 11.50 55 102 12 45 37.8 2.09
D938-A3N-1155 11.55 55 102 12 45 37.7 2.10

D938-A3N-1160 11.60 55 102 12 | 45 37.6 2.11
D938-A3N-1170 11.70 55 102 12 45 375 2.13
D938-A3N-1180 11.80 55 102 12 45 37.3 2.15
D938-A3N-1190 11.90 55 102 12 | 45 37.2 2.17
D938-A3N-1195 11.95 55 102 12 45 37.1 2.17
D938-A3N-1200 12.00 55 102 12 | 45 37.0 2.18
D938-A3N-1205 12.05 55 102 12 | 45 36.9 2.19
D938-A3N-1210 12.10 60 107 14 | 45 41.9 2.20
D938-A3N-1215 12.15 60 107 14 45 418 221
D938-A3N-1220 12.20 60 107 14 45 41.7 2.22
D938-A3N-1225 12.25 60 107 14 45 41.6 223
D938-A3N-1230 12.30 60 107 14 45 41.6 224
D938-A3N-1240 12.40 60 107 14 45 41.4 226
D938-A3N-1245 12.45 60 107 14 | 45 41.3 227
D938-A3N-1250 12.50 60 107 14 45 41.3 227
D938-A3N-1255 12.55 60 107 14 | 45 41.2 2.28
D938-A3N-1260 12.60 60 107 14 | 45 41.1 2.29
D938-A3N-1270 12.70 60 107 14 | 45 41.0 2.31
D938-A3N-1275 12.75 60 107 14 | 45 40.9 232
D938-A3N-1280 12.80 60 107 14 | 45 40.8 2.33
D938-A3N-1285 12.85 60 107 14 45 40.7 2.34
D938-A3N-1290 12.90 60 107 14 45 40.7 2.35
D938-A3N-1300 13.00 60 107 14 45 405 2.37
D938-A3N-1305 13.05 60 107 14 | 45 40.4 237
D938-A3N-1310 13.10 60 107 14 | 45 40.4 2.38
D938-A3N-1315 13.15 60 107 14 | 45 403 2.39
D938-A3N-1320 13.20 60 107 14 45 40.2 2.40

[OAN REGAN REGAN REGRN BEGHN REORN BN BN BN BN BN BN BN AN BN BN BN BEGAN BNC
® O OO0l e e O e Oeee O 66O OO0 O e o0 0

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B @O
12 | 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; I
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum C‘?St Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum -~ temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <32HRC 35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
©) ©) © @) @)
© Most Suitable O Suitable Recommended Cutting Data % P125
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A3N

3D External Coolant Twist Drill for Plain Steel Machining

DIN nano
6535HA

LU PL
% 9 M&/Q
LS LCF 140°
6AL
Continued
Order No. (51(7:) LCF OAL [zr’}"e'\)" s w e Order No. (g% LCF OAL D(mj";/l S W P oo
D938-A3N-1325 13.25 60 107 14 | 45 40.1 241 O D938-A3N-1510 15.10 65 115 16 48 424 275 @
D938-A3N-1330 13.30 60 107 14 | 45 40.1 242 O D938-A3N-1515 | 15.15 65 115 16 | 48 423 276 O
D938-A3N-1335 13.35 60 107 14 | 45 40.0 243 O D938-A3N-1520 | 15.20 65 115 16 48 422 277 @
D938-A3N-1340 13.40 60 107 14 45 399 244 @ D938-A3N-1525 15.25 65 115 16 | 48 421 278 O
D938-A3N-1350 13.50 60 107 14 | 45 39.8 246 @ D938-A3N-1530 15.30 65 115 16 48 421 278 @
D938-A3N-1355 13.55 60 107 14 | 45 39.7 247 O D938-A3N-1535 1535 65 115 16 48 42.0 279 O
D938-A3N-1360 13.60 60 107 14 | 45 39.6 247 O D938-A3N-1540 15.40 65 115 16 48 419 280 O
D938-A3N-1370 13.70 60 107 14 45 39.5 249 O D938-A3N-1550 15.50 65 115 16 48 41.8 282 @
D938-A3N-1375 13.75 60 107 14 | 45 394 250 O D938-A3N-1555 15.55 65 115 16 48 41.7 2.83 O
D938-A3N-1380 13.80 60 107 14 | 45 393 251 @ D938-A3N-1560 15.60 65 115 16 48 41.6 284 O
D938-A3N-1390 13.90 60 107 14 | 45 39.2 253 O D938-A3N-1570 15.70 65 115 16 48 415 286 @
D938-A3N-1395 13.95 60 107 14 | 45 39.1 254 O D938-A3N-1580 15.80 65 115 16 K 48 413 283 @
D938-A3N-1400 14.00 60 107 14 | 45 39.0 255 @ D938-A3N-1590 15.90 65 115 16 48 41.2 289 O
D938-A3N-1405 14.05 60 107 14 | 45 389 256 O D938-A3N-1600 16.00 65 115 16 48 41.0 291 @
D938-A3N-1410 14.10 65 115 16 | 48 439 257 @ D938-A3N-1610 16.10 73 123 18 48 489 293 @
D938-A3N-1420 14.20 65 115 16 | 48 43.7 258 @ D938-A3N-1620 16.20 73 123 18 48 487 295 @
D938-A3N-1425 14.25 65 115 16 | 48 43.6 259 O D938-A3N-1625 16.25 73 123 18 48 486 296 O
D938-A3N-1430 1430 65 115 16 | 48 43.6 260 @ D938-A3N-1630 16.30 73 123 18 48 48.6 297 O
D938-A3N-1440 1440 65 115 16 | 48 434 262 @ D938-A3N-1640 16.40 73 123 18 48 484 298 @
D938-A3N-1450 14.50 65 115 16 | 48 433 264 @ D938-A3N-1650 16.50 73 123 18 48 483 3.00 @
D938-A3N-1460 14.60 65 115 16 | 48 43.1 2.66 @ D938-A3N-1660 16.60 73 123 18 48 48.1 3.02 @
D938-A3N-1470 14.70 65 115 16 | 48 43.0 2.68 @ D938-A3N-1670 16.70 73 123 18 48 48.0 3.04 O
D938-A3N-1475 1475 65 115 16 48 429 268 O D938-A3N-1675 16.75 73 123 18 48 479 3.05 O
D938-A3N-1480 14.80 65 115 16 | 48 428 269 @ D938-A3N-1680 16.80 73 123 18 48 47.8 3.06 O
D938-A3N-1490 14.90 65 115 16 | 48 427 271 O D938-A3N-1690 16.90 73 123 18 48 47.7 3.08 @
D938-A3N-1500 15.00 65 115 16 | 48 425 273 @ D938-A3N-1695 16.95 73 123 18 48 47.6 3.08 O
D938-A3N-1505 15.05 65 115 16 | 48 424 274 O D938-A3N-1700 17.00 73 123 18 48 475 3.09 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B m 3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH ‘?nd . Gray Cast ) AIZ?";?:L?m Cast ) - -
g, MofSes feric S lon USOMOL Mook suminan ST TR e T Haes Hatees
Alloy Steel Steel Cast Iron Aluminium | Alloy Y ateria Alloy oy ee ee
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

©)

© Most Suitable

©)

O Suitable
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A3N e i 30D

3D External Coolant Twist Drill for Plain Steel Machining

LU PL
s o — — ~—)
2 8 = |
LS LCF 140°
OAL
Continued
DC DMM In DC DMM In
Order No. m?) LCF OAL (h6) LS LU PL Stock Order No. (m7) LCF OAL (h6) LS LU PL Stock
D938-A3N-1710 | 17.10 73 123 18 | 48 474 311 O D938-A3N-1860 18.60 79 131 20 50 51.1 338 O
D938-A3N-1720 | 17.20 73 123 18 48 47.2 313 @ D938-A3N-1870 18.70 79 131 20 50 51.0 340 O
D938-A3N-1730 | 17.30 73 123 18 | 48 47.1 3.15 O D938-A3N-1880 18.80 79 131 20 50 50.8 342 O
D938-A3N-1740 | 17.40 73 123 18 48 469 3.17 @ D938-A3N-1890 18.90 79 131 20 50 50.7 344 O
D938-A3N-1750 | 17.50 73 123 18 | 48 46.8 3.18 @ D938-A3N-1900 19.00 79 131 20 50 50.5 346 @
D938-A3N-1760 | 17.60 73 123 18 48 46.6 3.20 @ D938-A3N-1910 19.10 79 131 20 50 504 348 O
D938-A3N-1770 | 17.70 73 123 18 | 48 46.5 322 O D938-A3N-1915 19.15 79 131 20 50 50.3 349 O
D938-A3N-1780 | 17.80 73 123 18 48 463 324 O D938-A3N-1920 19.20 79 131 20 50 50.2 349 O
D938-A3N-1790 | 1790 73 123 18 | 48 46.2 326 O D938-A3N-1930 19.30 79 131 20 50 50.1 3,51 O
D938-A3N-1795 1795 73 123 18 48 46.1 3.27 O D938-A3N-1940 19.40 79 131 20 50 49.9 353 O
D938-A3N-1800 | 18.00 73 123 18 | 48 46.0 3.28 @ D938-A3N-1950 19.50 79 131 20 50 49.8 355 @
D938-A3N-1810 1 18.10 79 131 20 50 51.9 3.29 O D938-A3N-1960 19.60 79 131 20 50 49.6 3.57 O
D938-A3N-1820 | 18.20 79 131 20 | 50 51.7 331 @ D938-A3N-1970 19.70 79 131 20 50 49.5 359 O
D938-A3N-1830 1830 79 131 20 50 51.6 333 O D938-A3N-1980 19.80 79 131 20 50 49.3 3.60 O
D938-A3N-1840 1840 79 131 20 50 51.4 335 O D938-A3N-1990 19.90 79 131 20 50 49.2 362 O
D938-A3N-1850 18.50 79 131 20 50 51.3 337 @ D938-A3N-2000 20.00 79 131 20 50 49.0 364 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast - .
Csatrbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum CaSt Copper | Composite High- Titanium | Hardened = Hardened
eeL  ToolSteel Martensitic Steel | Nodular Castlron /oY% Cast Aluminum " Material €TPETAIE Steel | Steel
Alloy Stee| | 100! Steel | Martensitic eel odular astlron o ium | Allo oy ateria Allo oy ee ee
y Steel Cast Iron y Y
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
© ©) ©) O 0
© Most Suitable O Suitable Recommended Cutting Data % P125
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A3C EIEC

3D Internal Coolant Twist Drill for Plain Steel Machining

LU PL
= ————— —T— — —
= N N 8l - =
LS LCF 1407
OAL
Order No. (r?]% e oa QM s wooeL gl Order No. (gg) e oan QN s WL gy
D938-A3C-1195  2.00 13 55 4 |36 10.0 036 O D938-A3C-0360 3.65 20 62 6 36 145 066 @
D938-A3C-0200 2.05 13 55 4 36 99 037 @ D938-A3C-0365 3.70 20 62 6 36 145/067 O
D938-A3C-0205 2.10 13 55 4 36 99 038 O D938-A3C-0370 380 24 66 6 36 183 069 @
D938-A3C-0210 220 13 55 4 |36 97 040 @ D938-A3C-0380 385 24 66 6 36 182 070 @
D938-A3C-0220 230 13 55 4 |36 96 042 @ D938-A3C-0385 390 24 66 6 36 182 071 O
D938-A3C-0230 235 13 55 4 |36 95 043 @ D938-A3C-0390 395 24 66 6 36 181 072 @
D938-A3C-0235 240 17 55 4 |33 134 044 O D938-A3C-0395 4.00 24 66 6 36 180 073 O
D938-A3C-0240 250 17 55 4 33 133 045 @ D938-A3C-0400 4.05 24 66 6 36 179/074 @
D938-A3C-0250 255 17 55 4 33 132 046 @ D938-A3C-0405 4.10 24 66 6 36 179 075 O
D938-A3C-0255 260 17 55 4 |33 13.1 047 O D938-A3C-0410 4.15 24 66 6 36 178 076 @
D938-A3C-0260 2.70 17 55 4 |33 13.0 049 @ D938-A3C-0415 420 24 66 6 36 17.7 076 O
D938-A3C-0270 2.75 17 55 4 |33 129 050 @ D938-A3C-0420 425 24 66 6 36 176 077 @
D938-A3C-0275 280 17 55 4 |33 128 051 O D938-A3C-0425 430 24 66 6 36 176 078 O
D938-A3C-0280 290 17 55 4 |33 127 053 @ D938-A3C-0430 435 24 66 6 36 175 079 @
D938-A3C-0290 295 17 55 4 33 126 054 @ D938-A3C-0435 440 24 66 6 36 174 080 O
D938-A3C-0295 3.00 20 62 6 36 155 055 O D938-A3C-0440 445 24 66 6 36 173081 @
D938-A3C-0300 3.05 20 62 6 |36 154 056 @ D938-A3C-0445 450 24 66 6 36 173 082 O
D938-A3C-0305 3.10 20 62 6 |36 154 056 O D938-A3C-0450 455 24 66 6 36 172 083 @
D938-A3C-0310  3.15 20 62 6 |36 153 057 @ D938-A3C-0455 4.60 24 66 6 36 17.1 0.84 O
D938-A3C-0315 320 20 62 6 |36 152 058 O D938-A3C-0460 465 24 66 6 36 170 085 @
D938-A3C-0320 325 20 62 6 |36 151 059 @ D938-A3C-0465 470 24 66 6 36 170 086 @
D938-A3C-0325 330 20 62 6 36 151 060 @ D938-A3C-0470 475 28 66 6 36 209/086 @
D938-A3C-0330 335 20 62 6 36 150 061 @ D938-A3C-0475 480 28 66 6 36 20.8 087 O
D938-A3C-0335 340 20 62 6 |36 149 062 O D938-A3C-0480 4.85 28 66 6 | 36 20.7 088 @
D938-A3C-0340 350 20 62 6 |36 148 064 @ D938-A3C-0485 490 28 66 6 | 36 20.7 089 O
D938-A3C-0350 355 20 62 6 |36 147 065 @ D938-A3C-0490 495 28 66 6 | 36 206 090 @
D938-A3C-0355 3,60 20 62 6 |36 146 066 O D938-A3C-0495 5.00 28 66 6 | 36 205 091 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B m [3 N H 0O

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and h Gray Cast AIZ?TZ?:Sm Cast . High- -

S, MojSes feric | Sk Ton SO Moyt suminam P IO e T Hared Haees
Alloy Steel Steel Cast Iron Aluminium | Alloy y ateria Alloy oy ee ee

Alloy

<35HRC 35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

©) ©) ©) O O i
© Most Suitable O Suitable Recommended Cutting Data % P125
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A3C

3D Internal Coolant Twist Drill for Plain Steel Machining

LU PL
b == ks == R H—&
e & e a
LS LCF 140°
OAL
Continued
DC DMM In DC DMM In
Order No. m7) LCF OAL LS W PL gl Order No. m7) LCF OAL Tyl 1S LU PL g
D938-A3C-0500 5.05 28 66 3 204 092 @ D938-A3C-0640 6.45 34 79 3 243 117 @
D938-A3C-0505 5.10 28 66 36 20.4 0.93 D938-A3C-0645 6.50 34 79 36 243 1.18

D938-A3C-0510 5.15 28 66
D938-A3C-0515 5.20 28 66
D938-A3C-0520 5.25 28 66
D938-A3C-0525 5.30 28 66
D938-A3C-0530 5.35 28 66
D938-A3C-0535 5.40 28 66
D938-A3C-0540 5.45 28 66
D938-A3C-0545 550 28 66
D938-A3C-0550 5.55 28 66
D938-A3C-0555 5.60 28 66
D938-A3C-0560 5.65 28 66
D938-A3C-0565 5.70 28 66
D938-A3C-0570 5.75 28 66
D938-A3C-0575 5.80 28 66
D938-A3C-0580 5.85 28 66
D938-A3C-0585 590 28 66
D938-A3C-0590 595 28 66
D938-A3C-0595 6.00 28 66
D938-A3C-0600 6.05 28 66
D938-A3C-0605 6.10 34 79
D938-A3C-0610 6.20 34 79
D938-A3C-0620 6.25 34 79
D938-A3C-0625 6.30 34 79
D938-A3C-0630 6.35 34 79
D938-A3C-0635 6.40 34 79

36 203 0.94
36 20.2 0.95
36 20.1 0.96
36 20.1 0.96
36 20.0 0.97
36 19.9 0.98
36 19.8 0.99
36 19.8 1.00
36 19.7 1.01
36 19.6 1.02
36 19.5 1.03
36 19.5 1.04
36 19.4 1.05
36 19.3 1.06
36 19.2 1.06
36 19.2 1.07
36 19.1 1.08
36 19.0 1.09
36 189 1.10
36 249 1.1
36 247 1.13
36 246 1.14
36 246 1.15
36 245 1.16
36 244 1.16

D938-A3C-0650 6.55 34 79
D938-A3C-0655 6.60 34 79
D938-A3C-0660 6.65 34 79
D938-A3C-0665 6.70 34 79
D938-A3C-0670 6.75 34 79
D938-A3C-0675 6.80 34 79
D938-A3C-0680 6.85 34 79
D938-A3C-0685 6.90 34 79
D938-A3C-0690 6.95 34 79
D938-A3C-0695 7.00 34 79
D938-A3C-0700 7.05 34 79
D938-A3C-0705  7.10 41 79
D938-A3C-0710 7.20 41 79
D938-A3C-0720 730 41 79
D938-A3C-0730 7.35 41 79
D938-A3C-0735 7.40 41 79
D938-A3C-0740 7.45 41 79
D938-A3C-0745 7.50 41 79
D938-A3C-0750 7.55 41 79
D938-A3C-0755 7.60 41 79
D938-A3C-0760 7.65 41 79
D938-A3C-0765  7.70 41 79
D938-A3C-0770 7.75 41 79
D938-A3C-0775 7.80 41 79
D938-A3C-0780 7.85 41 79

36 242 1.19
36 24.1 1.20
36 24.0 1.21
36 24.0 1.22
36 239 1.23
36 238 1.24
36 237 1.25
36 23.7 1.26
36 236 1.26
36 235 1.27
36 234 1.28
36 304 1.29
36 30.2 1.31
36 30.1 1.33
36 30.0 1.34
36 299 1.35
36 29.8 1.36
36 29.8 1.36
36 29.7 1.37
36 29.6 1.38
36 295 1.39
36 295 1.40
36 294 1.4
36 293 142
36 29.2 143

oooooommmmmmmmmmmmmmmmmmmmmmmm%’:
Ol 0O @@ & 6 e O e Ole OeOee e e O e C e Oe C e O
0 00 00 00 00 00| 0O 0O 00 00 0O 00 00 00 00| 0O 00 00 00 0O 00 00 00 0O 00 00 00
® ®© 6 O 060606 066 O 060606 OO0 O 06 O 0O O O 0 O

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; ,
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast | Aluminum -~ temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) ©) ©) O O O
© Most Suitable O Suitable Recommended Cutting Data % P125
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A3C

3D Internal Coolant Twist Drill for Plain Steel Machining

LU PL
2| b STs 8
LS LCF 1407
OAL
Continued
OrderNo. DO Lcr oaL QM 15w e gl OrderNo. DO 1cr oal B 15w e gy
D938-A3C-0785 790 41 79 8 |36 292 144 O D938-A3C-0935 940 47 89 10 40 329 1.71 @
D938-A3C-0790 795 41 79 8 36 29.1 145 @ D938-A3C-0940 945 47 89 10 40 328172 @
D938-A3C-0795 8.00 41 79 8 |36 29.0 146 O D938-A3C-0945 9.50 47 89 10 40 328173 O
D938-A3C-0800 8.05 41 79 8 |36 289 146 @ D938-A3C-0950 9.55 47 89 10 40 327 174 @
D938-A3C-0805  8.10 47 89 10 | 40 349 147 O D938-A3C-0955 9.60 47 89 10 40 326 1.75 @
D938-A3C-0810 8.15 47 89 10 | 40 348 148 @ D938-A3C-0960 9.65 47 89 10 40 325 176 @
D938-A3C-0815  8.20 47 89 10 | 40 347 149 O D938-A3C-0965 9.70 47 89 10 40 325 1.77 O
D938-A3C-0820 825 47 89 10 40 346 150 @ D938-A3C-0970  9.75 47 89 10 40 324 177 @
D938-A3C-0825 830 47 89 10 40 346 151 @ D938-A3C-0975 9.80 47 89 10 40 323178 O
D938-A3C-0830 840 47 89 10 | 40 344 153 @ D938-A3C-0980 9.85 47 89 10 40 322 179 @
D938-A3C-0840 845 47 89 10 | 40 343 154 @ D938-A3C-0985 9.90 47 89 10 40 322 180 O
D938-A3C-0845 850 47 89 10 | 40 343 155 O D938-A3C-0990 9.95 47 89 10 40 321 181 @
D938-A3C-0850 855 47 89 10 | 40 342 156 @ D938-A3C-0995 10.00 47 89 10 40 32.0 1.82 O
D938-A3C-0855 8.60 47 89 10 | 40 34.1 157 O D938-A3C-1000 10.05 47 89 10 40 319 183 @
D938-A3C-0860 8.70 47 89 10 | 40 34.0 158 @ D938-A3C-1005 10.10 55 102 12 45 399 184 O
D938-A3C-0870 8.80 47 89 10 40 338 160 @ D938-A3C-1010 10.15 55 102 12 45 398 185 @
D938-A3C-0880 885 47 89 10 | 40 33.7 161 @ D938-A3C-1015 10.20 55 102 12 45 39.7 186 O
D938-A3C-0885 890 47 89 10 | 40 33.7 162 O D938-A3C-1020 10.25 55 102 12 45 396 187 @
D938-A3C-0890 895 47 89 10 | 40 336 163 @ D938-A3C-1025 10.30 55 102 12 45 396 187 @
D938-A3C-0895 9.00 47 89 10 | 40 335 164 O D938-A3C-1030 10.35 55 102 12 45 395 188 @
D938-A3C-0900 9.05 47 89 10 | 40 334 165 @ D938-A3C-1035 1040 55 102 12 45 394 189 O
D938-A3C-0905 9.10 47 89 10 40 334 166 O D938-A3C-1040 10.50 55 102 12 45 393191 @
D938-A3C-0910  9.15 47 89 10 | 40 333 167 @ D938-A3C-1050 10.60 55 102 12 45 39.1 193 @
D938-A3C-0915 9.20 47 89 10 | 40 33.2 167 O D938-A3C-1060 10.70 55 102 12 45 39.0 195 @
D938-A3C-0920  9.25 47 89 10 | 40 33.1 168 @ D938-A3C-1070 10.80 55 102 12 45 388 197 @
D938-A3C-0925 9.30 47 89 10 | 40 33.1 169 @ D938-A3C-1080 10.85 55 102 12 45 387 197 @
D938-A3C-0930 935 47 89 10 | 40 33.0 1.70 O D938-A3C-1085 10.90 55 102 12 45 387 198 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
@ m [3 N H [
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH ‘f‘".‘d h G'.""V . alzcr)rl;?:l?m Cast . _—
steel, Alloy steel, ferr|t|c./' Stainless | castiron, | High glloy alloy, cast | aluminum Copper alloy Compogte temperature Titanium | Hardened | Hardened
alloy steel tool steel 'martensitic/  steel nodglarcast castiron | ium alloy material alloy alloy Steel Steel
steel iron alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O @ O @)
© Most Suitable O Suitable Recommended Cutting Data % P125
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A3C

3D Internal Coolant Twist Drill for Plain Steel Machining

LU PL
a == T ====- SR T N [a)] -
LS LCF 140°
I
OAL
Continued
DC DMM In DC DMM In
Order No. m7) LCF OAL (h6) LIS LW PL Stock Order No. (m7) LCF OAL (h6) LIS LW PL Stock
D938-A3C-1090 11.00 55 102 12 45 385 2.00 @ D938-A3C-1255 12.55 60 107 14 | 45 412 228 O

D938-A3C-1100 11.05 55 102 12 45 38.4 2.01
D938-A3C-1105 11.10 55 102 12 45 384 2.02
D938-A3C-1110 11.15 55 102 12 45 38.3 2.03
D938-A3C-1115 11.20 55 102 12 45 38.2/2.04
D938-A3C-1120 11.25 55 102 12 45 38.1 2.05
D938-A3C-1125 11.30 55 102 12 45 38.1)2.06
D938-A3C-1130 11.35 55 102 12 45 38.0 2.07
D938-A3C-1135 11.40 55 102 12 45 379 2.07
D938-A3C-1140 11.45 55 102 12 45 37.8 2.08
D938-A3C-1145 11.50 55 102 12 45 37.82.09
D938-A3C-1150 11.55 55 102 12 45 37.7 2.10
D938-A3C-1155 11.60 55 102 12 45 37.6 2.11
D938-A3C-1160 11.70 55 102 12 45 37.5 213
D938-A3C-1170 11.80 55 102 12 45 373 2.15
D938-A3C-1180 11.90 55 102 12 45 37.2 2.17
D938-A3C-1190 1195 55 102 12 45 37.12.17
D938-A3C-1200 12.00 55 102 12 45 37.0 2.18
D938-A3C-1205 12.05 55 102 12 45 36.9 2.19
D938-A3C-1210 12.10 60 107 14 45 41.9 2.20
D938-A3C-1215 12.15 60 107 14 45 41.8 2.21
D938-A3C-1220 12.20 60 107 14 45 41.7 2.22
D938-A3C-1225 12.25 60 107 14 45 416 2.23
D938-A3C-1230 12.30 60 107 14 45 41.6 2.24
D938-A3C-1240 12.40 60 107 14 45 414 2.26
D938-A3C-1245 12.45 60 107 14 45 413227
D938-A3C-1250 12.50 60 107 14 45 41.3)2.27

D938-A3C-1260 12.60 60 107 14 45 41.1 2.29
D938-A3C-1270 12.70 60 107 14 45 41.0 2.31
D938-A3C-1275 12.75 60 107 14 45 409 2.32
D938-A3C-1280 12.80 60 107 14 45 40.8 2.33
D938-A3C-1285 12.85 60 107 14 45 40.7 2.34
D938-A3C-1300 13.00 60 107 14 45 40.5 2.37
D938-A3C-1305 13.05 60 107 14 45 404 237
D938-A3C-1310 13.10 60 107 14 45 404 2.38
D938-A3C-1315 13.15 60 107 14 45 40.3 2.39
D938-A3C-1320 13.20 60 107 14 45 40.2 2.40
D938-A3C-1325 13.25 60 107 14 45 40.1 2.41
D938-A3C-1335 13.35 60 107 14 45 40.0 2.43
D938-A3C-1340 13.40 60 107 14 45 399 244
D938-A3C-1350 13.50 60 107 14 45 39.8 2.46
D938-A3C-1355 13.55 60 | 107 14 | 45 39.7 2.47
D938-A3C-1360 13.60 60 107 14 45 39.6 2.47
D938-A3C-1370 13.70 60 107 14 45 39.5 2.49
D938-A3C-1375 13.75 60 107 14 45 39.4 2.50
D938-A3C-1380 13.80 60 107 14 45 39.3 2.51
D938-A3C-1390 13.90 60 107 14 45 39.2 2.53
D938-A3C-1395 13.95 60 107 14 45 39.1 2.54
D938-A3C-1400 14.00 60 107 14 45 39.0 2.55
D938-A3C-1405 14.05 60 107 14 45 389 2.56
D938-A3C-1420 14.20 65 115 16 48 43.7 2.58
D938-A3C-1425 14.25 65 115 16 @ 48 43.6 2.59
D938-A3C-1430 14.30 65 115 16 48 43.6 2.60

® OO0 0|00 e e OO0 e ol Oe 0O e O e C e
00| O0C @O0 0|0j0j0O|0O0C|e®O0|0O00|0j0O/0C/e® O @ O 0|0

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast = Aluminum -~ temperature
Tool Steel Martensitic|  Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium  Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <32HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
@) ©) ©) O O O
© Most Suitable O Suitable Recommended Cutting Data % P125
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A3C

3D Internal Coolant Twist Drill for Plain Steel Machining

LU PL
= &*:\ === === =0 Q
% e Ty RO ey [a]
LS LCF 1407
OAL
Continued
DC DMM In DC DMM In
Order No. m7) LCF OAL (h6) LS LU PL Stock Order No. m?) LCF OAL (h6) LS LU PL Stock
D938-A3C-1450 14.50 65 115 16 48 433264 @ D938-A3C-1675 16.75 73 123 18 48 479 3.05 O
D938-A3C-1460 14.60 65 115 16 @ 48 43.1 266 O D938-A3C-1680 16.80 73 123 18 48 47.8 3.06 O
D938-A3C-1470 14.70 65 115 16 K 48 43.0 268 O D938-A3C-1690 16.90 73 123 18 @ 48 47.7 3.08 O
D938-A3C-1475 14.75 65 115 16 48 429 268 O D938-A3C-1695 16.95 73 123 18 48 476 3.08 O
D938-A3C-1480 14.80 65 115 16 48 428269 @ D938-A3C-1700 17.00 73 123 18 48 475 3.09 @
D938-A3C-1500 15.00 65 115 16 48 425 273 @ D938-A3C-1750 17.50 73 123 18 48 46.8 3.18 @
D938-A3C-1505 15.05 65 115 16 48 424274 O D938-A3C-1770 17.70 73 123 18 48 46.5 322 O
D938-A3C-1510 15.10 65 115 16 48 424 275 O D938-A3C-1780 17.80 73 123 18 48 463 324 O
D938-A3C-1515 15.15 65 115 16 K 48 423 276 O D938-A3C-1795 17.95 73 123 18 48 46.1 3.27 O
D938-A3C-1520 15.20 65 115 16 48 422277 O D938-A3C-1800 18.00 73 123 18 48 46.0 3.28 @
D938-A3C-1525 15.25 65 115 16 48 42.1/278 O D938-A3C-1830 18.30 79 131 20 50 51.6 333 O
D938-A3C-1530 15.30 65 115 16 48 42.1 278 @ D938-A3C-1850 18.50 79 131 20 50 51.3 337 O
D938-A3C-1535 15.35 65 115 16 48 420279 O D938-A3C-1880 18.80 79 131 20 50 50.8 342 O
D938-A3C-1550 15.50 65 115 16 48 41.8 282 O D938-A3C-1900 19.00 79 131 20 50 50.5 3.46 O
D938-A3C-1555 1555 65 115 16 48 41.7 283 O D938-A3C-1915 19.15 79 131 20 50 503 349 O
D938-A3C-1570 15.70 65 115 16 @ 48 415 286 @ D938-A3C-1930 19.30 79 131 20 50 50.1 351 O
D938-A3C-1580 15.80 65 115 16 48 41.3/2.88 @ D938-A3C-1950 19.50 79 131 20 50 498 355 O
D938-A3C-1600 16.00 65 115 16 48 41.0 291 @ D938-A3C-1960 19.60 79 131 20 50 49.6 3.57 O
D938-A3C-1610 16.10 73 123 18 48 409293 O D938-A3C-1970 19.70 79 131 20 50 495 359 O
D938-A3C-1625 16.25 73 123 18 48 48.6 296 O D938-A3C-1980 19.80 79 131 20 50 493 3.60 O
D938-A3C-1650 16.50 73 123 18 48 483/3.00 @ D938-A3C-2000 20.00 79 131 20 50 49.0 3.64 @
@Stock (OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AITJ(:“;?:Sm Cast High-
S Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy ; Copper | Composite 9 Titanium | Hardened = Hardened
teel, Tool Steel M - Steel Nodul Cast1 Alloy, Cast | Aluminum Al Material | temperature Steel Steel
Alloy Stee] | 100! Steel | Martensitic tee odular astlron |\t im | Allo oy ateria Allo oy tee tee
Y Steel Cast Iron Y Y
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
©) ©) © O O O
© Most Suitable O Suitable Recommended Cutting Data % P125
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A5N =z a1 f 5 [

5D External Coolant Twist Drill for Plain Steel Machining

LU PL
- | 3 e E——
g | a H} /\&:
Ls LCF -/ 140°
OAL
DC DMM In DC DMM In
Order No. m?) LCF OAL (h6) LS LU PL Stock Order No. (m7) LCF OAL (h6) LS LU PL Stock
D938-A5N-0100 1.00 9 @ 45 28 7.5 018 @ D938-A5N-0260 2.60 22 62 35 18.1 047 @
D938-A5N-0105 1.05 9 | 45 28 7.4 0.19 D938-A5N-0265 | 2.65 22 62 35 18.0 0.48
D938-A5N-0110 1.10 9 | 45 28 7.4 0.20 D938-A5N-0270 2.70 22 62 35 18.0 0.49
D938-A5N-0120 1.20 9 @ 45 28 7.2 0.22 D938-A5N-0275 2.75 22 62 35 17.9 0.50
D938-A5N-0130 1.30 9 45 28 7.1 0.24 D938-A5N-0280 2.80 22 62 35 17.8 0.51
D938-A5N-0140 1.40 9 @ 45 28 6.9 0.25 D938-A5N-0290 2.90 22 62 35 17.7 0.53

D938-A5N-0145 145 9 45
D938-A5N-0150 1.50 12 | 55
D938-A5N-0155 1.55 12 | 55
D938-A5N-0160 1.60 12 55
D938-A5N-0165 1.65 12 55
D938-A5N-0170 1.70 12 55
D938-A5N-0175 1.75 12 55
D938-A5N-0180 1.80 12 55
D938-A5N-0185 1.85 12 55
D938-A5N-0190 1.90 12 55
D938-A5N-0195 195 12 55
D938-A5N-0200 2.00 18 62
D938-A5N-0205 2.05 18 62
D938-A5N-0210 2.10 18 62
D938-A5N-0215 215 18 62
D938-A5N-0220 2.20 18 62
D938-A5N-0230 230 18 62
D938-A5N-0235 235 18 62
D938-A5N-0240 2.40 22 62
D938-A5N-0250 2.50 22 62
D938-A5N-0255 255 22 62

28 6.8 0.26
35 9.8 0.27
35 9.7 0.28
35 9.6 0.29
35 9.5 0.30
35 95 0.31
35 94 032
35 93 0.33
35 92 034
35 92 035
35 9.1 035
38 15.0 0.36
38 14.9 0.37
38 14.9 0.38
38 14.8 0.39
38 14.7 0.40
38 14.6 0.42
38 145 043
35 18.4 044
35 18.3 045
35 18.2 0.46

D938-A5N-0295 2.95 22 62
D938-A5N-0300 3.00 28 66
D938-A5N-0305 3.05 28 66
D938-A5N-0310 3.10 28 66
D938-A5N-0315 3.15 28 66
D938-A5N-0320 3.20 28 66
D938-A5N-0325 3.25 28 66
D938-A5N-0330 3.30 28 66
D938-A5N-0335 3.35 28 66
D938-A5N-0340 3.40 28 66
D938-A5N-0350 3.50 28 66
D938-A5N-0355 3.55 28 66
D938-A5N-0360 3.60 28 66
D938-A5N-0365 3.65 28 66
D938-A5N-0370 3.70 28 66
D938-A5N-0380 | 3.80 36 74
D938-A5N-0385 3.85 36 74
D938-A5N-0390 3.90 36 74
D938-A5N-0395 395 36 74
D938-A5N-0400 4.00 36 74
D938-A5N-0405 4.05 36 74

35 17.6 0.54
36 23.5 0.55
36 23.4 0.56
36 23.4/0.56
36 23.30.57
36 23.2 0.58
36 23.1 0.59
36 23.10.60
36 23.0 0.61
36 22.9 0.62
36 22.8 0.64
36 22.7 0.65
36 22.6 0.66
36 22.5/0.66
36 22.5 0.67
36 30.3 0.69
36 30.2/0.70
36 1 30.2 0.71
36 30.1 0.72
36 30.0 0.73
36 29.9 0.74
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@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca,St Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum ., |temperature
Tool Steel Martensitic|  Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Allo
Steel CastIron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O O O
© Most Suitable O Suitable Recommended Cutting Data % P125
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A5N =z 5 [

5D External Coolant Twist Drill for Plain Steel Machining

LU PL
2 [ o — P —
= | a ﬂ?&&:
Ls LCF 140°
OAL
Continued
DC DMM In DC DMM In
Order No. (m?) LCF OAL (h6) LS L PL Stock Order No. m?) LCF OAL (h6) LS LW PL Stock

D938-A5N-0410 4.10 36 74 6 36 299 0.75 @ D938-A5N-0545 | 545 44 82 6 36 358 099 O
D938-A5N-0415 4.15 36 74 6 | 36 29.8 0.76 O D938-A5N-0550 550 44 82 6 36 358 1.00 @
D938-A5N-0420 4.20 36 74 6 |36 29.7 0.76 @ D938-A5N-0555 555 44 82 6 36 357 1.01 @
D938-A5N-0425 425 36 74 6 |36 29.6 0.77 O D938-A5N-0560 5.60 44 82 6 36 356 1.02 @
D938-A5N-0430 430 36 74 6 |36 296 078 @ D938-A5N-0565 5.65 44 82 6 36 355 1.03 O
D938-A5N-0435 435 36 74 6 |36 295 0.79 O D938-A5N-0570  5.70 44 82 6 36 355 1.04 @
D938-A5N-0440 4.40 36 74 6 |36 294 080 @ D938-A5N-0575 575 44 82 6 36 354 1.05 O
D938-A5N-0445 445 36 74 6 36 293 081 O D938-A5N-0580 | 5.80 44 82 6 |36 353 1.06 @
D938-A5N-0450 4.50 36 74 6 |36 293 082 @ D938-A5N-0585 585 44 82 6 36 352 1.06 O
D938-A5N-0455 455 36 74 6 | 36 29.2 0.83 O D938-A5N-0590 590 44 82 6 36 352 1.07 @
D938-A5N-0460 4.60 36 74 6 |36 29.1 084 @ D938-A5N-0595 595 44 82 6 36 351 1.08 O
D938-A5N-0465 4.65 36 74 6 |36 29.0 085 @ D938-A5N-0600 6.00 44 82 6 36 350 1.09 @
D938-A5N-0470 4.70 36 74 6 |36 29.0 0.86 @ D938-A5N-0605 6.05 44 82 6 36 349 1.10 O
D938-A5N-0475 475 44 82 6 |36 369 086 O D938-A5N-0610 | 6.10 53 | 91 8 |36 439 111 @
D938-A5N-0480 4.80 44 82 6 36 36.8 087 @ D938-A5N-0620 | 6.20 53 @ 91 8 |36 437 113 @
D938-A5N-0485 4.85 44 82 6 |36 36.7 0.88 O D938-A5N-0625 | 6.25 53 | 91 8 |36 436 1.14 O
D938-A5N-0490 490 44 82 6 |36 36.7 089 @ D938-A5N-0630 | 6.30 53 91 8 36 436 1.15 @
D938-A5N-0495 495 44 82 6 |36 36.6 090 O D938-A5N-0635 | 6.35 53 | 91 8 |36 435 1.16 O
D938-A5N-0500 5.00 44 82 6 |36 365 091 @ D938-A5N-0640 | 6.40 53 91 8 | 36 434 1.16 @
D938-A5N-0505 5.05 44 82 6 36 364 092 @ D938-A5N-0645 | 6.45 53 | 91 8 |36 433 1.17 O
D938-A5N-0510 5.10 44 82 6 36 364 093 @ D938-A5N-0650  6.50 53 91 8 36 433 1.18 @
D938-A5N-0515 5.15 44 82 6 | 36 363 094 O D938-A5N-0655 | 6.55 53 | 91 8 |36 432 119 O
D938-A5N-0520 520 44 82 6 |36 362 095 @ D938-A5N-0660 | 6.60 53 91 8 |36 431 1.20 @
D938-A5N-0525 5.25 44 82 6 | 36 36.1 096 O D938-A5N-0665 | 6.65 53 | 91 8 |36 43.0 1.21 O
D938-A5N-0530 530 44 82 6 |36 36.1 096 @ D938-A5N-0670 | 6.70 53 @ 91 8 |36 43.0 1.22 @
D938-A5N-0535 535 44 82 6 |36 36.0 097 O D938-A5N-0675 | 6.75 53 | 91 8 |36 429 1.23 O
D938-A5N-0540 540 44 82 6 |36 359 098 @ D938-A5N-0680 | 6.80 53 @ 91 8 |36 428 1.24 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; )
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum - |temperature
Tool Steel | Martensitic|  Steel Nodular = CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
(@) (@) © O O
© Most Suitable O Suitable Recommended Cutting Data % P125
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D938-A5N

5D External Coolant Twist Drill for Plain Steel Machining

Solid Carbide Drills | HOLEMAKING TOOLS

nano

LU PL
| 3 o N
LS LCF /1400
OAL
Continued
Order No. (r'%% LCF OAL D(r"]’g;" S W P oo Order No. (r[r’]% LCF OAL “Zﬁ”s%” s w PN
D938-A5N-0685 | 6.85 53 | 91 8 |36 427 125 O D938-A5N-0830 8.30 61 103 10 40 486 151 @
D938-A5N-0690 6.90 53 91 8 36 427 126 @ D938-A5N-0840 8.40 61 103 10 40 484 153 @
D938-A5N-0695 6.95 53 91 8 36 426 1.26 O D938-A5N-0845 845 61 103 10 40 483 1.54 O
D938-A5N-0700 | 7.00 53 @ 91 8 |36 425 127 @ D938-A5N-0850 8.50 61 103 10 | 40 483 155 @
D938-A5N-0705 | 7.05 53 | 91 8 |36 424 128 O D938-A5N-0855 8.55 61 103 10 40 48.2 1.56 O
D938-A5N-0710 | 7.10 53 @ 91 8 |36 424 129 @ D938-A5N-0860 8.60 61 103 10 | 40 48.1 157 @
D938-A5N-0720 | 7.20 53 | 91 8 |36 422 131 @ D938-A5N-0870 8.70 61 103 10 40 48.0 1.58 @
D938-A5N-0730 7.30 53 91 8 |36 421 133 @ D938-A5N-0880 8.80 61 103 10 | 40 47.8 1.60 @
D938-A5N-0735 7.35 53 91 8 36 420 134 O D938-A5N-0885 8.85 61 103 10 40 47.7 161 O
D938-A5N-0740 | 7.40 53 91 8 36 419 135 @ D938-A5N-0890 8.90 61 103 10 40 47.7 162 @
D938-A5N-0745 | 7.45 53 | 91 8 |36 418 136 @ D938-A5N-0895 8.95 61 103 10 40 47.6 1.63 O
D938-A5N-0750 | 7.50 53 @ 91 8 |36 418 136 @ D938-A5N-0900 9.00 61 103 10 | 40 475 164 @
D938-A5N-0755 | 7.55 53 | 91 8 |36 41.7 137 @ D938-A5N-0905 9.05 61 103 10 40 47.4 1.65 O
D938-A5N-0760 | 7.60 53 @ 91 8 36 416 138 @ D938-A5N-0910 9.10 61 103 10 | 40 47.4 166 @
D938-A5N-0765 | 7.65 53 | 91 8 |36 415 139 O D938-A5N-0915 9.15 61 103 10 40 473 167 O
D938-A5N-0770 7.70 53 91 8 36 415 140 @ D938-A5N-0920 9.20 61 103 10 40 472 167 @
D938-A5N-0775 7.75 53 91 8 36 414 141 O D938-A5N-0925 9.25 61 103 10 40 47.1 1.68 @
D938-A5N-0780 | 7.80 53 @ 91 8 |36 413 142 @ D938-A5N-0930 9.30 61 103 10 | 40 47.1 169 @
D938-A5N-0785 | 7.85 53 | 91 8 |36 41.2 143 O D938-A5N-0935 9.35 61 103 10 40 47.0 1.70 @
D938-A5N-0790 | 7.90 53 91 8 |36 412 144 @ D938-A5N-0940 9.40 61 103 10 | 40 469 1.71 @
D938-A5N-0795 | 7.95 53 | 91 8 |36 41.1 145 O D938-A5N-0945 9.45 61 103 10 40 46.8 1.72 O
D938-A5N-0800 | 8.00 53 91 8 36 410 146 @ D938-A5N-0950 9.50 61 103 10 40 468 1.73 @
D938-A5N-0805 | 8.05 53 | 91 8 36 409 146 O D938-A5N-0955 9.55 61 103 10 40 46.7 1.74 @
D938-A5N-0810 8.10 61 103 10 40 489 147 @ D938-A5N-0960 9.60 61 103 10 | 40 46.6 1.75 @
D938-A5N-0815  8.15 61 103 10 40 488 143 @ D938-A5N-0965 9.65 61 103 10 40 46.5 1.76 O
D938-A5N-0820 8.20 61 103 10 40 487 149 @ D938-A5N-0970 9.70 61 103 10 | 40 465 1.77 @
D938-A5N-0825 825 61 103 10 40 486 1.50 O D938-A5N-0975 9.75 61 103 10 40 46.4 1.77 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B ~m 3 N H O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH %*'.‘d I Gray Cast . Alz%?:jm Cast . - -
o, NofSe, ferc Sales o SR Moyt uminam T OO tyre T rted v
Aloy Steel Steol CastIron Aluminium  Alloy y ' Alloy Y
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

©) O

© Most Suitable

©)

O Suitable

@)

Recommended Cutting Data % P125
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A5N

5D External Coolant Twist Drill for Plain Steel Machining

nano

LU PL
| 8 L eSS
LS LCF 140°
OAL
Continued
Order No. (51(7:) LCF OAL EZMG’)V' s w e Order No. (r'%% LCF OAL D(r"]’g;" S W PL oo
D938-A5N-0980 9.80 61 103 10 | 40 463 1.78 @ D938-A5N-1140 11.40 71 118 12 45 539 2.07 @
D938-A5N-0985 9.85 61 103 10 40 46.2 1.79 O D938-A5N-1145 11.45 71 118 12 45 53.8 2.08 O
D938-A5N-0990 9.90 61 103 10 | 40 46.2 1.80 @ D938-A5N-1150 11.50 71 118 12 45 53.8 2.09 @
D938-A5N-0995 9.95 61 103 10 40 46.1 1.81 O D938-A5N-1155 ' 11.55 71 118 12 45 53.7 210 O
D938-A5N-1000 10.00 61 103 10 | 40 46.0 1.82 @ D938-A5N-1160 11.60 71 118 12 45 536 211 @
D938-A5N-1005 10.05 61 103 10 40 459 183 @ D938-A5N-1170 11.70 71 118 12 45 535 213 @
D938-A5N-1010 10.10 71 118 12 | 45 559 1.84 @ D938-A5N-1180 11.80 71 118 12 45 533 215 @
D938-A5N-1015 10.15 71 118 12 45 558 1.85 O D938-A5N-1190 11.90 71 118 12 45 532 217 @
D938-A5N-1020 10.20 71 118 12 | 45 557 1.86 @ D938-A5N-1195 | 11.95 71 118 12 45 53.1 217 O
D938-A5N-1025 10.25 71 118 12 | 45 556 1.87 @ D938-A5N-1200 12.00 71 118 12 45 53.0 2.18 @
D938-A5N-1030 10.30 71 118 12 | 45 556 1.87 @ D938-A5N-1205 12.05 71 118 12 45 529 219 O
D938-A5N-1035 10.35 71 118 12 | 45 555 1.88 O D938-A5N-1210 12.10 77 124 14 45 589 220 O
D938-A5N-1040 10.40 71 118 12 | 45 554 189 @ D938-A5N-1215 12.15 77 124 14 45 588 221 O
D938-A5N-1050 10.50 71 118 12 45 553 191 @ D938-A5N-1220 12.20 77 124 14 45 587 222 @
D938-A5N-1060 10.60 71 118 12 | 45 55.1 193 @ D938-A5N-1225 12.25 77 124 14 45 586 223 O
D938-A5N-1070 10.70 71 118 12 | 45 55.0 195 @ D938-A5N-1230 | 12.30 77 124 14 | 45 58.6 224 @
D938-A5N-1080 10.80 71 118 12 | 45 548 197 @ D938-A5N-1240 12.40 77 124 14 45 584 226 O
D938-A5N-1085 10.85 71 118 12 | 45 547 197 @ D938-A5N-1245 12.45 77 124 14 45 583 227 O
D938-A5N-1090 10.90 71 118 12 | 45 547 198 @ D938-A5N-1250 12.50 77 124 14 45 583 227 @
D938-A5N-1100 11.00 71 118 12 | 45 545 2.00 @ D938-A5N-1255 12,55 77 124 14 45 582 228 O
D938-A5N-1105 11.05 71 118 12 | 45 54.4 2.01 O D938-A5N-1260 12.60 77 124 14 45 58.1 229 @
D938-A5N-1110 11.10 71 118 12 45 54.4 2.02 @ D938-A5N-1270 | 12.70 77 124 14 | 45 58.0 231 @
D938-A5N-1115 11.15 71 118 12 45 543 2.03 O D938-A5N-1275 12.75 77 124 14 45 579 232 O
D938-A5N-1120 11.20 71 118 12 | 45 542 2.04 @ D938-A5N-1280 12.80 77 124 14 45 578 233 @
D938-A5N-1125 11.25 71 118 12 | 45 54.1 2.05 O D938-A5N-1285 12.85 77 124 14 45 57.7 234 O
D938-A5N-1130 11.30 71 118 12 | 45 54.1 2.06 @ D938-A5N-1290 12.90 77 124 14 45 57.7 235 @
D938-A5N-1135 11.35 71 118 12 | 45 54.0 2.07 O D938-A5N-1300 13.00 77 124 14 45 575 237 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B m 3 N H O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH gr]d ) Gray Cast ) Ali(:;?:gm Cast . - -
o) NS Jerc S o SR Moyt uinam T OO tre T rdend v
Alloy Steel Steel Cast Iron Aluminium | Alloy Y ' Alloy Y
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC

©) ©)

© Most Suitable

©)

O Suitable
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D938-A5N

5D External Coolant Twist Drill for Plain Steel Machining

Solid Carbide Drills | HOLEMAKING TOOLS

nano

LU PL
| 3 o N
LS LCF /1400
OAL
Continued
Order No. (r%) LCF OAL 2::"6")" S W P oo Order No. (r[r’]% LCF OAL “Zﬁ”s%” s w PN
D938-A5N-1305 13.05 77 124 14 45 57.4 237 O D938-A5N-1480 14.80 83 133 16 48 60.8 2.69 @
D938-A5N-1310 13.10 77 124 14 45 57.4 238 O D938-A5N-1490 14.90 83 133 16 48 60.7 271 O
D938-A5N-1315 13.15 77 124 14 45 573 239 O D938-A5N-1500 15.00 83 133 16 48 60.5 273 @
D938-A5N-1320 13.20 77 124 14 45 572 240 @ D938-A5N-1505 15.05 83 133 16 | 48 604 2.74 O
D938-A5N-1325 13.25 77 124 14 45 571 241 O D938-A5N-1510 15.10 83 133 16 | 48 604 275 O
D938-A5N-1330 13.30 77 124 14 45 57.1 242 O D938-A5N-1515 15.15 83 133 16 | 48 603 2.76 O
D938-A5N-1335 13.35 77 124 14 45 57.0 243 O D938-A5N-1520 15.20 83 133 16 | 48 60.2 2.77 O
D938-A5N-1340 13.40 77 124 14 45 569 244 O D938-A5N-1525 15.25 83 133 16 | 48 60.1 2.78 O
D938-A5N-1350 13.50 77 124 14 45 56.8 246 @ D938-A5N-1530 1530 83 133 16 48 60.1 278 O
D938-A5N-1355 13.55 77 124 14 45 56.7 247 O D938-A5N-1535 1535 83 133 16 48 60.0 279 O
D938-A5N-1360 13.60 77 124 14 45 56.6 247 O D938-A5N-1540 15.40 83 133 16 48 599 280 O
D938-A5N-1370 13.70 77 124 14 45 565 249 @ D938-A5N-1550 15.50 83 133 16 | 48 59.8 282 @
D938-A5N-1375 13.75 77 124 14 45 56.4 250 @ D938-A5N-1555 15.55 83 133 16 | 48 59.7 2.83 O
D938-A5N-1380 13.80 77 124 14 45 563 251 @ D938-A5N-1560 15.60 83 133 16 | 48 59.6 2.84 O
D938-A5N-1390 13.90 77 124 14 45 56.2 253 @ D938-A5N-1570 15.70 83 133 16 48 59.5 286 @
D938-A5N-1395 1395 77 124 14 45 56.1 254 O D938-A5N-1580 15.80 83 133 16 48 59.3 2838 @
D938-A5N-1400 14.00 77 124 14 45 56.0 255 @ D938-A5N-1590 15.90 83 133 16 | 48 59.2 289 O
D938-A5N-1405 14.05 77 124 14 45 559 256 O D938-A5N-1600 16.00 83 133 16 | 48 59.0 291 @
D938-A5N-1410 14.10 83 133 16 48 619 257 O D938-A5N-1605 16.05 83 133 16 48 589 292 O
D938-A5N-1420 14.20 83 133 16 48 61.7 258 @ D938-A5N-1610 16.10 93 143 18 | 48 68.9 293 O
D938-A5N-1425 14.25 83 133 16 48 61.6 259 O D938-A5N-1620 16.20 93 143 18 48 68.7 295 O
D938-A5N-1430 14.30 83 133 16 48 61.6 2.60 O D938-A5N-1625 16.25 93 143 18 48 68.6 296 O
D938-A5N-1440 14.40 83 133 16 48 61.4 262 O D938-A5N-1630 16.30 93 143 18 48 686 297 O
D938-A5N-1450 14.50 83 133 16 48 613 264 @ D938-A5N-1640 16.40 93 143 18 | 48 68.4 298 O
D938-A5N-1460 14.60 83 133 16 48 61.1 266 @ D938-A5N-1650 16.50 93 143 18 | 48 683 3.00 @
D938-A5N-1470 14.70 83 133 16 48 61.0 268 O D938-A5N-1660 16.60 93 143 18 | 48 68.1 3.02 @
D938-A5N-1475 14.75 83 133 16 48 609 2.68 O D938-A5N-1670 16.70 93 143 18 | 48 68.0 3.04 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B ~m 3 N H O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH %*'.‘d I Gray Cast . Alz%?:jm Cast . - -
o, NofSe, ferc Sales o SR Moyt uminam T OO tyre T rted v
Aloy Steel Steol CastIron Aluminium  Alloy y ' Alloy Y
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

©) O

© Most Suitable

©)

O Suitable

@)

Recommended Cutting Data % P125
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A5N ra i I 0

5D External Coolant Twist Drill for Plain Steel Machining

LU PL
= [ o —— — —
= | 8 , =25
LS LCF 140°
OAL
Continued
DC DMM In DC DMM In
Order No. (m7) LCF OAL (h6) LS LU PL Stock Order No. m?) LCF OAL (h6) LS LU PL Stock
D938-A5N-1675 16.75 93 143 18 48 67.9 3.05 O D938-A5N-1840 18.40 101 153 20 50 734 335 O
D938-A5N-1680 16.80 93 143 18 48 67.8 3.06 O D938-A5N-1850 | 18.50 101 153 20 | 50 733 337 @
D938-A5N-1690 16.90 93 143 18 48 67.7 3.08 O D938-A5N-1860 ' 18.60 101 153 20 50 73.1 338 @
D938-A5N-1695 16.95 93 143 18 48 67.6 3.08 @ D938-A5N-1870 | 18.70 101 153 20 | 50 73.0 3.40 O
D938-A5N-1700 17.00 93 143 18 48 67.5 3.09 @ D938-A5N-1880 1 18.80 101 153 20 50 72.8 342 O
D938-A5N-1710 17.10 93 143 18 48 674 3.11 O D938-A5N-1890 | 18.90 101 153 20 | 50 72.7 3.44 O
D938-A5N-1720 17.20 93 143 18 48 67.2 3.13 O D938-A5N-1900 ' 19.00 101 153 20 50 725 3.46 @
D938-A5N-1730 17.30 93 143 18 48 67.1 3.15 O D938-A5N-1910 | 19.10 101 153 20 | 50 72.4 3.48 O
D938-A5N-1740 17.40 93 143 18 48 66.9 3.17 O D938-A5N-1915 | 19.15 101 153 20 50 723 3.49 O
D938-A5N-1750 17.50 93 143 18 48 66.8 3.18 @ D938-A5N-1920 | 19.20 101 153 20 | 50 72.2 3.49 O
D938-A5N-1760 17.60 93 143 18 48 66.6 3.20 O D938-A5N-1930 1 19.30 101 153 20 50 72.1 3.51 O
D938-A5N-1770 17.70 93 143 18 48 66.5 322 O D938-A5N-1940 | 19.40 101 153 20 | 50 71.9 353 O
D938-A5N-1780 17.80 93 143 18 48 66.3 3.24 O D938-A5N-1950 | 19.50 101 153 20 50 71.8 3.55 @
D938-A5N-1790 17.90 93 143 18 48 66.2 3.26 O D938-A5N-1960 | 19.60 101 153 20 | 50 71.6 3.57 O
D938-A5N-1795 17.95 93 143 18 48 66.1 3.27 O D938-A5N-1970 1 19.70 101 153 20 50 71.5 3.59 O
D938-A5N-1800 18.00 93 143 18 48 66.0 3.28 @ D938-A5N-1980 | 19.80 101 153 20 | 50 71.3 3.60 O
D938-A5N-1810 18.10 101 153 20 50 73.9 329 O D938-A5N-1990 1 19.90 101 153 20 50 71.2 3.62 O
D938-A5N-1820 18.20 101 153 20 50 73.7 331 O D938-A5N-2000 | 20.00 101 153 20 | 50 71.0 3.64 O
D938-A5N-1830 18.30 101 153 20 50 73.6 333 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast - ’
Csatrbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper | Composite High- Titanium | Hardened = Hardened
el ToolSteel Martensitic  Steel | Nodular = Castlron A0V Cast  Aluminum -y Material ©€TPeralre Steel | Steel
Alloy Stee] | 100! Steel | Martensitic ee odular astlron  \ ium Allo oy aterial Allo oy eel eel
y Steel Cast Iron y Y
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) ©) ©) @) O
© Most Suitable O Suitable Recommended Cutting Data % P125

080 _ GESAC



D938-A5C

5D Internal Coolant Twist Drill for Plain Steel Machining

Solid Carbide Drills | HOLEMAKING TOOLS

N 1 nano

LU PL
H e e 9 E—
LS LCF 140°
OAL
Order No. (r%) LCF OAL 2::"6")" S W P oo Order No. (r[r’]% LCF OAL “Zﬁ”s%” s w PN
D938-A5C-0170  1.70 12 55 4 36 9.5 031 O D938-A5C-0355 355 28 66 6 36 227 0.65 O
D938-A5C-0180 1.80 12 55 4 36 93 033 O D938-A5C-0360 360 28 66 6 36 226 0.66 @
D938-A5C-0200 2.00 18 62 4 38 150 036 @ D938-A5C-0365 365 28 66 6 36 225 066 O
D938-A5C-0205 2.05 18 62 4 38 149 037 O D938-A5C-0370 3.70 28 66 6 36 225 067 @
D938-A5C-0210 2.10 18 62 4 38 149 038 O D938-A5C-0380 380 36 74 6 36 303 069 @
D938-A5C-0220 2.20 18 62 4 38 147 040 O D938-A5C-0385 385 36 74 6 36 30.2 070 O
D938-A5C-0230 230 18 62 4 38 146 042 O D938-A5C-0390 390 36 74 6 36 302 071 @
D938-A5C-0235 235 18 62 4 38 145 043 O D938-A5C-0395 395 36 74 6 36 30.1 072 O
D938-A5C-0240 240 22 62 4 35 184 044 O D938-A5C-0400 4.00 36 74 6 36 300 0.73 @
D938-A5C-0250 2.50 22 62 4 35 183 045 @ D938-A5C-0405 4.05 36 74 6 36 299 0.74 @
D938-A5C-0255 255 22 62 4 35 182 046 O D938-A5C-0410 4.10 36 74 6 36 299 0.75 @
D938-A5C-0260 2.60 22 62 4 35 18.1 047 @ D938-A5C-0415 415 36 74 6 36 298 0.76 O
D938-A5C-0270 2.70 22 62 4 35 180 049 O D938-A5C-0420 420 36 74 6 36 29.7 0.76 @
D938-A5C-0275 275 22 62 4 35 179 050 O D938-A5C-0425 425 36 74 6 36 296 0.77 O
D938-A5C-0280 2.80 22 62 4 35 178 051 @ D938-A5C-0430 430 36 74 6 36 296 0.78 @
D938-A5C-0290 290 22 62 4 35 17.7 053 O D938-A5C-0435 435 36 74 6 36 295 0.79 O
D938-A5C-0295 295 22 62 4 35 176 054 O D938-A5C-0440 440 36 74 6 36 294 080 @
D938-A5C-0300 3.00 28 66 6 36 235 055 @ D938-A5C-0445 445 36 74 6 36 293 081 O
D938-A5C-0305 3.05 28 66 6 36 234 056 @ D938-A5C-0450 450 36 74 6 36 293 082 @
D938-A5C-0310 3.10 28 66 6 36 234 056 @ D938-A5C-0455 455 36 74 6 36 29.2 083 O
D938-A5C-0315 3.15 28 66 6 36 233 057 O D938-A5C-0460 460 36 74 6 36 29.1 084 @
D938-A5C-0320 3.20 28 66 6 36 232 058 @ D938-A5C-0465 465 36 74 6 36 290 085 @
D938-A5C-0325 325 28 66 6 36 23.1 059 @ D938-A5C-0470 470 36 74 6 36 29.0 086 @
D938-A5C-0330 330 28 66 6 36 23.1 060 @ D938-A5C-0475 475 44 82 6 36 369 086 O
D938-A5C-0335 335 28 66 6 36 230 061 O D938-A5C-0480 4.80 44 82 6 36 36.8 087 @
D938-A5C-0340 340 28 66 6 36 229 062 @ D938-A5C-0485 4.85 44 82 6 36 36.7 088 O
D938-A5C-0350 3.50 28 66 6 36 228 064 @ D938-A5C-0490 490 44 82 6 36 36.7 089 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B ~m 3 N H O

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH {ar?d . Gray Cast . AIZ?TZ?:Sm Cast ) - —

o, Mol Ferte Sl Lo OO Mot A GHEET CTION yre T Forleed et
Alloy Steel Steel Cast Iron Aluminium | Alloy y ateria Alloy oy ee ee

Alloy

<35HRC |35-48HRC
©) O

© Most Suitable

©)

O Suitable

<32HRC 35-45HRC Si<12%
@)

Si>12% <HB200

<HB450 <HB400 45-55HRC 55-60HRC

Recommended Cutting Data % P125

GESAC __ 081



HOLEMAKING TOOLS | Solid Carbide Drills

D938-A5C =) 0 |

5D Internal Coolant Twist Drill for Plain Steel Machining

LU PL
| e e e 8 e
LS LCF 140°
OAL
Continued
Order No. (51(7:) LCF OAL EZMG’)V' s w e Order No. (51(7:) LCF OAL [m’)v' s w e
D938-A5C-0495 495 44 82 6 36 366 090 O D938-A5C-0630  6.30 53 91 8 |36 436 1.15 @
D938-A5C-0500 5.00 44 82 6 36 365 091 @ D938-A5C-0635 | 6.35 53 91 8 |36 435 1.16 O
D938-A5C-0505 5.05 44 82 6 36 364 092 @ D938-A5C-0640  6.40 53 91 8 |36 434 1.16 @
D938-A5C-0510 5.10 44 82 6 36 364 093 @ D938-A5C-0645  6.45 53 91 8 |36 433 117 O
D938-A5C-0515 5.15 44 82 6 36 363 094 O D938-A5C-0650 = 6.50 53 91 8 |36 433 1.18 @
D938-A5C-0520 520 44 82 6 36 362 095 @ D938-A5C-0655 | 6.55 53 91 8 |36 432 119 O
D938-A5C-0525 525 44 82 6 36 36.1 096 O D938-A5C-0660 @ 6.60 53 91 8 |36 43.1 1.20 @
D938-A5C-0530 530 44 82 6 36 36.1 096 @ D938-A5C-0665 6.65 53 | 91 8 |36 43.0 1.21 O
D938-A5C-0535 535 44 82 6 36 36.0 097 O D938-A5C-0670  6.70 53 91 8 |36 43.0 122 @
D938-A5C-0538 538 44 82 6 36 359 098 O D938-A5C-0675 | 6.75 53 91 8 |36 429 123 O
D938-A5C-0540 540 44 82 6 36 359 098 @ D938-A5C-0680  6.80 53 91 8 |36 428 124 @
D938-A5C-0545 545 44 82 6 36 358 099 O D938-A5C-0685 | 6.85 53 91 8 |36 427 125 O
D938-A5C-0550 550 44 82 6 36 358 1.00 @ D938-A5C-0690  6.90 53 91 8 |36 427 1.26 @
D938-A5C-0555 555 44 82 6 36 357 1.01 @ D938-A5C-0695 | 6.95 53 91 8 |36 426 1.26 O
D938-A5C-0560 560 44 82 6 36 356 1.02 @ D938-A5C-0700 = 7.00 53 91 8 |36 425 127 @
D938-A5C-0565 565 44 82 6 36 355 1.03 O D938-A5C-0705 | 7.05 53 91 8 |36 424 128 @
D938-A5C-0570 570 44 82 6 36 355 1.04 @ D938-A5C-0710 = 7.10 53 91 8 |36 424 129 @
D938-A5C-0575 575 44 82 6 36 354 1.05 O D938-A5C-0720 | 7.20 53 91 8 |36 422 131 @
D938-A5C-0580 580 44 82 6 36 353 1.06 @ D938-A5C-0730 ' 7.30 53 91 8 |36 421 133 @
D938-A5C-0585 585 44 82 6 36 352 1.06 O D938-A5C-0735 | 7.35 53 91 8 |36 420 134 O
D938-A5C-0590 590 44 82 6 36 352 1.07 @ D938-A5C-0740  7.40 53 91 8 |36 419 135 @
D938-A5C-0595 595 44 82 6 36 351 1.08 O D938-A5C-0745 | 7.45 53 91 8 |36 418 136 @
D938-A5C-0600 6.00 44 82 6 36 350 1.09 @ D938-A5C-0750 = 7.50 53 91 8 |36 418 136 @
D938-A5C-0605 6.05 44 82 6 36 349 110 O D938-A5C-0755 | 7.55 53 91 8 |36 417 137 @
D938-A5C-0610 | 6.10 53 91 8 |36 439 111 @ D938-A5C-0760 = 7.60 53 91 8 |36 416 138 @
D938-A5C-0620  6.20 53 91 8 |36 437 113 @ D938-A5C-0765 | 7.65 53 91 8 |36 415 139 O
D938-A5C-0625  6.25 53 91 8 |36 43,6 1.14 O D938-A5C-0770 ' 7.70 53 91 8 |36 415 140 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B m [3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH gr]d ) Gray Cast ) Alitv)wr]?:gm Cast . - -
o) NS Jertc S o SR Moy Gt inam T COTOOS e T et vt
Alloy Steel Steel Cast Iron Aluminium | Alloy Y ' Alloy Y
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
@) @ © O O
© Most Suitable O Suitable Recommended Cutting Data % P125
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D938-A5C

5D Internal Coolant Twist Drill for Plain Steel Machining

Solid Carbide Drills | HOLEMAKING TOOLS

N 1 nano

LU PL
H e e Q g B e S
LS LCF 140°
OAL
Continued
OrderNo. OO 1cr oal B 15w e OrderNo. DO Lcr oaL QN 15w e gl
D938-A5C-0775 | 7.75 53 | 91 8 136 414 141 O D938-A5C-0925 9.25 61 103 10 | 40 47.1 168 @
D938-A5C-0780 7.80 53 91 8 |36 413 142 @ D938-A5C-0930 9.30 61 103 10 40 47.1 169 @
D938-A5C-0785 | 7.85 53 | 91 8 136 412 143 O D938-A5C-0935 9.35 61 103 10 40 470 1.70 @
D938-A5C-0790 7.90 53 91 8 36 412 144 @ D938-A5C-0940 940 61 103 10 | 40 469 1.71 @
D938-A5C-0795  7.95 53 91 8 136 41.1 145 O D938-A5C-0945 945 61 103 10 | 40 46.8 1.72 O
D938-A5C-0800 8.00 53 91 8 36 410 146 @ D938-A5C-0950 9.50 61 103 10 | 40 46.8 1.73 @
D938-A5C-0805 # 8.05 53 | 91 8 36 409 146 @ D938-A5C-0955 9.55 61 103 10 | 40 46.7 1.74 @
D938-A5C-0810 8.10 61 103 10 40 489 1.47 @ D938-A5C-0960 9.60 61 103 10 | 40 46.6 1.75 @
D938-A5C-0815  8.15 61 103 10 40 48.8/1.48 O D938-A5C-0965 9.65 61 103 10 40 46.5 1.76 O
D938-A5C-0820 8.20 61 103 10 40 487 149 @ D938-A5C-0970  9.70 61 103 10 | 40 465 1.77 @
D938-A5C-0825  8.25 61 103 10 40 486 150 O D938-A5C-0975 9.75 61 103 10 | 40 46.4 1.77 O
D938-A5C-0830 830 61 103 10 40 486 151 @ D938-A5C-0980 9.80 61 103 10 | 40 463 1.78 @
D938-A5C-0840 840 61 103 10 40 484 153 @ D938-A5C-0985 9.85 61 103 10 | 40 46.2 1.79 O
D938-A5C-0845 845 61 103 10 40 483 154 O D938-A5C-0990 9.90 61 103 10 | 40 46.2 1.80 @
D938-A5C-0850  8.50 61 103 10 40 483 155 @ D938-A5C-0992 992 61 103 10 40 46.1 1.81 O
D938-A5C-0855 855 61 103 10 40 482 156 O D938-A5C-0995  9.95 61 103 10 | 40 46.1 1.81 O
D938-A5C-0860 8.60 61 103 10 40 481 157 @ D938-A5C-1000 10.00 61 103 10 | 40 46.0 1.82 @
D938-A5C-0870 8.70 61 103 10 40 48.0 158 @ D938-A5C-1005 10.05 61 103 10 | 40 459 183 @
D938-A5C-0880 8.80 61 103 10 40 478 160 @ D938-A5C-1010 10.10 71 118 12 | 45 559 1.84 @
D938-A5C-0885 8.85 61 103 10 40 47.7 161 O D938-A5C-1015 10.15 71 118 12 | 45 55.8 1.85 O
D938-A5C-0890  8.90 61 103 10 40 477 162 @ D938-A5C-1020 10.20 71 118 12 | 45 55.7 1.86 @
D938-A5C-0895 895 61 103 10 40 476 1.63 O D938-A5C-1025 10.25 71 118 12 45 556 1.87 @
D938-A5C-0900  9.00 61 103 10 40 475 164 @ D938-A5C-1030 10.30 71 118 12 45 556 1.87 @
D938-A5C-0905 9.05 61 103 10 40 474 165 O D938-A5C-1035 10.35 71 118 12 | 45 55,5 1.88 O
D938-A5C-0910  9.10 61 103 10 40 474 166 @ D938-A5C-1040 10.40 71 118 12 | 45 554 1.89 @
D938-A5C-0915  9.15 61 103 10 40 473 167 O D938-A5C-1050 10.50 71 118 12 | 45 553 191 @
D938-A5C-0920  9.20 61 103 10 40 472 167 @ D938-A5C-1060 10.60 71 118 12 | 45 55.1 193 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
@ m I N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
C;t;be?n Alloy Steel, Ee'irélitr:g/ Stainless Gr?r{)SSt High Alloy ﬁllrom?ré:g AIu(r:naiitum Copper | Composite temHiegrr;:cure Titanium | Hardened = Hardened
AIonSt’eeI Tool Steel Ma;tt:r;Titic Steel (l:\l;’);tilljrlg; Cast Iron Alun):'inium Alloy Alloy Material Rllo Alloy Steel Steel
Alloy

<35HRC |35-48HRC <32HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC

© ©
© Most Suitable

@]

O Suitable

) o

Recommended Cutting Data % P125

GESAC __ 083



HOLEMAKING TOOLS | Solid Carbide Drills

D938-A5C =) 0 |

5D Internal Coolant Twist Drill for Plain Steel Machining

LU PL
S e - g s S e
- LS LCF 140°
OAL
Continued
Order No. (51(7:) LCF OAL EZMG’)V' s w e Order No. (r'%% LCF OAL D(r"]’g;" S W PL oo

D938-A5C-1070 10.70 71 118 12 45 55.0 1.95
D938-A5C-1080 10.80 71 118 12 45 54.8 1.97
D938-A5C-1085 10.85 71 118 12 45 54.7 1.97
D938-A5C-1090 10.90 71 118 12 45 54.7 1.98
D938-A5C-1100 11.00 71 118 12 45 54.5 2.00
D938-A5C-1105 11.05 71 118 12 45 54.4 2.01
D938-A5C-1110 11.10 71 118 12 45 54.4 2.02
D938-A5C-1115 11.15 71 118 12 45 543 2.03
D938-A5C-1120 11.20 71 118 12 | 45 54.2 2.04
D938-A5C-1125 11.25 71 118 12 45 54.1 2.05
D938-A5C-1130 11.30 71 118 12 45 54.1 2.06
D938-A5C-1135 1135 71 118 12 45 54.0 2.07
D938-A5C-1140 11.40 71 118 12 45 539 2.07
D938-A5C-1145 11.45 71 118 12 45 53.8 2.08
D938-A5C-1150 11.50 71 118 12 45 53.8 2.09
D938-A5C-1155 11.55 71 118 12 45 53.7 2.10
D938-A5C-1160 11.60 71 118 12 45 53.6 2.11
D938-A5C-1170 11.70 71 118 12 45 53,5 2.13
D938-A5C-1180 11.80 71 118 12 45 53.3 2.15
D938-A5C-1190 11.90 71 118 12 45 53.2 2.17
D938-A5C-1195 11.95 71 118 12 45 53.1 2.17
D938-A5C-1200 12.00 71 118 12 45 53.0 2.18
D938-A5C-1205 12.05 71 118 12 45 529 2.19
D938-A5C-1210 12.10 77 124 14 45 589 2.20
D938-A5C-1215 1 12.15 77 124 14 45 58.8 2.21
D938-A5C-1220 12.20 77 124 14 45 58.7 2.22
D938-A5C-1225 12.25 77 124 14 45 58.6 2.23

D938-A5C-1230 12.30 77 124 14 45 58.6 2.24
D938-A5C-1240 12.40 77 124 14 45 58.4 2.26
D938-A5C-1245 12.45 77 124 14 45 583 2.27
D938-A5C-1250 12.50 77 124 14 45 583227
D938-A5C-1255 12.55 77 124 14 45 58.2 2.28
D938-A5C-1260 12.60 77 124 14 45 58.12.29
D938-A5C-1270 12.70 77 124 14 45 58.0 2.31
D938-A5C-1275 12.75 77 124 14 45 57.9 232
D938-A5C-1280 12.80 77 124 14 45 57.8 2.33
D938-A5C-1285 12.85 77 124 14 45 57.7 234
D938-A5C-1290 1290 77 124 14 45 57.7 235
D938-A5C-1300 13.00 77 124 14 45 57.5]/2.37
D938-A5C-1305 13.05 77 124 14 45 57.4 237
D938-A5C-1310 13.10 77 124 14 45 57.4 238
D938-A5C-1315 13.15 77 124 14 45 573 2.39
D938-A5C-1320 13.20 77 124 14 45 57.22.40
D938-A5C-1325 13.25 77 124 14 45 57.1 2.41
D938-A5C-1330 13.30 77 124 14 45 57.12.42
D938-A5C-1335 13.35 77 124 14 45 57.0 2.43
D938-A5C-1350 13.50 77 124 14 45 56.8 2.46
D938-A5C-1355 13.55 77 124 14 45 56.7 2.47
D938-A5C-1360 13.60 77 124 14 45 56.6 2.47
D938-A5C-1370 13.70 77 124 14 45 56.5 2.49
D938-A5C-1375 13.75 77 124 14 45 56.4 2.50
D938-A5C-1380 13.80 77 124 14 45 56.3 2.51
D938-A5C-1390 13.90 77 124 14 45 56.22.53
D938-A5C-1395 13.95 77 124 14 45 56.12.54

(@)
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@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A ~m 3 N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca'st Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum | |temperature
Tool Steel | Martensitic|  Steel Nodular = CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel CastIron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12%  Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O O O @) O @)
© Most Suitable O Suitable Recommended Cutting Data % P125
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D938-A5C

5D Internal Coolant Twist Drill for Plain Steel Machining

Solid Carbide Drills | HOLEMAKING TOOLS

N 1 nano

LU PL
] e e Q . s S o
LS LCF 140°
OAL
Continued
Order No. (r'%% LCF OAL D(r"]’g;" S W P oo Order No. (r[r’]% LCF OAL “Zﬁ”s%” s w PN
D938-A5C-1400 14.00 77 124 14 45 56.0/ 255 @ D938-A5C-1620 16.20 93 143 18 48 687 295 O
D938-A5C-1405 14.05 77 124 14 45 559 256 O D938-A5C-1625 16.25 93 143 18 48 686 296 O
D938-A5C-1410 14.10 83 133 16 48 61.9/257 O D938-A5C-1630 16.30 93 143 18 48 68.6 297 O
D938-A5C-1420 14.20 83 133 16 48 61.7 258 @ D938-A5C-1650 16.50 93 143 18 48 683 3.00 @
D938-A5C-1425 14.25 83 133 16 48 61.6/259 O D938-A5C-1660 16.60 93 143 18 48 68.1 3.02 O
D938-A5C-1430 14.30 83 133 16 48 61.6 260 @ D938-A5C-1670 16.70 93 143 18 48 68.0 3.04 O
D938-A5C-1440 14.40 83 133 16 48 614262 O D938-A5C-1675 16.75 93 143 18 48 679 3.05 O
D938-A5C-1450 14.50 83 133 16 48 613 264 @ D938-A5C-1680 16.80 93 143 18 48 67.8 3.06 O
D938-A5C-1460 14.60 83 133 16 48 61.1/266 O D938-A5C-1690 16.90 93 143 18 48 67.7 3.08 O
D938-A5C-1470 14.70 83 133 16 48 61.0 268 O D938-A5C-1695 16.95 93 143 18 48 67.6 3.08 O
D938-A5C-1475 14.75 83 133 16 48 60.9/2.68 O D938-A5C-1700 17.00 93 143 18 48 67.5 3.09 @
D938-A5C-1480 14.80 83 133 16 48 60.8 269 O D938-A5C-1710 17.10 93 143 18 48 67.4 3.11 O
D938-A5C-1500 15.00 83 133 16 48 60.5/2.73 @ D938-A5C-1720 17.20 93 143 18 48 67.2 3.13 O
D938-A5C-1505 15.05 83 133 16 48 604 274 O D938-A5C-1730 17.30 93 143 18 48 67.1 3.15 O
D938-A5C-1510 15.10 83 133 16 48 604275 @ D938-A5C-1740 17.40 93 143 18 48 669 3.17 O
D938-A5C-1515 15.15 83 133 16 48 60.3 276 O D938-A5C-1750 17.50 93 143 18 48 66.8 3.18 @
D938-A5C-1520 15.20 83 133 16 48 60.2/2.77 @ D938-A5C-1770 17.70 93 143 18 48 66.5 322 O
D938-A5C-1525 15.25 83 133 16 48 60.1 278 O D938-A5C-1780 17.80 93 143 18 48 66.3 3.24 O
D938-A5C-1530 15.30 83 133 16 48 60.1/2.78 O D938-A5C-1795 17.95 93 143 18 48 66.1 3.27 O
D938-A5C-1535 15.35 83 133 16 48 60.0 279 O D938-A5C-1800 18.00 93 143 18 48 66.0 3.28 @
D938-A5C-1550 15.50 83 133 16 48 59.8/2.82 @ D938-A5C-1805 18.05 93 143 18 48 659 3.28 O
D938-A5C-1555 15.55 83 133 16 48 59.7 283 O D938-A5C-1810 18.10 101 153 20 50 739 329 O
D938-A5C-1570 15.70 83 133 16 48 59.5/286 O D938-A5C-1820 18.20 101 153 20 50 73.7 331 O
D938-A5C-1580 15.80 83 133 16 48 59.3 2838 @ D938-A5C-1850 18.50 101 153 20 50 733 337 @
D938-A5C-1590 1590 83 133 16 48 59.2/2.89 O D938-A5C-1860 18.60 101 153 20 50 73.1 338 O
D938-A5C-1600 16.00 83 133 16 48 59.0 291 @ D938-A5C-1870 18.70 101 153 20 50 73.0 340 O
D938-A5C-1610 16.10 93 143 18 48 68.9/293 O D938-A5C-1880 18.80 101 153 20 50 72.8 342 @
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
B ~m 3 N H O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH f”.‘d . Gray Cast . AIZ?\Z?:Sm Cast ) High- _—
Cua, oSS Jerte | S o MUY Moyt s PEET CTIO pe TT ttead et
Alloy Steel Steel Cast Iron Alumlig)i,um Alloy y Alloy Y

<35HRC |35-48HRC
©) O

© Most Suitable

©)

O Suitable

<32HRC 35-45HRC Si<12%

Si>12% <HB200
@)

<HB450 <HB400 45-55HRC 55-60HRC

Recommended Cutting Data % P125

GESAC __ 085



HOLEMAKING TOOLS | Solid Carbide Drills

D938-A5C

5D Internal Coolant Twist Drill for Plain Steel Machining

LU PL
% E==_ —==== LESSc=Sa oo~ [3) % / \;‘
Bl == === SISET OSSIITS a}
LS LCF 140°
OAL
Continued
DC DMM
Order No. (m7) LCF OAL (h6) LS LU PL In Stock
D938-A5C-1900 19.00 101 153 20 50 72.5 3.46 [ ]
D938-A5C-1915 19.15 101 153 20 50 72.3 3.49 O
D938-A5C-1950 19.50 101 153 20 50 71.8 3.55 [
D938-A5C-1960 19.60 101 153 20 50 71.6 3.57 (@)
D938-A5C-1970 19.70 101 153 20 50 71.5 3.59 (@)
D938-A5C-1980 19.80 101 153 20 50 71.3 3.60 (@)
D938-A5C-2000 20.00 101 153 20 50 71.0 3.64 [
@stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2—-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > )
Csatrbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper | Composite High- Titanium | Hardened = Hardened
eel ToolSteel Martensitic  Steel | Nodular = Castlron A0V Cast  Aluminum -y Material ©€MPeralure Steel | Steel
Alloy Stee] | 100! Steel | Martensitic ee odular astlron |\ ium | Allo oy ateria Allo oy ee ee
y Steel Cast Iron y Y
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) ©) © O o} O
© Most Suitable O Suitable Recommended Cutting Data % P125
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A8C e G (D

8D Internal Coolant Twist Drill for Plain Steel Machining

LU PL

. I e SN SN T
LS LCF a0
OAL

Order No. (r'%% LCF OAL D(r"]’g;" s w N Order No. (r[r’]% LCF OAL “Zﬁ”s%” s w PN
D938-A8C-0205 2.05 26 66 4 34 229 037 O D938-A8C-0455 4.55 43 81 6 36 362 083 O
D938-A8C-0215 2.15 26 66 4 34 228 039 O D938-A8C-0460 4.60 43 81 6 36 36.1 084 @
D938-A8C-0250 2.50 31 66 4 30 273 045 O D938-A8C-0470 4.70 43 81 6 36 360 08 @
D938-A8C-0255 2.55 31 66 4 30 272 046 O D938-A8C-0480 4.80 57 95 6 36 498 087 @
D938-A8C-0280 2.80 31 66 4 30 268 051 @ D938-A8C-0490 4.90 57 95 6 36 49.7 089 @
D938-A8C-0290 2.90 31 66 4 30 26.7 053 @ D938-A8C-0500 5.00 57 95 6 36 495 091 @
D938-A8C-0300 3.00 34 72 6 36 295 055 @ D938-A8C-0510 5.10 57 95 6 36 494 093 @
D938-A8C-0305 3.05 34 72 6 36 294 056 O D938-A8C-0520 5.20 57 95 6 36 492 095 @
D938-A8C-0310 3.10 34 72 6 36 294 056 @ D938-A8C-0530 5.30 57 95 6 36 49.1 096 @
D938-A8C-0320 3.20 34 72 6 36 292 058 @ D938-A8C-0540 540 57 95 6 36 489 098 @
D938-A8C-0325 325 34 72 6 36 291 059 @ D938-A8C-0550 5.50 57 95 6 36 488 1.00 @
D938-A8C-0330 330 34 72 6 36 291 060 @ D938-A8C-0560 5.60 57 95 6 36 486 1.02 @
D938-A8C-0340 3.40 34 72 6 36 289 062 @ D938-A8C-0570 5.70 57 95 6 36 485 1.04 @
D938-A8C-0350 3.50 34 72 6 36 288 064 @ D938-A8C-0580 5.80 57 95 6 36 483 1.06 @
D938-A8C-0360 3.60 34 72 6 36 286 066 @ D938-A8C-0590 5.90 57 95 6 36 482 1.07 @
D938-A8C-0365 3.65 34 72 6 36 285 066 O D938-A8C-0600 6.00 57 95 6 36 480 1.09 @
D938-A8C-0370 3.70 34 72 6 36 285 067 @ D938-A8C-0610 6.10 76 114 8 36 669 1.11 @
D938-A8C-0380 3.80 43 81 6 36 373 069 O D938-A8C-0620 6.20 76 114 8 36 66.7 1.13 @
D938-A8C-0390 3.90 43 81 6 36 372 071 @ D938-A8C-0630 630 76 114 8 36 666 1.15 @
D938-A8C-0400 4.00 43 81 6 36 370 073 @ D938-A8C-0640 6.40 76 114 8 36 664 1.16 @
D938-A8C-0410 4.10 43 81 6 36 369 075 @ D938-A8C-0650 650 76 114 8 36 663 1.18 @
D938-A8C-0415  4.15 43 81 6 36 36.8 076 O D938-A8C-0660 6.60 76 114 8 36 66.1 1.20 @
D938-A8C-0420 4.20 43 81 6 36 36.7 0.76 @ D938-A8C-0670 6.70 76 114 8 36 66.0 122 @
D938-A8C-0425 4.25 43 81 6 36 36.6 077 O D938-A8C-0680 6.80 76 114 8 36 658 124 @
D938-A8C-0430 4.30 43 81 6 36 366 078 @ D938-A8C-0690 690 76 114 8 36 657 126 @
D938-A8C-0440 4.40 43 81 6 36 364 080 @ D938-A8C-0700 7.00 76 114 8 36 655 127 @
D938-A8C-0450 4.50 43 81 6 36 363 082 @ D938-A8C-0710 7.10 76 114 8 36 654 129 @

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; ,
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast | Aluminum | [temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron . Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC 35-48HRC <32HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
©) O @) O @)
© Most Suitable O Suitable Recommended Cutting Data % P128

GESAC __ 087



HOLEMAKING TOOLS | Solid Carbide Drills

D938-A8C = oo |

8D Internal Coolant Twist Drill for Plain Steel Machining

LU PL

. I e e R R
Ls LCF 0
OAL

Continued

Order No. (51(7:) LCF OAL EZNG’)V' s w PN Order No. (rfr’]% LCF OAL %"]’2;" s w PN

D938-A8C-0720 7.20 76 114 8 36 652 131 @ D938-A8C-0980 9.80 95 142 10 40 80.3 178 @
D938-A8C-0730 730 76 114 8 36 651 1.33 D938-A8C-0990 9.90 95 142 10 40 80.2 1.80
D938-A8C-0740 7.40 76 114 8 36 649 1.35 D938-A8C-1000 10.00 95 142 10 40 80.0 1.82
D938-ABC-0750 7.50 76 114 8 36 648 136 D938-A8C-1010 10.10 114 162 12 45 98.9 1.84
D938-ABC-0760 7.60 76 114 8 36 64.6 1.38 D938-A8C-1020 10.20 114 162 12 45 98.7 1.86
D938-ABC-0770 7.70 76 114 8 36 645 1.40 D938-A8C-1030 10.30 114 162 12 45 98.6 1.87
D938-A8C-0780 7.80 76 114 8 36 643 1.42 D938-A8C-1040 10.40 114 162 12 45 98.4 1.89
D938-ABC-0790 7.90 76 114 8 36 64.2 1.44 D938-A8C-1050 10.50 114 162 12 45 98.3 1.91
D938-A8C-0800 8.00 76 114 8 36 64.0 1.46 D938-A8C-1060 10.60 114 162 12 45 98.1 1.93
D938-A8C-0805 8.05 76 114 8 36 63.9 1.46 D938-A8C-1070 10.70 114 162 12 45 98.0 1.95

D938-A8C-0810 8.10 95 142 10 40 829 1.47
D938-A8C-0820 8.20 95 142 10 40 82.7 1.49
D938-A8C-0830 830 95 142 10 40 82.6 1.51
D938-A8C-0840 8.40 95 142 10 40 824 1.53
D938-A8C-0850 850 95 142 10 40 823 1.55
D938-A8C-0860 8.60 95 142 10 40 82.1 1.57
D938-A8C-0870 870 95 142 10 40 82.0 1.58
D938-A8C-0880 8.80 95 142 10 40 81.8 1.60
D938-A8C-0890 890 95 142 10 40 81.7 1.62
D938-A8C-0900 9.00 95 142 10 40 815 1.64
D938-A8C-0910 9.10 95 142 10 40 814 1.66
D938-A8C-0920 9.20 95 142 10 40 81.2 1.67
D938-A8C-0930 9.30 95 142 10 40 81.1 1.69
D938-A8C-0940 9.40 95 142 10 40 809 1.71
D938-A8C-0950 9.50 95 142 10 40 80.8 1.73
D938-A8C-0960 9.60 95 142 10 40 80.6 1.75
D938-A8C-0970 9.70 95 142 10 40 80.5 1.77

D938-A8C-1080 10.80 114 162 12 45 97.8 1.97
D938-A8C-1090 10.90 114 162 12 45 97.7 | 1.98
D938-A8C-1100 11.00 114 162 12 45 97.5  2.00
D938-A8C-1110 11.10 114 162 12 45 97.4 2.02
D938-A8C-1120 11.20 114 162 12 45 97.2 2.04
D938-A8C-1130 11.30 114 162 12 45 97.1 2.06
D938-A8C-1140 11.40 114 162 12 45 96.9 2.07
D938-A8C-1150 11.50 114 162 12 45 96.8 2.09
D938-A8C-1160 11.60 114 162 12 45 96.6 2.11
D938-A8C-1170 11.70 114 162 12 45 96.5 2.13
D938-A8C-1180 11.80 114 162 12 45 96.3 2.15
D938-A8C-1190 11.90 114 162 12 45 96.2 2.17
D938-A8C-1200 12.00 114 162 12 45 96.0 2.18
D938-A8C-1210 12.10 133 182 14 45 1149 2.20
D938-A8C-1220 12.20 133 182 14 45 114.7 2.22
D938-A8C-1230 12.30 133 182 14 45 114.62.24
D938-A8C-1240 12.40 133 182 14 45 114.4 2.26

[ BNORN BN BN BN BN BN BN BN BN BN BN BN BN BN BN REGEN NN BN BN BN BN MNORN J
O00C ©o © @ ©6 606 06060 6 O06 0606 O 060 0 0 0 O o0 0

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A ~m 3 N B @O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ )
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum - |temperature
Tool Steel | Martensitic|  Steel Nodular = CastlIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O O O O O O
© Most Suitable O Suitable Recommended Cutting Data % P128
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A8C B

8D Internal Coolant Twist Drill for Plain Steel Machining

LU PL

LS LCF
140°
OAL
Continued
DC DMM In DC DMM In
Order No. m7) LCF OAL (h6) LS LU PL Stock Order No. (m7) LCF OAL (h6) LS LU PL Stock
D938-A8C-1250 12.50 133 182 14 45 1143 227 @ D938-A8C-1510 15.10 152 203 16 |48 1294 275 O
D938-A8C-1260 12.60 133 182 14 45 1141 229 O D938-A8C-1520 ' 15.20 152 203 16 |48 129.2 277 O
D938-A8C-1270 12.70 133 182 14 45 114.0 231 O D938-A8C-1530 15.30 152 203 16 |48 129.1 278 O
D938-A8C-1280 12.80 133 182 14 45 113.8 233 O D938-A8C-1550 ' 15.50 152 203 16 |48 128.8 2.82 @
D938-A8C-1290 12.90 133 182 14 45 113.7 235 O D938-A8C-1570 15.70 152 203 16 |48 1285 2.86 O
D938-A8C-1300 13.00 133 182 14 45 1135 237 @ D938-A8C-1580 ' 15.80 152 203 16 |48 128.3 2.88 O
D938-A8C-1320 13.20 133 182 14 45 1132 240 O D938-A8C-1590 15.90 152 203 16 |48 128.2 2.89 O
D938-A8C-1330 13.30 133 182 14 45 113.1 242 O D938-A8C-1600 16.00 152 203 16 |48 128.0 291 @
D938-A8C-1350 13.50 133 182 14 45 1128 246 @ D938-A8C-1610 16.10 171 222 18 |48 146.9 293 O
D938-A8C-1360 13.60 133 182 14 45 112.6 247 O D938-A8C-1615 | 16.15 171 222 18 |48 146.8 294 O
D938-A8C-1370 13.70 133 182 14 45 1125 249 O D938-A8C-1650 16.50 171 222 18 |48 146.3 3.00 @
D938-A8C-1380 13.80 133 182 14 45 1123 251 O D938-A8C-1670 ' 16.70 171 222 18 |48 146.0 3.04 O
D938-A8C-1390 13.90 133 182 14 45 1122 253 O D938-A8C-1700 17.00 171 222 18 |48 1455 3.09 @
D938-A8C-1400 14.00 133 182 14 45 112.0 255 @ D938-A8C-1740 17.40 171 222 18 |48 1449 3.17 O
D938-A8C-1405 14.05 133 182 14 45 1119 256 O D938-A8C-1750 17.50 171 222 18 |48 144.8 3.18 O
D938-A8C-1410 14.10 152 203 16 48 130.9 2.57 O D938-A8C-1780 ' 17.80 171 222 18 |48 1443 324 O
D938-A8C-1420 14.20 152 203 16 48 130.7 258 O D938-A8C-1800 18.00 171 222 18 |48 144.0 3.28 @
D938-A8C-1430 14.30 152 203 16 48 130.6 260 O D938-A8C-1850 ' 18.50 190 243 20 |50 1623 337 O
D938-A8C-1450 14.50 152 203 16 48 1303 2.64 @ D938-A8C-1900 19.00 190 243 20 |50 161.5 3.46 O
D938-A8C-1460 14.60 152 203 16 48 130.1 266 O D938-A8C-1950 ' 19.50 190 243 20 |50 160.8 3.55 O
D938-A8C-1470 14.70 152 203 16 48 130.0 2.68 O D938-A8C-1980 19.80 190 243 20 |50 160.3 3.60 O
D938-A8C-1480 14.80 152 203 16 48 129.8 269 O D938-A8C-2000 20.00 190 243 20 |50 160.0 3.64 O
D938-A8C-1500 15.00 152 203 16 48 1295 273 @ Unit (mm)
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AIZ?\Z?:Sm Cast High-
S Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy . Copper | Composite d Titanium | Hardened = Hardened
teel, Tool Steel | M " Steel Nodul Cast1 Alloy, Cast | Aluminum Al Material emperature Steel Steel
Alloy Steel | 100 teel artensitic teel odular astIron Aluminium Allo oy ateria Allo oy teel teel
Y Steel Cast Iron Y Y
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
@) ©) @) O O ¢}
© Most Suitable O Suitable Recommended Cutting Data % P128
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A12C

D938 12D Deep Hole Twist Drill for Plain Steel Machining

‘ Ly L PL
2 QLQ —_—— f> g fr—— e S S
[a)
LS LCF \,135°
OAL
DC DMM In DC DMM In
Order No. A v A TR LR e Order No. o7 | LoF oA RIS R g

D938-A12C-0300) 3.00 54 92 6 36 495 062 @ D938-A12C-0550 550 83 121 6 36 748 1.14 @
D938-A12C-0310 3.10 54 92 6 36 494 0.64 O D938-A12C-0560 5.60 83 121 6 36 746 1.16 O
D938-A12C-0320| 3.20 54 92 6 36 49.2 066 O D938-A12C-0570 5.70 83 121 6 36 745 1.18 O
D938-A12C-0330 330 54 92 6 36 49.1 068 @ D938-A12C-0580 5.80 83 121 6 |36 743 1.20 O
D938-A12C-0340| 340 54 92 6 36 489 070 O D938-A12C-0590 590 83 121 6 36 742 122 O
D938-A12C-0350 3.50 54 92 6 36 488 072 @ D938-A12C-0600 6.00 83 121 6 36 740 1.24 @
D938-A12C-0360| 3.60 54 92 6 36 486 075 O D938-A12C-0610 6.10 110 148 8 36 1009 1.26 @
D938-A12C-0370 3.70 54 92 6 36 485 0.77 O D938-A12C-0620 6.20 110 148 8 |36 100.7 1.28 O
D938-A12C-0380 3.80 64 102 6 36 583 079 @ D938-A12C-0630 6.30 110 148 8 36 100.6 1.30 O
D938-A12C-0390 390 64 102 6 36 582 081 @ D938-A12C-0640 6.40 110 148 8 |36 1004 133 O
D938-A12C-0400/ 400 64 102 6 36 58.0 083 @ D938-A12C-0650 6.50 110 148 8 36 1003 135 @
D938-A12C-0410 4.10 64 102 6 36 579 085 O D938-A12C-0660 6.60 110 148 8 |36 100.1 1.37 O
D938-A12C-0420| 420 64 102 6 36 57.7 087 @ D938-A12C-0670 6.70 110 148 8 36 100.0 1.39 O
D938-A12C-0430 430 64 102 6 36 576 089 @ D938-A12C-0680 6.80 110 148 8 36 99.8 141 @
D938-A12C-0440| 440 64 102 6 36 574 091 O D938-A12C-0690 6.90 110 148 8 36 99.7 143 O
D938-A12C-0450 4.50 64 102 6 36 573 093 @ D938-A12C-0700 7.00 110 148 8 |36 995 145 @
D938-A12C-0460| 460 64 102 6 36 57.1 095 O D938-A12C-0710 7.10 110 148 8 36 994 147 O
D938-A12C-0470 4.70 64 102 6 36 57.0 097 @ D938-A12C-0720 7.20 110 148 8 36 99.2 149 O
D938-A12C-0480| 480 83 121 6 36 758 099 @ D938-A12C-0730 7.30 110 148 8 36 99.1 151 O
D938-A12C-0490 490 83 121 6 36 75.7 1.01 O D938-A12C-0740 7.40 110 148 8 36 989 153 O
D938-A12C-0500| 5.00 83 121 6 36 755 1.04 @ D938-A12C-0750 7.50 110 148 8 36 98.8 155 O
D938-A12C-0510 5.10 83 121 6 36 754 1.06 O D938-A12C-0760 7.60 110 148 8 36 98.6 1.57 O
D938-A12C-0520| 5.20 83 121 6 |36 75.2 1.08 O D938-A12C-0770 7.70 110 148 8 36 985 1.59 O
D938-A12C-0530 530 83 121 6 36 75.1 1.10 O D938-A12C-0780 7.80 110 148 8 |36 983 1.62 O
D938-A12C-0540| 540 83 121 6 36 749 112 O D938-A12C-0790 7.90 110 148 8 36 98.2 1.64 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Notes: The depth drill uses a drill bit of the same specification as D938-A3C as a pilot drill.
Workpiece Material
@ m [3 N H O

1234 5 67 123 12 3 12 3 4 5 123 4 1 2

Carbon PH a.’?d ) Gray Cast ) AIZ?;?:Sm Cast ! High- -

g, MofSes feric | Saness Lo MORMOL Mook aurinun T TR e T Haes vatees
Alloy Steel Steel Cast Iron Aluminium | Alloy Y ateria oy ee ee

Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O @) O @)

© Most Suitable O Suitable Recommended Cutting Data % P128
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A12C == 20 P

D938 12D Deep Hole Twist Drill for Plain Steel Machining

‘ LU . PL
s §L§ o 5> 3 fr——— S S S SaS
o
LS LCF \(135“
OAL
Continued
DC DMM In DC DMM In
Order No. (h7) LCF OAL (h6) LS LU PL Stock Order No. (h7) LCF OAL (h6) LS LU PL Stock

D938-A12C-0800 8.00 110 148 8 36 98.0 1.66
D938-A12C-0810 8.10 138 180 10 40 1259 1.68
D938-A12C-0820 8.20 138 180 10 40 125.7 1.70
D938-A12C-0830 8.30 138 180 10 40 125.6 1.72
D938-A12C-0840 8.40 138 180 10 40 125.4 1.74
D938-A12C-0850 8.50 138 180 10 40 125.3 1.76
D938-A12C-0860 8.60 138 180 10 40 125.1 1.78
D938-A12C-0870 8.70 138 180 10 40 125.0 1.80
D938-A12C-0880 8.80 138 180 10 40 124.8 1.82
D938-A12C-0890 8.90 138 180 10 40 124.7 1.84
D938-A12C-0900 9.00 138 180 10 40 124.5 1.86
D938-A12C-0910 9.10 138 180 10 40 124.4 1.88
D938-A12C-0920 9.20 138 180 10 40 124.2 1.91
D938-A12C-0930 9.30 138 180 10 40 124.1 1.93
D938-A12C-0940 9.40 138 180 10 40 123.9 1.95
D938-A12C-0950 9.50 138 180 10 40 123.8 1.97
D938-A12C-0960 9.60 138 180 10 40 123.6 1.99
D938-A12C-0970 9.70 138 180 10 40 123.5 2.01
D938-A12C-0980 9.80 138 180 10 40 123.3 2.03
D938-A12C-0990 9.90 138 180 10 40 123.2 2.05
D938-A12C-1000 10.00 138 180 10 40 123.0 2.07
D938-A12C-1010 10.10 158 206 12 45 1429 2.09
D938-A12C-1020 10.20 158 206 12 45 142.7 2.11
D938-A12C-1030 10.30 158 206 12 45 142.6 2.13
D938-A12C-1050 10.50 158 206 | 12 45 1423 2.17

D938-A12C-1060 10.60 158 206 12 45 142.1 2.20
D938-A12C-1080 10.80 158 206 12 45 141.8 2.24
D938-A12C-1100 11.00 158 206 12 45 141.5 2.28
D938-A12C-1120 11.20 158 206 12 45 141.2 2.32
D938-A12C-1150 11.50 158 206 12 45 140.8 2.38
D938-A12C-1160 11.60 158 206 12 45 140.6 2.40
D938-A12C-1180 11.80 158 206 12 45 140.3 2.44
D938-A12C-1190 11.90 158 206 12 45 140.2 2.46
D938-A12C-1200 12.00 158 206 12 45 140.0 2.49
D938-A12C-1210 12.10 182 230 14 45 163.9 2.51
D938-A12C-1220 12.20 182 230 14 45 163.7 2.53
D938-A12C-1230 12.30 182230 14 45 163.6 2.55
D938-A12C-1240 12.40 182 230 14 45 163.4 2.57
D938-A12C-1250 12.50 182230 14 45 163.3 2.59
D938-A12C-1260 12.60 182 230 14 45 163.1 2.61
D938-A12C-1270 12.70 182 230 14 45 163.0 2.63
D938-A12C-1280 12.80 182 230 14 45 162.8 2.65
D938-A12C-1300 13.00 182 230 14 45 162.5 2.69
D938-A12C-1310 13.10 182 230 14 45 162.4 2.71
D938-A12C-1320 13.20 182 230 14 45 162.2 2.73
D938-A12C-1350 13.50 182 230 14 45 161.8 2.80
D938-A12C-1380 13.80 182 230 14 45 161.3 2.86
D938-A12C-1400 14.00 182 230 14 45 161.0 2.90
D938-A12C-1420 14.20 208 260 16 48 186.7 2.94
D938-A12C-1450 14.50 208 260 16 48 186.3 3.00

o

[CANCANORN RECINCRICANCORE JECHANCORNCINCHN RECHECAN REGAN MNGRECANOREC)
(O NCANCRECANCANCRICHNORECRECHANCANCRNCANCRICANCHAN RECNCINCRNCANOREORRG)

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Notes: The depth drill uses a drill bit of the same specification as D938-A3C as a pilot drill.

Workpiece Material

B ~m [ N B 0O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Calst Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum - temperature
Tool Steel | Martensitic.  Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel CastIron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O O O @) @) @)
© Most Suitable O Suitable Recommended Cutting Data % P128
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A12C ==y 20 P

D938 12D deep hole twist drill for plain steel machining

LU PL

| -
| _ s . R
= SOSN8 et
LS LCF \/1 35°
OAL
Continued
DC DMM
Order No. (h7) LCF OAL (h6) LS LU PL In Stock
D938-A12C-1480 14.80 208 260 16 48 185.8 3.07 (@)
D938-A12C-1500 15.00 208 260 16 48 185.5 3.1 O
D938-A12C-1550 15.50 208 260 16 48 184.8 3.21 O
D938-A12C-1580 15.80 208 260 16 48 184.3 3.27 O
D938-A12C-1600 16.00 208 260 16 48 184.0 3.31 O
D938-A12C-1750 17.50 234 285 18 48 207.8 3.62 O
D938-A12C-1900 19.00 258 310 20 50 229.5 3.94 O
@Stock (OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Notes: The depth drill uses a drill bit of the same specification as D938-A3C as a pilot drill.
Range of Sizes DC(h7) DMM(h6)
=3 0.000/-0.010 0.000/-0.006
>3—6 0.000/-0.012 0.000/-0.008
>6—10 0.000/-0.015 0.000/-0.009
>10—18 0.000/-0.018 0.000/-0.011
>18—20 0.000/-0.021 0.000/-0.013

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast - )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca;t Copper | Composite High- Titanium | Hardened = Hardened
Steel, Tool Steel | M - Steel Nodul Cast1 Alloy, Cast = Aluminum Al Material temperature Al Steel Steel
Alloy Steel ool Steel | Martensitic tee odular astlron  \iium Aloy oy aterial Alloy oy tee teel
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
©) o © O O O
© Most Suitable O Suitable Recommended Cutting Data % P128
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A15C = 1<l P

D938 15D Deep Hole Twist Drill for Plain Steel Machining

: LU L PL
= == ‘%\'}Q R N~
“ LS LCF ‘135“$ ‘
OAL

Order No. (ﬁ% LCF OAL D(r"]’g;" s w e N Order No. (ﬁ% LCF OAL “Zﬁ”s%” s w PN
D938-A15C-0300 3.00 55 95| 6 36 505 062 @ D938-A15C-0550 5.50 110 150 6 36 101.8 1.14 @
D938-A15C-0310 3.10 67 106 6 |36 624 0.64 O D938-A15C-0560 5.60 (110 150 6 36 101.6 1.16 O
D938-A15C-0320 3.20 | 67 106 6 |36 62.2 0.66 O D938-A15C-0570 5.70 110 150 6 36 101.5 1.18 O
D938-A15C-0330 3.30 67 106 6 36 62.1 0.68 O D938-A15C-0580 5.80 110150 6 36 101.3 1.20 O
D938-A15C-0340 3.40 67 106/ 6 36 619 0.70 O D938-A15C-0590 5.90 110 150 6 36 101.2 1.22 O
D938-A15C-0350 3.50 76 116 6 36 708 0.72 @ D938-A15C-0600 6.00 110150 6 36 101.0 1.24 @
D938-A15C-0360 3.60 76 116/ 6 36 706 0.75 O D938-A15C-0610 6.10 127 167 8 36 117.9 1.26 O
D938-A15C-0370 3.70 76 116 6 36 705 0.77 O D938-A15C-0620 6.20 127167 8 36 117.7 1.28 O
D938-A15C-0380 3.80 | 76 (116 6 |36 703 0.79 O D938-A15C-0630 6.30 127 167 8 36 117.6 1.30 O
D938-A15C-0390 390 76 116 6 36 70.2 0.81 O D938-A15C-0640 6.40 127 167 8 36 1174 133 O
D938-A15C-0400 4.00 76 116/ 6 36 70.0 083 @ D938-A15C-0650 6.50 127 167 8 36 1173 1.35 @
D938-A15C-0410 4.10 93 133 6 36 869 085 O D938-A15C-0660 6.60 127167 8 36 117.1 1.37 O
D938-A15C-0420 4.20 93 133 6 36 86.7 087 @ D938-A15C-0670 6.70 127 167 8 36 117.0 1.39 O
D938-A15C-0430 430 93 133 6 36 86.6 0.89 O D938-A15C-0680 6.80 127 /167 8 36 116.8 1.41 O
D938-A15C-0440 4.40 93 133 6 36 864 091 O D938-A15C-0690 6.90 127 167 8 36 116.7 143 O
D938-A15C-0450 4.50 93 133 6 36 86.3 093 @ D938-A15C-0700 7.00 (127 167 8 36 1165 145 @
D938-A15C-0460 4.60 | 93 (133 6 |36 86.1 095 O D938-A15C-0710 7.10 143 183 8 36 1324 147 O
D938-A15C-0470 4.70 93 133 6 36 86.0 0.97 O D938-A15C-0720 7.20 143183 8 36 1322 149 O
D938-A15C-0480 4.80 93 133 6 36 858 0.99 O D938-A15C-0730 7.30 143183 8 36 1321 1.51 O
D938-A15C-0490 490 93 133 6 36 857 1.01 O D938-A15C-0740 7.40 143183 8 36 131.9 1.53 O
D938-A15C-0500 5.00 93 133 6 36 855 1.04 @ D938-A15C-0750 7.50 143 /183 8 36 131.8 1.55 @
D938-A15C-0510 5.10 110 /150 6 |36 1024 1.06 @ D938-A15C-0760 7.60 (143 183 8 36 131.6 1.57 O
D938-A15C-0520 5.20 (110150 6 |36 102.2/1.08 O D938-A15C-0770 7.70 143 183 8 36 131.5 1.59 O
D938-A15C-0530 5.30 110 150 6 36 102.1 1.10 O D938-A15C-0780 7.80 143183 8 36 131.3 1.62 O
D938-A15C-0540 5.40 110 150/ 6 36 1019 1.12 O D938-A15C-0790 7.90 143183 8 36 131.2 1.64 O
@stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Notes: The depth drill uses a drill bit of the same specification as D938-A3C as a pilot drill.

Workpiece Material

B ~m [ N B 0O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Calst Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum - temperature
Tool Steel | Martensitic.  Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel CastIron
Alloy
<35HRC |35-48HRC <32HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O O O @) @) @)
© Most Suitable O Suitable Recommended Cutting Data % P128
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A15C

D938 15D Deep Hole Twist Drill for Plain Steel Machining

A LU L PL
= ——me Iﬂ O R g N
= LS LCF 13* ‘
OAL
Continued
Order No. 3y | LcF | oaL SIS | | e | Order No. (7 | LF[oaL B s | L | R g
D938-A15C-0800 8.00 143 183 8 36 131.0 1.66 @ D938-A15C-1020 10.20 198 247 12 45 1827 211 O
D938-A15C-0810 8.10 160 204 10 40 147.9 1.68 O D938-A15C-1030 10.30 198 247 12 45 182.6 2.13 O
D938-A15C-0820| 8.20 160 204 10 40 147.7 1.70 O D938-A15C-1040 10.40 198 247 12 45 1824 215 O
D938-A15C-0830 8.30 160 204 10 40 1476 1.72 O D938-A15C-1050 10.50 198 247 12 45 1823 2.17 @
D938-A15C-0840| 8.40 160 204 10 40 1474 174 O D938-A15C-1080 10.80 198 247 12 45 181.8 2.24 O
D938-A15C-0850 8.50 160 204 10 40 1473 1.76 @ D938-A15C-1100 11.00 198 247 12 45 1815 2.28 @
D938-A15C-0860| 8.60 160 204 10 40 147.1 1.78 O D938-A15C-1120 11.20 214 263 12 45 197.2 232 O
D938-A15C-0870 8.70 160 204 10 40 147.0 1.80 O D938-A15C-1150 11.50 214 263 12 45 196.8 2.38 O
D938-A15C-0880 8.80 160 204 10 40 146.8 1.82 O D938-A15C-1160 11.60 214 263 | 12 45 196.6 240 O
D938-A15C-0890 8.90 160 204 10 40 146.7 1.84 O D938-A15C-1170 11.70 214 263 12 45 196.5 242 O
D938-A15C-0900| 9.00 160 204 10 40 146.5 1.86 @ D938-A15C-1180 11.80 214 263 12 45 1963 244 O
D938-A15C-0910 9.10 177 221 10 40 1634 1.88 O D938-A15C-1200 12.00 214 263 12 45 196.0 249 O
D938-A15C-0920| 9.20 177 221 10 40 163.2 191 O D938-A15C-1210 12.10 248 297 14 45 2299 251 O
D938-A15C-0930 9.30 177 221 10 40 163.1 193 O D938-A15C-1220 12.20 248 297 14 45 229.7 253 O
D938-A15C-0940| 9.40 177 221 10 40 1629 195 O D938-A15C-1250 12.50 248 297 14 45 2293 259 @
D938-A15C-0950 9.50 177 221 10 40 162.8 1.97 O D938-A15C-1280 12.80 248 297 14 45 228.8 2.65 O
D938-A15C-0960| 9.60 177 221 10 40 162.6 199 O D938-A15C-1300 13.00 248 297 14 45 2285 269 O
D938-A15C-0970 9.70 177 221 10 40 162.5 2.01 O D938-A15C-1350 13.50 248 297 14 45 227.8 280 O
D938-A15C-0980| 9.80 177 221 10 40 1623 2.03 O D938-A15C-1380 13.80 248 297 14 45 2273 286 O
D938-A15C-0990 9.90 177 221 10 40 162.2 2.05 O D938-A15C-1400 14.00 248 297 14 45 227.0 290 O
D938-A15C-1000| 10.00 177 221 10 40 162.0 2.07 @ D938-A15C-1500 15.00 278 330 16 48 255.5 3.11 O
D938-A15C-1010 10.10 198 247 12 45 1829 2.09 O Unit (mm)
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools
Notes: The depth drill uses a drill bit of the same specification as D938-A3C as a pilot drill. RTERE TS bC(h) DMM(h6)
=3 0.000/-0.010 0.000/-0.006
>3—6 0.000/-0.012 0.000/-0.008
>6—10 0.000/-0.015 0.000/-0.009
>10—18 0.000/-0.018 0.000/-0.011
>18—20 0.000/-0.021 0.000/-0.013
Workpiece Material
@ m [3 N H O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
C;trebe?n Alloy Steel, Ife}:str:g/ Stainless Grlar):)rcl,ast High Alloy /;\\Wom?r(];l;g Alufnai;tum Copper | Composite temHigrg-ture Titanium | Hardened = Hardened
AIonSt'eeI Tool Steel Ma;tt:rgitic Steel CN;;(ELIJrIgL Cast Iron Alumy}nium Alloy Alloy Material f\lloy Alloy Steel Steel
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O @) O @)
© Most Suitable O Suitable Recommended Cutting Data % P128
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A20C 912 z00|

D938 20D Internal Coolant Twist Drill for Plain Steel Machining

LU . PL
= ‘
E LS i LCF T 77135°$ = g‘*‘:&i‘
OAL
Order No. (ﬁ% LCF OAL D(r"]’g;" s w e N Order No. (ﬁ% LCF OAL EZr'YIG';A s w PN
D938-A20C-0300 3.00 70 110 6 36 655 062 O D938-A20C-0580| 5.80 140 180 6 |36 131.3 1.20 O
D938-A20C-0310 3.10 83 123 6 36 784 0.64 O D938-A20C-0595 5.95 140 180 6 36 131.1 1.23 O
D938-A20C-0320 3.20 83 123| 6 36 782 066 O D938-A20C-0600 6.00 140180 6 36 131.0 1.24 @
D938-A20C-0330 3.30 83 123 6 36 78.1 068 O D938-A20C-0635 6.35 162 202 8 36 1525 132 O
D938-A20C-0350 3.50 96 136 6 36 90.8 0.72 O D938-A20C-0650| 6.50 162 202 8 |36 1523 135 @
D938-A20C-0370 3.70 96 136 6 36 90.5 0.77 O D938-A20C-0675| 6.75 162 202 8 36 151.9 140 O
D938-A20C-0375 3.75 96 136 6 36 904 0.78 O D938-A20C-0680| 6.80 162 202 8 36 151.8 1.41 O
D938-A20C-0380 3.80 96 136 6 36 903 0.79 O D938-A20C-0700 7.00 162 202 8 36 151.5 145 O
D938-A20C-0390 390 96 136/ 6 36 90.2 081 O D938-A20C-0710 7.10 183223 8 36 1724 147 O
D938-A20C-0400 4.00 96 136 6 36 90.0 083 @ D938-A20C-0750 7.50 183 223 8 36 171.8 155 O
D938-A20C-0410 4.10 118 158 6 36 111.9 0.85 O D938-A20C-0770| 7.70 1183 223 8 |36 1715 159 O
D938-A20C-0420 4.20 118 158 6 36 111.7 0.87 O D938-A20C-0780 7.80 183 223 8 36 1713 1.62 O
D938-A20C-0450 4.50 118 158 6 36 1113 093 @ D938-A20C-0790| 7.90 183 223 8 36 171.2 1.64 O
D938-A20C-0500 5.00 118 158 6 36 1105 1.04 @ D938-A20C-0800 8.00 183 223 8 36 171.0 1.66 @
D938-A20C-0510 5.10 140 180 6 36 1324 1.06 O D938-A20C-0820 8.20 205249 10 40 192.7 1.70 O
D938-A20C-0520 5.20 140 180 6 36 132.2 1.08 O D938-A20C-0830 8.30 205 249 10 40 1926 1.72 O
D938-A20C-0530 5.30 140 180 6 36 132.1 1.10 O D938-A20C-0840| 8.40 205 249 10 40 1924 174 O
D938-A20C-0550 5.50 140 180 6 36 131.8 1.14 @ D938-A20C-0850 8.50 205 249 10 40 1923 1.76 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Notes: The depth drill uses a drill bit of the same specification as D938-A3C as a pilot drill.
Workpiece Material
B m @ N H 0O

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH a)r]d ’ Gray Cast . Alz?:\?:gm Cast . High- -

oMoy Fert | S o OO oyt sumin T GRS e T et o
Alloy Steel Steel Cast Iron Aluminium | Alloy y ateria Alloy oy ee ee

Alloy

<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

(©) (@) O O O O
© Most Suitable O Suitable Recommended Cutting Data % P128
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A20C wx

D938 20D Internal Coolant Twist Drill for Plain Steel Machining

‘ LU L PL
s | )
2 — ;B O R g N
LS LCF 135°
OAL
Continued
DC DMM
Order No. (h7) LCF OAL (h6) LS LU PL In Stock
D938-A20C-0870 8.70 205 249 10 40 192.0 1.80 (@)
D938-A20C-0900 9.00 205 249 10 40 191.5 1.86 @)
D938-A20C-0910 9.10 227 271 10 40 213.4 1.88 (@)
D938-A20C-0950 9.50 227 271 10 40 212.8 1.97 O
D938-A20C-1000 10.00 227 271 10 40 212.0 2.07 [
D938-A20C-1100 11.00 253 302 12 45 236.5 2.28 O
D938-A20C-1150 11.50 274 323 12 45 256.8 2.38 O
D938-A20C-1200 12.00 274 323 12 45 256.0 2.49 ([ ]
D938-A20C-1250 12.50 318 367 14 45 299.3 2.59 (@)
D938-A20C-1380 13.80 318 367 14 45 297.3 2.86 O
D938-A20C-1400 14.00 318 367 14 45 297.0 2.90 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Notes: The depth drill uses a drill bit of the same specification as D938-A3C as a pilot drill.
Range of Sizes DC(h7) DMM(h6)
=3 0.000/-0.010 0.000/-0.006
>3—6 0.000/-0.012 0.000/-0.008
>6—10 0.000/-0.015 0.000/-0.009
>10—18 0.000/-0.018 0.000/-0.011
>18—20 0.000/-0.021 0.000/-0.013

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast : ’
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca;t Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum -, |temperature
Tool Steel ' Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
© ©) ©) O e} O
© Most Suitable O Suitable Recommended Cutting Data % P128
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Solid Carbide Drills | HOLEMAKING TOOLS

D938-A25C {20 B

D938 25D Deep Hole Twist Drill for Plain Steel Machining

A LU L PL
s Aol
= SN 7| e S
LS LCF 135°
OAL
DC DMM In DC DMM In
Order No. (h7) LCF OAL (h6) LS LU PL Stock Order No. h7) LCF OAL (h6) LS LU PL Stock
D938-A25C-0300 3.00 85 125 6 36 805 062 O D938-A25C-0675  6.75 197 237 8 36 186.9 140 O
D938-A25C-0310 3.10 101 141 6 36 96.4 0.64 O D938-A25C-0700 7.00 197237 8 36 186.5 145 @
D938-A25C-0350 3.50 116 156/ 6 36 110.8 0.72 O D938-A25C-0750 7.50 223 263 8 36 211.8 1.55 O
D938-A25C-0380 3.80 116 156 6 36 1103 0.79 O D938-A25C-0800| 8.00 223 263 8 36 211.0 1.66 @
D938-A25C-0400 4.00 116 156 6 36 110.0 0.83 @ D938-A25C-0820 1 8.20 250 294 10 40 237.7 1.70 O
D938-A25C-0420 4.20 143 183 6 36 136.7 0.87 O D938-A25C-0850| 8.50 250 294 10 40 2373 1.76 O
D938-A25C-0450 4.50 143 183 6 36 1363 093 O D938-A25C-0900 9.00 250 294 10 40 236.5 1.86 O
D938-A25C-0500 5.00 143 183 6 36 1355 1.04 @ D938-A25C-0910| 9.10 277 321 10 40 2634 1.88 O
D938-A25C-0510 5.10 170 210 6 36 162.4 1.06 O D938-A25C-0950 9.50 277 321 10 40 262.8 1.97 O
D938-A25C-0550 5.50 170 210 6 36 161.8 1.14 @ D938-A25C-1000| 10.00 277 321 10 |40 262.0 2.07 O
D938-A25C-0595 5.95 170 210 6 36 161.1 1.23 O D938-A25C-1050 10.50 310 359 12 45 2943 2.17 O
D938-A25C-0600 6.00 170 210 6 36 161.0 1.24 @ D938-A25C-1080| 10.80 310 359 12 45 293.8 2.24 O
D938-A25C-0630 6.30 197 237 8 36 187.6 1.30 O D938-A25C-1100| 11.00 310 359 12 45 2935 228 O
D938-A25C-0635 6.35 197 237 8 36 1875 132 O D938-A25C-1150| 11.50 337 386 12 |45 319.8 238 O
D938-A25C-0650 6.50 197 237 8 36 1873 135 @ D938-A25C-1200 12.00 337 386 12 45 319.0 249 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Notes: The depth drill uses a drill bit of the same specification as D938-A3C as a pilot drill.
Range of Sizes DC(h7) DMM(h6)
=3 0.000/-0.010 0.000/-0.006
>3—6 0.000/-0.012 0.000/-0.008
>6—10 0.000/-0.015 0.000/-0.009
>10—18 0.000/-0.018 0.000/-0.011
>18—20 0.000/-0.021 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Csatrbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Calst Copper | Composite High- Titanium | Hardened = Hardened
eel  ToolSteel Martensitic  Steel | Nodular = Castlron ‘Io%Cast Aluminum =T Material | (€TPErare Steel | Steel
Alloy Steel ool Stee artensitic ee oaular astiron Aluminium Allo oy ateria Allo oy ee ee
Y Steel CastIron Y Y
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) ©) O O O O
© Most Suitable O Suitable Recommended Cutting Data % P128
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HOLEMAKING TOOLS | Solid Carbide Drills

D928-A3N

3D External Coolant Twist Drill for Cast Iron Machining

LU PL
/™
= ———
LS LCF 140°
| OAL
OrderNo.  PS 1cr oa BN s W e OrderNo. ¢ LcF oaL BMM 15w e i
D928-A3N-0300 3.00 20 62 6 36 155 055 O D928-A3N-0770 | 7.70 41 79 8 36 295 1.40 O
D928-A3N-0330 330 20 62 6 36 151 0.60 O D928-A3N-0780 7.80 41 79 8 36 293 142 O
D928-A3N-0380 3.80 24 66 6 |36 183 0.69 O D928-A3N-0800 8.00 41 79 8 36 29.0 146 O
D928-A3N-0400 4.00 24 66 6 36 18.0 0.73 O D928-A3N-0810 | 8.10 47 89 10 40 349 147 O
D928-A3N-0420 4.20 24 66 6 36 17.7 0.76 O D928-A3N-0850 | 850 47 89 10 40 343 155 O
D928-A3N-0440 440 24 66 6 36 174 0.80 O D928-A3N-0870 | 870 47 89 10 40 34.0 158 O
D928-A3N-0500 5.00 28 66 6 36 205 091 O D928-A3N-0880 880 47 89 10 40 338 1.60 O
D928-A3N-0510 5.10 28 66 6 36 204 093 O D928-A3N-0900 9.00 47 89 10 40 335 1.64 O
D928-A3N-0600 6.00 28 66 6 (36 19.0 1.09 O D928-A3N-0910 9.10 47 89 10 40 334 1.66 O
D928-A3N-0650 6.50 34 79 8 36 243 1.18 O D928-A3N-0980 | 9.80 47 89 10 40 323 1.78 O
D928-A3N-0670 6.70 34 79 8 36 240 122 O D928-A3N-1000 10.00 47 89 10 40 32.0 1.82 O
D928-A3N-0680 6.80 34 79 8 36 238 124 O D928-A3N-1020 | 10.20 55 102 12 45 39.7 1.86 O
D928-A3N-0690 690 34 79 8 36 237 126 O D928-A3N-1025 | 10.25 55 102 12 45 396 1.87 O
D928-A3N-0700 7.00 34 79 8 36 235 127 O D928-A3N-1030 | 10.30 55 102 12 45 396 1.87 O
D928-A3N-0720 7.20 41 79 8 |36 302 131 O D928-A3N-1040 10.40 55 102 12 45 394 1.89 O
@Stock (OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
@ m I N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH gr)d ) Gray Cast | AIE?;?:Sm Cast . High- -
i, MofSes e s Lo MO NoyCot auminun 0 B e THT Mates Hatees
Alloy Steel Steel Cast Iron Aluminium | Alloy Y aterla Alloy oy ee ee
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O @) ©
© Most Suitable O Suitable Recommended Cutting Data % P130
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Solid Carbide Drills | HOLEMAKING TOOLS

D928-A3N == oo [

3D External Coolant Twist Drill for Cast Iron Machining

LU PL
= %) e — pr—
z g LT s
LS LCF 140°
I
OAL
Continued
DC DMM In DC DMM In
Order No. m?) LCF OAL (h6) LS LU PL Stock Order No. (m7) LCF OAL (h6) LS LU PL Stock
D928-A3N-1050 | 10.50 55 102 12 45 393 191 O D928-A3N-1450 14.50 65 115 16 48 433 264 O
D928-A3N-1060 ' 10.60 55 102 12 45 39.1 193 O D928-A3N-1500 15.00 65 115 16 48 425 273 O
D928-A3N-1070 | 10.70 55 102 12 45 39.0 195 O D928-A3N-1570 15.70 65 115 16 48 415 2386 O
D928-A3N-1080 ' 10.80 55 102 12 45 38.8 1.97 O D928-A3N-1600 16.00 65 115 16 48 41.0 291 O
D928-A3N-1100 | 11.00 55 102 12 45 385 2.00 O D928-A3N-1610 16.10 73 123 18 48 489 293 O
D928-A3N-1120 | 11.20 55 102 12 45 38.2 2.04 O D928-A3N-1650 16.50 73 123 18 48 483 3.00 O
D928-A3N-1150 | 11.50 55 102 12 45 37.8 2.09 O D928-A3N-1660 16.60 73 123 18 48 48.1 3.02 O
D928-A3N-1170 | 11.70 55 102 12 45 375 213 O D928-A3N-1700 17.00 73 123 18 48 475 3.09 O
D928-A3N-1200 | 12.00 55 102 12 45 37.0 218 O D928-A3N-1800 18.00 73 123 18 48 46.0 3.28 O
D928-A3N-1250 | 12.50 60 107 14 45 413 227 O D928-A3N-1850 18.50 79 131 20 50 513 337 O
D928-A3N-1270 | 12.70 60 107 14 45 41.0 231 O D928-A3N-1900 19.00 79 131 20 50 50.5 346 O
D928-A3N-1300 13.00 60 107 14 45 405 237 O D928-A3N-2000 20.00 79 131 20 50 49.0 3.64 O
D928-A3N-1400 | 14.00 60 107 14 45 39.0 255 O Unit (mm)
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0,006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AIZ?\Z?:Sm Cast High-
Steel Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Alloy, Cast | Aluminum Copper | Composite tem Srature Titanium | Hardened = Hardened
Al ! Tool Steel Martensitic|  Steel Nodular | CastIron Y, & Alloy Material P Alloy Steel Steel
oy Steel St Aluminium | Alloy Alloy
eel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O © O
© Most Suitable O Suitable Recommended Cutting Data % P130

GESAC _ 099



HOLEMAKING TOOLS | Solid Carbide Drills

D928-A3C

3D Internal Coolant Twist Drill for Cast Iron Machining

AICTN/
TiSiN

LU PL
= ~——~< =</ O — P —
- S 8 . S S
LS LCF 140°
OAL
DC DMM In DC DMM In
Order No. (m7) LCF OAL (h6) LS LU PL Stock Order No. m?) LCF OAL (h6) LS LU PL Stock
D928-A3C-0500 5.00 28 66 6 36 205 091 O D928-A3C-1280 12.80 60 107 14 45 408 233 O
D928-A3C-0520 5.20 28 66 6 |36]20.2 095 O D928-A3C-1300 13.00 60 107 14 45 405 237 O
D928-A3C-0600 6.00 28 66 6 36 19.0 1.09 O D928-A3C-1330 13.30 60 107 14 45 401 242 O
D928-A3C-0680 6.80 34 79 8 36 238 1.24 O D928-A3C-1400 14.00 60 107 14 45 39.0 255 O
D928-A3C-0700 7.00 34 79 8 36 235 127 O D928-A3C-1430 14.30 65 115 16 48 436 260 O
D928-A3C-0800 8.00 41 79 8 36 29.0 146 O D928-A3C-1450 14.50 65 115 16 48 433 264 O
D928-A3C-0850 8.50 47 89 10 40 343 155 O D928-A3C-1480 14.80 65 115 16 48 428 269 O
D928-A3C-0900 9.00 47 89 10 40 335 164 O D928-A3C-1500 15.00 65 115 16 48 425 273 O
D928-A3C-1000 10.00 47 89 10 |40 32.0 182 O D928-A3C-1510 15.10 65 115 16 48 424 275 O
D928-A3C-1025 10.25 55 102 12 45 396 1.87 O D928-A3C-1600 16.00 65 115 16 48 41.0 291 O
D928-A3C-1050 10.50 55 102 12 45 393 191 O D928-A3C-1630 16.30 73 123 18 48 486 297 O
D928-A3C-1100 11.00 55 102 12 45 385 2.00 O D928-A3C-1700 17.00 73 123 18 48 475 3.09 O
D928-A3C-1130 11.30 55 102 12 45 38.1 206 O D928-A3C-1800 18.00 73 123 18 48 46.0 3.28 O
D928-A3C-1200 12.00 55 102 12 45 37.0 218 O D928-A3C-1850 18.50 79 131 20 50 513 337 O
D928-A3C-1230 12.30 60 107 14 |45 416 224 O D928-A3C-1900 19.00 79 131 20 50 50.5 346 O
D928-A3C-1250 12.50 60 107 14 (45 413 227 O D928-A3C-2000 20.00 79 131 20 50 49.0 3.64 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast - i
CSatrbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper | Composite High- Titanium | Hardened = Hardened
el ToolSteel Martensitic  Steel | Nodular = Castlron A0V Cast Aluminum -y Material ©€MPeralre Steel | Steel
Alloy Steel | 100! Steel | Martensitic ee odular astlron  \ ium | Allo oy aterial Allo oy eel eel
y Steel Cast Iron y Y
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O @) O O
© Most Suitable O Suitable Recommended Cutting Data % P130
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Solid Carbide Drills | HOLEMAKING TOOLS

D928-A5N == 50 |

5D External Coolant Twist Drill for Cast Iron Machining

LU PL

g
A
)

LS LCF 140°
| OAL
Order No. (r?]% e oa QM s W oe gl Order No. (r?]% e oan QM s e gl
D928-A5N-0300 | 3.00 28 66 6 36 235 055 @ D928-A5N-0870 8.70 61 103 10 40 480 1.58 O
D928-A5N-0330 330 28 66 6 36 23.1 060 @ D928-A5N-0900 9.00 61 103 10 40 475 1.64 O
D928-A5N-0340 3.40 28 66 6 36 229 062 O D928-A5N-0910 9.10 61 103 10 40 475 1.66 @
D928-A5N-0400  4.00 36 74 6 36 30.0 0.73 O D928-A5N-0970 9.70 61 103 10 40 465 1.77 O
D928-A5N-0420 | 420 36 74 6 |36 29.7 0.76 O D928-A5N-0980 9.80 61 103 10 40 463 1.78 O
D928-A5N-0430 430 36 74 6 36 296 0.78 O D928-A5N-1000 10.00 61 103 10 40 46.0 1.82 O
D928-A5N-0480 | 480 44 82 6 36 36.8 0.87 O D928-A5N-1025 10.25 71 118 12 45 556 1.87 @
D928-A5N-0500 5.00 44 82 6 36 365 091 @ D928-A5N-1030 10.30 71 118 12 |45 556 1.87 O
D928-A5N-0505 5.05 44 82 6 36 364 092 O D928-A5N-1050 10.50 71 118 12 45 553 191 @
D928-A5N-0510 | 5.10 44 82 6 36 364 093 O D928-A5N-1070 10.70 71 118 12 45 550 1.95 O
D928-A5N-0530 | 530 44 82 6 36 36.1 096 O D928-A5N-1080 10.80 71 118 12 45 548 1.97 O
D928-A5N-0580 | 5.80 44 82 6 36 353 1.06 O D928-A5N-1100 11.00 71 118 12 45 545 2.00 @
D928-A5N-0600 | 6.00 44 82 6 36 350 1.09 @ D928-A5N-1110 11.10 71 118 12 45 544 2.02 O
D928-A5N-0670  6.70 53 91 8 136|43.0 122 O D928-A5N-1120 11.20 71 118 12 45 542 2.04 O
D928-A5N-0680 | 6.80 53 | 91 8 |36 428 1.24 @ D928-A5N-1140 11.40 71 118 12 45 539 207 O
D928-A5N-0700 | 7.00 53 91 8 |36 425 127 @ D928-A5N-1180 11.80 71 118 12 |45 533 215 O
D928-A5N-0750  7.50 53 91 8 136418 136 O D928-A5N-1200 12.00 71 118 12 45 53.0 2.18 O
D928-A5N-0780 7.80 53 91 8 36 413 142 O D928-A5N-1250 12.50 77 124 14 45 583 227 @
D928-A5N-0800 8.00 53 91 8 136410 146 O D928-A5N-1300 13.00 77 124 14 45 575 237 O
D928-A5N-0850 | 850 61 103 10 40 483 1.55 O D928-A5N-1350 13.50 77 124 14 45 56.8 246 O
D928-A5N-0860 | 8.60 61 103 10 40 48.1 157 O D928-A5N-1380 13.80 77 124 14 45 575 251 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
@ m [3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
C;t;beclm Alloy Steel, ;:'ﬁt:‘g/ Stainless GrIary0§:3St High Alloy ﬁI”uom?rgt;g AIu(r:naiitum Copper | Composite temHLng;:ture Titanium | Hardened = Hardened
Alloy St'eel Tool Steel Ma;ttirjitic Steel (",\;(;(tjlljrlg; CastIron Alun):}nium Alloy Alloy Material /’-J\Iloy Alloy Steel Steel
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O ©) (©)
© Most Suitable O Suitable Recommended Cutting Data % P130
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HOLEMAKING TOOLS | Solid Carbide Drills

D928-A5N

5D External Coolant Twist Drill for Cast Iron Machining

| Alcrvi
50 [

LU PL
s e e——
z 3 S S ~
a
LS LCF 140°
I
OAL
Continued
DC DMM
Order No. (m7) LCF OAL (h6) LS LU PL In Stock
D928-A5N-1400 14.00 77 124 14 45 56.0 2.55 (@)
D928-A5N-1450 14.50 83 133 16 48 61.3 2.64 (@)
D928-A5N-1500 15.00 83 133 16 48 60.5 2.73 (@)
D928-A5N-1600 16.00 83 133 16 48 59.0 2.91 (@)
D928-A5N-1700 17.00 93 143 18 48 67.5 3.09 (@)
D928-A5N-1800 18.00 93 143 18 48 66 3.28 (@)
D928-A5N-1900 19.00 101 153 20 50 72.5 3.46 (@)
D928-A5N-2000 20.00 101 153 20 50 71 3.64 (@)
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; I
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, T " Alloy, Cast | Aluminum - temperature
Allov Steel ool Steel ' Martensitic|  Steel Nodular = CastIron Auminium | Allo Alloy Material Allo Alloy Steel Steel
Y Steel Cast Iron Y Y
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O ©) (@)

© Most Suitable O Suitable
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Solid Carbide Drills | HOLEMAKING TOOLS

D928-A5C =i 5o [

5D Internal Coolant Twist Drill for Cast Iron Machining

LU PL
= ===~ _ = — By p _
e L L e e it
LS LCF 140°
| OAL
Order No. (r?]% e oa QM s W oe gl Order No. (r?]% e oan QM s e gl
D928-A5C-0250  2.50 22 62 4 35 183 045 O D928-A5C-1100 11.00 71 118 12 |45 545 2.00 @
D928-A5C-0260 260 22 62 4 35 181 047 O D928-A5C-1110 11.10 71 118 12 45 544 2.02 O
D928-A5C-0330 330 28 66 6 36 23.1 /060 O D928-A5C-1150 11.50 71 118 12 45 538 2.09 O
D928-A5C-0340 340 28 66 6 36 229 062 O D928-A5C-1200 12.00 71 118 12 |45 53 218 @
D928-A5C-0420 420 36 74 6 36 29.7 076 O D928-A5C-1210 12.10 77 124 14 |45 589 220 O
D928-A5C-0430 430 36 74 6 36 296 078 O D928-A5C-1220 12.20 77 124 14 |45 58.7 222 O
D928-A5C-0500  5.00 44 82 6 36 365 091 @ D928-A5C-1250 12.50 77 124 14 |45 58.25 2.27 O
D928-A5C-0510 5.10 44 82 6 36 364 093 O D928-A5C-1270 12.70 77 124 14 45 58.0 231 O
D928-A5C-0600 6.00 44 82 6 36 350 /1.09 @ D928-A5C-1300 13.00 77 124 14 45 575 237 O
D928-A5C-0680 6.80 53 91 8 36 428 124 @ D928-A5C-1355 | 13.55 77 124 14 |45 56.7 247 O
D928-A5C-0690  6.90 53 | 91 8 136427 126 O D928-A5C-1400 14.00 77 124 14 |45 56 255 O
D928-A5C-0700 7.00 53 91 8 36 425 127 @ D928-A5C-1450 14.50 83 133 16 |48 613 264 O
D928-A5C-0800 # 8.00 53 | 91 8 136410 146 @ D928-A5C-1500 15.00 83 133 16 48 605 2.73 O
D928-A5C-0850 8.50 61 103 10 40 483 155 @ D928-A5C-1600 16.00 83 133 16 |48 59.0 291 O
D928-A5C-0860 8.60 61 103 10 40 483|157 O D928-A5C-1700 17.00 93 143 18 48 675 3.09 O
D928-A5C-0900 9.00 61 103 10 40 475 1.64 @ D928-A5C-1750 17.50 93 143 18 48 66.8 3.18 O
D928-A5C-1000 10.00 61 103 10 40 46 182 @ D928-A5C-1800 18.00 93 143 18 48 66.0 3.28 O
D928-A5C-1020 10.20 71 118 12 45 557 186 O D928-A5C-1810 18.10 101 153 20 |50 739 3.29 O
D928-A5C-1025 10.25 71 118 12 45 556 187 @ D928-A5C-1900 19.00 101 153 20 |50 725 346 O
D928-A5C-1030 10.30 71 118 12 45 556 187 O D928-A5C-1950 19.50 101 153 20 |50 71.8 3.55 O
D928-A5C-1050 10.50 71 118 12 45 5525 191 @ D928-A5C-2000 20.00 101 153 20 |50 71.0 3.64 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 | 0.000/-0.006
>3—6 +0,004/+0.016 | 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.013
Workpiece Material
@ ~m I N H [0
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
Csatrebeclm Alloy Steel, ;;raltr:cd/ Stainless GrIaryo(ri,aSt High Alloy f\wom??;g Alu(r::iztum Copper | Composite temHE]r';:[ure Titanium | Hardened = Hardened
Alloy St'eel Tool Steel Magttzr;Titic Steel cr\;(;ttjl#g:] CastIron Alurz}nium Alloy Alloy Material E\Iloy Alloy Steel Steel
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
@) (@) @) O O
© Most Suitable O Suitable Recommended Cutting Data % P130
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HOLEMAKING TOOLS | Solid Carbide Drills

D966-A3N =30 /@

3D External Coolant Twist Drill for Aluminum Alloy Machining

L LU . PL
/™
: — — . 55—
LS LCF 140° - ' '
OAL
Order No. (r?]% e oa QM s e gl Order No. (r'%% e oa QM s e gl
D966-A3N-0220 220 13 55 4 |36 9.7 040 O D966-A3N-0530 530 28 66 6 36 20.1 096 O
D966-A3N-0250 2.50 17 55 4 33 133 045 O D966-A3N-0540 540 28 66 6 36 19.9 098 O
D966-A3N-0300 3.00 20 62 6 36 155 055 O D966-A3N-0550 5.50 28 66 6 36 19.8 1.00 O
D966-A3N-0305 3.05 20 62 6 36 154 056 O D966-A3N-0560 560 28 66 6 36 19.6 1.02 O
D966-A3N-0310 3.10 20 62 6 (36 154 056 O D966-A3N-0570 570 28 66 6 36 195 1.04 O
D966-A3N-0320 320 20 62 6 36 152 058 O D966-A3N-0580 580 28 66 6 36 193 1.06 O
D966-A3N-0330 330 20 62 6 (36 151 0.60 O D966-A3N-0590 590 28 66 6 36 19.2 1.07 O
D966-A3N-0340 340 20 62 6 36 149 062 O D966-A3N-0600 6.00 28 66 6 36 19.0 1.09 O
D966-A3N-0350 3.50 20 62 6 36 148 064 O D966-A3N-0610 6.10 34 79 8 36 249 1.11 O
D966-A3N-0360 3.60 20 62 6 36 14.6 066 O D966-A3N-0620 6.20 34 79 8 36 247 113 O
D966-A3N-0370 3.70 20 62 6 (36 145 0.67 O D966-A3N-0625 6.25 34 79 8 36 246 1.14 O
D966-A3N-0380 3.80 24 66 6 36 183 0.69 O D966-A3N-0630 630 34 79 8 36 246 115 O
D966-A3N-0390 390 24 66 6 |36 182 0.71 O D966-A3N-0640 6.40 34 79 8 36 244 1.16 O
D966-A3N-0400 4.00 24 66 6 36 180 0.73 O D966-A3N-0650 650 34 79 8 36 243 1.18 O
D966-A3N-0410 4.10 24 66 6 36 179 075 O D966-A3N-0660 6.60 34 79 8 36 241 1.20 O
D966-A3N-0420 420 24 66 6 36 17.7 076 O D966-A3N-0670 6.70 34 79 | 8 36 240 122 O
D966-A3N-0430 430 24 66 6 (36 176 0.78 O D966-A3N-0680 6.80 34 79 8 36 238 1.24 O
D966-A3N-0440 4.40 24 66 6 36 174 080 O D966-A3N-0690 690 34 79 8 36 237 126 O
D966-A3N-0450 450 24 66 6 (36 173 082 O D966-A3N-0700 7.00 34 79 8 36 235 127 O
D966-A3N-0455 455 24 66 6 36 172 0.83 O D966-A3N-0710 710 41 79 8 36 304 129 O
D966-A3N-0460 4.60 24 66 6 (36 171 0.84 O D966-A3N-0720 720 41 79 8 36 30.2 131 O
D966-A3N-0470 470 24 66 6 36 17.0 086 O D966-A3N-0730 7.30 41 79 | 8 36 30.1 133 O
D966-A3N-0480 4.80 28 66 6 36 208 087 O D966-A3N-0740 7.40 41 79 8 36 299 135 O
D966-A3N-0490 490 28 66 6 36 20.7 089 O D966-A3N-0750 750 41 79 8 36 298 136 O
D966-A3N-0500 5.00 28 66 6 |36 205 091 O D966-A3N-0760 7.60 41 79 8 36 296 138 O
D966-A3N-0510 510 28 66 6 36 204 093 O D966-A3N-0770 770 41 79 8 36 295 140 O
D966-A3N-0520 520 28 66 6 |36 202 095 O D966-A3N-0780 7.80 41 79 8 36 293 142 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum C‘?“ Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast | Aluminum -~ temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) ©) O O
© Most Suitable O Suitable Recommended Cutting Data % P132
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Solid Carbide Drills | HOLEMAKING TOOLS

D966-A3N =230 | |

3D External Coolant Twist Drill for Aluminum Alloy Machining

| LU PL
= I L S .
3 I | D — S
Ls LCF 1407 .

AL
Continued
DC DMM In DC DMM In
OrderNo. ¢ LcF oaL BMM 15w e i OrderNo. oS 1cr oaL BN 1s W e

D966-A3N-0790 790 41 79 8 36 29.2 1.44
D966-A3N-0800 8.00 41 79 8 36 29.0 1.46
D966-A3N-0810 8.10 47 89 10 40 349 1.47
D966-A3N-0820 8.20 47 89 10 40 34.7 1.49
D966-A3N-0830 830 47 89 10 40 34.6 1.51
D966-A3N-0840 8.40 47 89 10 40 34.4 1.53
D966-A3N-0850 8.50 47 89 10 40 343 1.55
D966-A3N-0860 8.60 47 89 10 40 34.1 1.57
D966-A3N-0870 8.70 47 89 | 10 40 34.0 1.58
D966-A3N-0880 8.80 47 89 10 40 33.8 1.60
D966-A3N-0890 890 47 89 10 40 33.7 1.62
D966-A3N-0900 9.00 47 89 10 40 335 1.64
D966-A3N-0910 9.10 47 89 10 40 334 1.66
D966-A3N-0920 9.20 47 89 10 40 33.2 1.67
D966-A3N-0930 9.30 47 89 10 40 33.1 1.69
D966-A3N-0940 9.40 47 89 10 40 329 1.71
D966-A3N-0950 9.50 47 89 10 40 328 1.73
D966-A3N-0960 9.60 47 89 10 40 326 1.75
D966-A3N-0970 9.70 47 89 10 40 325 1.77
D966-A3N-0980 9.80 47 89 10 40 323 1.78
D966-A3N-0990 9.90 47 89 10 40 32.2 1.80
D966-A3N-1000 10.00 47 89 10 40 32.0 1.82
D966-A3N-1010 10.10 55 102 12 45 399 1.84
D966-A3N-1020 10.20 55 102 12 45 39.7 1.86
D966-A3N-1030 10.30 55 102 12 45 396 1.87
D966-A3N-1040 10.40 55 102 12 45 394 1.89
D966-A3N-1050 | 10.50 55 102 12 45 393 1.91

(@)

D966-A3N-1060 10.60 55 102 12 45 39.1 1.93
D966-A3N-1070 10.70 55 102 12 45 39.0 1.95
D966-A3N-1080 10.80 55 102 12 45 38.8 1.97
D966-A3N-1090 10.90 55 102 12 45 38.7 1.98
D966-A3N-1100 11.00 55 102 12 45 38.5 2.00
D966-A3N-1110 11.10 55 102 12 |45 38.4 2.02
D966-A3N-1120 11.20 55 102 12 45 38.2 2.04
D966-A3N-1130 11.30 55 102 12 45 38.1 2.06
D966-A3N-1140 11.40 55 102 12 45 37.9 2.07
D966-A3N-1150 11.50 55 102 12 45 37.8 2.09
D966-A3N-1160 11.60 55 102 12 45 37.6 2.11
D966-A3N-1170 11.70 55 102 12 |45 375 2.13
D966-A3N-1180 11.80 55 102 12 45 373 2.15
D966-A3N-1190 11.90 55 102 12 |45 37.2 217
D966-A3N-1200 12.00 55 102 12 45 37.0 2.18
D966-A3N-1210 12.10 60 107 14 45 419 220
D966-A3N-1220 12.20 60 107 14 45 41.7 222
D966-A3N-1230 12.30 60 107 14 45 416 224
D966-A3N-1240 12.40 60 107 14 45 41.4 226
D966-A3N-1250 12.50 60 107 14 45 413 227
D966-A3N-1260 12.60 60 107 14 45 41.1 229
D966-A3N-1270 12.70 60 107 14 45| 41.0 231
D966-A3N-1280 12.80 60 107 14 45 40.8 2.33
D966-A3N-1290 12.90 60 107 14 |45 40.7 235
D966-A3N-1300 13.00 60 107 14 45 405 237
D966-A3N-1310 13.10 60 107 14 |45 404 238
D966-A3N-1320 13.20 60 107 14 45 40.2 240

o

Ol0|O0|0O|O0O|O|0|O|0O|O|/O0|O0O]O|O|O0|0|0|O0O|O0|O0|O0|O|O|0C|O0O
O0/0|0|0|O|/0O0|O0]O|O|O|0|O0O|O|O/O0OO0|O0|O|O0|O0O|O0|O|0O|0O]|0O

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum -, temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <32HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O O ©) @)
© Most Suitable O Suitable Recommended Cutting Data % P132
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HOLEMAKING TOOLS | Solid Carbide Drills

D966-A3N =30 /@

3D External Coolant Twist Drill for Aluminum Alloy Machining

‘ LU PL
= [ L [S) =
: | [r—

LS LCF 140° '

OAL

Continued
DC DMM In DC DMM In
Order No. m7) LCF OAL el Is WU PL g Order No. m7) LCF OAL jpat LS WU PL gt

D966-A3N-1330 13.30 60 107 14 45 40.1 242
D966-A3N-1340 13.40 60 107 14 45 39.9 244
D966-A3N-1350 ' 13.50 60 107 14 45 39.8 246
D966-A3N-1370 13.70 60 107 14 45 395 249
D966-A3N-1380 13.80 60 107 14 |45 393 251
D966-A3N-1400 14.00 60 107 14 45 39.0 2.55
D966-A3N-1410 14.10 65 115 16 48 439 257
D966-A3N-1420 14.20 65 115 16 48 43.7 2.58
D966-A3N-1430 1430 65 115 16 48 43.6 2.60
D966-A3N-1440 1440 65 115 16 48 43.4 2.62
D966-A3N-1450 14.50 65 115 16 48 433 2.64
D966-A3N-1460 14.60 65 115 16 48 43.1 2.66
D966-A3N-1470 14.70 65 115 16 48 43.0 2.68
D966-A3N-1480 14.80 65 115 16 48 42.8 2.69
D966-A3N-1490 1490 65 115 16 48 42.7 271
D966-A3N-1500 15.00 65 115 16 48 425 2.73
D966-A3N-1510 15.10 65 115 16 |48 424 275
D966-A3N-1520 15.20 65 115 16 48 422 2.77
D966-A3N-1530 15.30 65 115 16 48 42.1 2.78
D966-A3N-1540 15.40 65 115 16 48 419 2.80
D966-A3N-1550 15.50 65 115 16 48 41.8 2.82
D966-A3N-1570 15.70 65 115 16 48 41.5 2.86

o

D966-A3N-1590 15.90 65 115 16 48 41.2 2.89
D966-A3N-1600 16.00 65 115/ 16 48 41.0 2.91
D966-A3N-1620 16.20 73 123 18 48 48.7 2.95
D966-A3N-1630 16.30 73 123 18 48 48.6 297
D966-A3N-1640 16.40 73 123 18 48 484 2.98
D966-A3N-1650 16.50 73 123 18 48 48.3 3.00
D966-A3N-1660 16.60 73 123 18 48 48.1 3.02
D966-A3N-1670 16.70 73 123 18 48 48.0 3.04
D966-A3N-1680 16.80 73 123 18 48 47.8 3.06
D966-A3N-1700 17.00 73 123 18 48 47.5 3.09
D966-A3N-1720 17.20 73 123 18 48 47.2 3.13
D966-A3N-1730 17.30 73 123 18 48 47.1 3.15
D966-A3N-1740 17.40 73 123 18 48 469 3.17
D966-A3N-1750 17.50 73 123 18 48 46.8 3.18
D966-A3N-1760 17.60 73 123 18 48 46.6 3.20
D966-A3N-1770 17.70 73 123 18 48 46.5 3.22
D966-A3N-1780 17.80 73 123 18 48 463 3.24
D966-A3N-1800 18.00 73 123 18 48 46.0 3.28
D966-A3N-1840 18.40 79 131 20 50 514 3.35
D966-A3N-1850 18.50 79 131 20 50 51.3 3.37
D966-A3N-1860 18.60 79 131 20 50 51.1 3.38
D966-A3N-1880 18.80 79 131 20 50 50.8 3.42

@)

O/0|0O/0O|O/0O0|0O]|O|/OO0O|0|O0|O|O|0O|O|O|O 0|0
Ol0|0|0O|O|O|0|O0O|O|OO0|O0|O|O0O|O0|O0|O|O|0O|0O

D966-A3N-1580 15.80 65 115 16 |48 413 288 O D966-A3N-1900 19.00 79 131 20 50 50.5 346 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; I
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast | Aluminum - temperature
Tool Steel Martensitic|  Steel Nodular = CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) ©) O O
© Most Suitable O Suitable Recommended Cutting Data % P132
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6 E n

D966-A3N

3D External Coolant Twist Drill for Aluminum Alloy Machining

) LU PL
E =
2 | 2
LS LCF 140°
OAL
Continued
DC DMM
Order No. (m7) LCF OAL (h6) LS LU PL In Stock
D966-A3N-1910 19.10 79 131 20 50 50.4 3.48 O
D966-A3N-1950 19.50 79 131 20 50 49.8 3.55 O
D966-A3N-1980 19.80 79 131 20 50 49.3 3.60 O
D966-A3N-1990 19.90 79 131 20 50 49.2 3.62 @)
D966-A3N-2000 20.00 79 131 20 50 49.0 3.64 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AIZ?Trm?:jm Cast High-
Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy ; Copper | Composite g Titanium | Hardened = Hardened
Steel, " Alloy, Cast | Aluminum -~ temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel S Aluminium | Alloy Alloy
teel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) ©) O O
© Most Suitable O Suitable Recommended Cutting Data % P132
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HOLEMAKING TOOLS | Solid Carbide Drills

D966-A3C

3D Internal Coolant Twist Drill for Aluminum Alloy Machining

LU PL

Order No. (r?]% e oa QM s e gl Order No. (E]% e oa QM s W oe gl
D966-A3C-0300 3.00 20 62 6 36 155 055 O D966-A3C-0570 570 28 66 6 36 195 1.04 O
D966-A3C-0310 3.10 20 62 6 36 154 056 O D966-A3C-0580 580 28 66 6 36 193 1.06 O
D966-A3C-0320 320 20 62 6 36 152 0.58 O D966-A3C-0590 590 28 66 6 36 19.2 1.07 O
D966-A3C-0330 330 20 62 6 36 151 0.60 O D966-A3C-0600 6.00 28 66 6 36 19.01.09 O
D966-A3C-0340 340 20 62 6 36 149 062 O D966-A3C-0610 6.10 34 79 8 36 249 111 O
D966-A3C-0350 3.50 20 62 6 36 148 064 O D966-A3C-0620 6.20 34 79 8 36 247 113 O
D966-A3C-0360 360 20 62 6 36 146 066 O D966-A3C-0630 6.30 34 79 8 36 246 115 O
D966-A3C-0370 3.70 20 62 6 36 145 0.67 O D966-A3C-0640 6.40 34 79 8 36 244 /116 O
D966-A3C-0380 380 24 66 6 36 183 0.69 O D966-A3C-0650 6.50 34 79 8 36 243 1.18 O
D966-A3C-0390 390 24 66 6 36 182 0.71 O D966-A3C-0660 6.60 34 79 8 36 241 /120 O
D966-A3C-0400 4.00 24 66 6 36 180 0.73 O D966-A3C-0670 6.70 34 79 8 36 240 122 O
D966-A3C-0410 4.10 24 66 6 36 179 0.75 O D966-A3C-0680 6.80 34 79 8 36 238124 O
D966-A3C-0420 420 24 66 6 36 17.7 076 O D966-A3C-0690 690 34 79 8 36 237 126 O
D966-A3C-0430 430 24 66 6 36 176 0.78 O D966-A3C-0700 7.00 34 79 8 36 235127 O
D966-A3C-0440 4.40 24 66 6 36 174 080 O D966-A3C-0710 7.10 41 79 8 36 304 129 O
D966-A3C-0450 450 24 66 6 36 17.3 0.82 O D966-A3C-0720 720 41 79 8 36 30.2 131 O
D966-A3C-0460 460 24 66 6 36 171 084 O D966-A3C-0730 730 41 79 8 36 30.1 133 O
D966-A3C-0470 470 24 66 6 36 170 0.86 O D966-A3C-0740 7.40 41 79 8 36 299 135 O
D966-A3C-0480 4.80 28 66 6 36 208 0.87 O D966-A3C-0750 7.50 41 79 8 36 298 136 O
D966-A3C-0490 490 28 66 6 36 20.7 0.89 O D966-A3C-0755 755 41 79 8 36 29.7 137 O
D966-A3C-0500 5.00 28 66 6 36 205 091 O D966-A3C-0760 7.60 41 79 8 36 296 138 O
D966-A3C-0510 5.10 28 66 6 36 204 093 O D966-A3C-0770 7.70 41 79 8 36 295 140 O
D966-A3C-0520 520 28 66 6 36 20.2 095 O D966-A3C-0780 7.80 41 79 8 36 293 142 O
D966-A3C-0530 530 28 66 6 36 20.1 096 O D966-A3C-0790 790 41 79 8 36 29.2 144 O
D966-A3C-0540 540 28 66 6 36 199 098 O D966-A3C-0800 8.00 41 79 8 36 29.0 146 O
D966-A3C-0550 550 28 66 6 36 198 1.00 O D966-A3C-0810 8.10 47 89 10 40 349 (147 O
D966-A3C-0560 560 28 66 6 36 196 1.02 O D966-A3C-0820 8.20 47 89 10 40 347 149 O

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum C‘?“ Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast | Aluminum -~ temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) ©) O O
© Most Suitable O Suitable Recommended Cutting Data % P132
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D966-A3C

3D Internal Coolant Twist Drill for Aluminum Alloy Machining

Order No. LCF

DC
(m7)

D966-A3C-0830
D966-A3C-0840
D966-A3C-0850
D966-A3C-0860
D966-A3C-0870
D966-A3C-0880
D966-A3C-0890
D966-A3C-0900
D966-A3C-0910
D966-A3C-0920
D966-A3C-0930
D966-A3C-0940
D966-A3C-0950
D966-A3C-0960
D966-A3C-0970
D966-A3C-0980
D966-A3C-0990
D966-A3C-1000
D966-A3C-1010
D966-A3C-1020
D966-A3C-1025
D966-A3C-1030
D966-A3C-1035
D966-A3C-1040
D966-A3C-1050
D966-A3C-1060
D966-A3C-1070

8.30
8.40
8.50
8.60
8.70
8.80
8.90
9.00
9.10
9.20
9.30
9.40
9.50
9.60
9.70
9.80
9.90
10.00
10.10
10.20
10.25
10.30
10.35
10.40
10.50
10.60
10.70

47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
47
55
55
55
55
55
55
55
55
55

@Stock OAvailable Upon Order

1234 5 67

PH and

Alloy Steel, | Ferritic/

Tool Steel | Martensitic
Steel

Carbon
Steel,
Alloy Steel

<35HRC 35-48HRC

© Most Suitable O Suitable

O
)

©) ©)

=30 P

Continued
OAL D(r"]’g;" s w N Order No. (r[r’]% LCF OAL “Zﬁ”s%” s w PN
89 | 10 40 346 151 O D966-A3C-1080 10.80 55 102 12 |45 38.8 197 O
89 10 40 344 153 O D966-A3C-1090 10.90 55 102 12 45 387 198 O
89 10 40 343 155 O D966-A3C-1100 11.00 55 102 12 45 385 2.00 O
89 | 10 40 34.1 157 O D966-A3C-1110 ' 11.10 55 102 12 |45 384 202 O
89 | 10 40 34.0 158 O D966-A3C-1120 11.20 55 102 12 |45 38.2 2.04 O
89 | 10 40 33.8 160 O D966-A3C-1130 1 11.30 55 102 12 |45 38.1 2,06 O
89 | 10 40 33.7 162 O D966-A3C-1140 11.40 55 102 12 |45 379 207 O
89 | 10 40 335 1.64 O D966-A3C-1150 ' 11.50 55 102 12 |45 37.8 2.09 O
89 10 40 334 166 O D966-A3C-1160 11.60 55 102 12 45 376 211 O
89 | 10 40 33.2 167 O D966-A3C-1170 11.70 55 102 12 45 375 213 O
89 | 10 40 33.1 169 O D966-A3C-1180 11.80 55 102 12 |45 373 215 O
89 | 10 40 329 171 O D966-A3C-1190 1190 55 102 12 |45 37.2 217 O
89 | 10 40 328 1.73 O D966-A3C-1200 12.00 55 102 12 |45 37.0 218 O
89 | 10 40 326 1.75 O D966-A3C-1210 12.10 60 107 14 |45 419 220 O
89 | 10 40 325 177 O D966-A3C-1220 12.20 60 107 14 (45 41.7 222 O
89 10 40 323 1.78 O D966-A3C-1230 12.30 60 107 14 |45 41.6 224 O
89 10 40 322 180 O D966-A3C-1250 12.50 60 107 14 (45 413 227 O
89 | 10 40 32.0 182 O D966-A3C-1260 12.60 60 107 14 |45 41.1 229 O
102 12 45 399 184 O D966-A3C-1270 12.70 60 107 14 |45 41.0 231 O
102 12 45 39.7 186 O D966-A3C-1280 12.80 60 107 14 |45 40.8 233 O
102 12 45 396 187 O D966-A3C-1300 13.00 60 107 14 |45 405 237 O
102 12 45 396 187 O D966-A3C-1340 13.40 60 107 14 45 399 244 O
102 12 45 395 188 O D966-A3C-1350 13.50 60 107 14 45 398 246 O
102 12 45 394 189 O D966-A3C-1360 13.60 60 107 14 |45 39.6 247 O
102 12 45 393 191 O D966-A3C-1370 13.70 60 107 14 |45 395 249 O
102 12 45| 39.1 193 O D966-A3C-1380 13.80 60 107 14 |45 393 251 O
102 12 45 39.0 195 O D966-A3C-1400 14.00 60 107 14 |45 39.0 255 O
Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Workpiece Material
m 3 N H 0O
123 12 3 12 3 4 5 123 4 1 2
Forged
Stainless Gr?r{)g,m High Alloy AA“JO[;IHEZQZ Aluﬁiﬂum Copper | Composite tempera-ture Titanium | Hardened = Hardened
Steel gc;ftljrlgg CastIron Alum}nium Alloy Alloy Material Alloy Alloy Steel Steel
Alloy
<32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

Recommended Cutting Data % P132
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HOLEMAKING TOOLS | Solid Carbide Drills

D966-A3C

3D Internal Coolant Twist Drill for Aluminum Alloy Machining

LU PL

Continued
DC DMM In DC DMM In
Order No. (m7) LCF OAL (h6) LS LU PL Stock Order No. m7) LCF OAL (h6) LS LU PL Stock
D966-A3C-1420 14.20 65 115 16 48 43.7 258 O D966-A3C-1680 16.80 73 123 18 48 47.8 13.06 O
D966-A3C-1430 14.30 65 115 16 48 43.6 260 O D966-A3C-1700 17.00 73 123 18 48 475 3.09 O
D966-A3C-1450 14.50 65 115 16 |48 433 264 O D966-A3C-1750 17.50 73 123 18 48 46.8 3.18 O
D966-A3C-1460 14.60 65 115 16 48 43.1 266 O D966-A3C-1770 17.70 73 123 18 48 46,5 322 O
D966-A3C-1470 14.70 65 115 16 48 43.0 268 O D966-A3C-1780 17.80 73 123 18 48 46.3 3.24 O
D966-A3C-1480 14.80 65 115 16 48 428 2.69 O D966-A3C-1800 18.00 73 123 18 48 46.0 3.28 O
D966-A3C-1500 15.00 65 115 16 48 425 273 O D966-A3C-1850 18.50 79 131 20 50 513|337 O
D966-A3C-1520 15.20 65 115 16 |48 422 277 O D966-A3C-1880 18.80 79 131 20 50 50.8 342 O
D966-A3C-1530 15.30 65 115 16 |48 421 278 O D966-A3C-1900 19.00 79 131 20 50 50.5 346 O
D966-A3C-1550 15.50 65 115 16 48 418 2.82 O D966-A3C-1950 19.50 79 131 20 50 498 355 O
D966-A3C-1570 15.70 65 115 16 48 415 /286 O D966-A3C-1960 19.60 79 131 20 50 49.6 3.57 O
D966-A3C-1580 15.80 65 115 16 48 413 288 O D966-A3C-1980 19.80 79 131 20 50 493 3.60 O
D966-A3C-1600 16.00 65 115 16 48 41.0 291 O D966-A3C-2000 20.00 79 131 20 50 49.0 3.64 O
D966-A3C-1650 16.50 73 123 18 48 483 3.00 O Unit (mm)
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast Alfjirr]?::m Cast High-
St Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy ’ Copper | Composite g Titanium | Hardened = Hardened
el ToolSteel Martensitic Steel | Nodular Castlon ‘0% Cast Aluminum " Material |(eMPerature Steel Steel
Alloy Steel ool Steel | Martensitic ee odular astlron )\ um Alloy oy ateria Alloy oy ee ee
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O O O
© Most Suitable O Suitable Recommended Cutting Data % P132
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Solid Carbide Drills | HOLEMAKING TOOLS

D966-A5N =20 5D | |

5D External Coolant Twist Drill for Aluminum Alloy Machining

L LU PL
LS LCF 140° )
OAL

Order No. (r'%% LCF OAL D(r"]’g;" s w N Order No. (r[r’]% LCF OAL “Zﬁ”s%” s w PN
D966-A5N-0200 2.00 18 62 4 38 150 036 O D966-A5N-0520 520 44 82 6 36 362 095 O
D966-A5N-0250 2.50 22 62 4 34 183 045 O D966-A5N-0530 530 44 82 6 36 36.1 096 O
D966-A5N-0270 2.70 | 22 62 4 |34 18.0 049 O D966-A5N-0540 540 44 82 6 36 359 098 O
D966-A5N-0290 2.90 22 62 4 34 17.7 053 O D966-A5N-0550 550 | 44 | 82 6 36 365 1.00 @
D966-A5N-0300 3.00 28 66 6 36 235 055 @ D966-A5N-0560 560 44 | 82 6 36 356 1.02 O
D966-A5N-0310 3.10 | 28 66 6 36 234 056 O D966-A5N-0570 570 | 44 | 82 6 36 355 1.04 O
D966-A5N-0320 3.20 | 28 66 6 36 232 058 O D966-A5N-0580 5.80 44 82 6 36 353 1.06 O
D966-A5N-0330 330 28 66 6 36 23.1 060 @ D966-A5N-0590 590 |44 | 82 6 36 352 1.07 O
D966-A5N-0340 3.40 | 28 66 6 36 229 062 O D966-A5N-0595 595 44 | 82 6 36 351 1.08 O
D966-A5N-0350 3.50 28 66 6 36 22.8 0.64 O D966-A5N-0600 6.00 |44 | 82 6 36 350 1.09 @
D966-A5N-0360 3.60 | 28 66 6 36 226 0.66 O D966-A5N-0610 6.10 | 53 | 91 8 36 439 1.11 O
D966-A5N-0370 3.70 | 28 66 6 36 225 0.67 O D966-A5N-0620 620 | 53 | 91 8 36 43.7 113 O
D966-A5N-0380 3.80 | 36 74 6 36 303 0.69 O D966-A5N-0630 630 53 91 8 36 43.6 1.15 O
D966-A5N-0390 3.90 36 74 6 36 302 071 O D966-A5N-0635 635 53 | 91 8 36 435 1.16 O
D966-A5N-0400 4.00 | 36 74 6 36 30.0 073 @ D966-A5N-0640 6.40 53 91 8 36 434 1.16 O
D966-A5N-0410 4.10 | 36 74 6 36 299 0.75 O D966-A5N-0650 650 | 53 | 91 8 36 433 1.18 O
D966-A5N-0420 420 | 36 74 6 36 29.7 076 @ D966-A5N-0660 6.60 |53 | 91 8 36 43.1 120 O
D966-A5N-0430 430 36 74 6 36 29.6 078 O D966-A5N-0670 6.70 | 53 | 91 8 36 43.0 122 O
D966-A5N-0440 4.40 | 36 74 6 |36 29.4 0.80 O D966-A5N-0675 6.75 | 53 | 91 8 36 429 123 O
D966-A5N-0450 4.50 |36 74 6 36 293 0.82 O D966-A5N-0680 6.80 | 53 | 91 8 36 42.8 124 @
D966-A5N-0460 4.60 | 36 74 6 36 29.1 0.84 O D966-A5N-0685 6.85 53 | 91 8 36 42.7 125 O
D966-A5N-0470 4.70 36 74 6 36 29.0 0.86 O D966-A5N-0690 6.90 53 91 8 36427 126 O
D966-A5N-0475 4.75 | 44 82 6 36 369 0.86 O D966-A5N-0700 7.00 | 53 | 91 8 36 425 127 @
D966-A5N-0480 4.80 44 82 6 36 36.8 087 O D966-A5N-0710 710 | 53 | 91 8 36 424 129 O
D966-A5N-0490 4.90 | 44 82 6 36 367 0.89 O D966-A5N-0720 7.20 | 53 | 91 8 36 422 131 O
D966-A5N-0500 5.00 44 82 6 36 365 091 @ D966-A5N-0730 7.30 | 53 | 91 8 36 42.1 133 O
D966-A5N-0510 510 | 44 82 6 36 36.4 093 O D966-A5N-0740 7.40 |53 91 8 36 419 135 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; ,
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast | Aluminum | [temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron . Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC 35-48HRC <32HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O @) O @)
© Most Suitable O Suitable Recommended Cutting Data % P132
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HOLEMAKING TOOLS | Solid Carbide Drills

D966-A5N

5D External Coolant Twist Drill for Aluminum Alloy Machining

L LU PL
LS LCF 140° )
OAL

Continued

Order No. (51(7:) LCF OAL EZMG’)V' s w PN Order No. (r'%% LCF OAL D(r"]’g;" s w e N
D966-A5N-0750 7.50 53 91 8 36 418 136 O D966-A5N-1020 10.20 71 118 12 45 55.7 1.86 O
D966-A5N-0760 7.60 53 91 8 |36 416|138 O D966-A5N-1030 10.30 71 118 12 45 55.6 1.87 O
D966-A5N-0770 7.70 53 91 8 36 415 140 O D966-A5N-1040 10.40 71 118 12 45 554 1.89 O
D966-A5N-0780 7.80 53 91 8 36 413 142 O D966-A5N-1050 10.50 71 118 12 45 553 191 @
D966-A5N-0790 7.90 53 91 8 36 412 144 O D966-A5N-1060 10.60 71 118 12 45 55.1 1.93 O
D966-A5N-0800 8.00 53 91 8 36 41.0 146 O D966-A5N-1070 10.70 71 118 12 45 55.0 |1.95 O
D966-A5N-0810 8.10 61 103 10 40 489 147 O D966-A5N-1080 10.80 71 118 12 45 548 1.97 O
D966-A5N-0820 8.20 61 103 10 40 48.7 149 O D966-A5N-1090 10.90 71 118 12 45 547 198 O
D966-A5N-0830 830 61 103 10 40 486 151 O D966-A5N-1100 11.00 71 118 12 45 545 2.00 @
D966-A5N-0840 8.40 61 103 10 40 484 153 O D966-A5N-1110 11.10 71 118 12 45 544 2.02 O
D966-A5N-0850 8.50 61 103 10 40 483 155 @ D966-A5N-1120 11.20 71 118 12 45 542 2.04 O
D966-A5N-0860 8.60 61 103 10 40 48.1 1.57 O D966-A5N-1130 11.30 71 118 12 45 54.1 2.06 O
D966-A5N-0870 8.70 61 103 10 40 48.0 1.58 O D966-A5N-1140 11.40 71 118 12 45 539 2.07 O
D966-A5N-0880 8.80 61 103 10 40 47.8 1.60 O D966-A5N-1150 11.50 71 118 12 45 53.8 2.09 O
D966-A5N-0890 8.90 61 103 10 40 47.7 162 O D966-A5N-1160 11.60 71 118 12 45 53.6 211 O
D966-A5N-0900 9.00 61 103 10 40 475 164 @ D966-A5N-1170 11.70 71 118 12 45 535 213 O
D966-A5N-0910 9.10 61 103 10 40 474 166 O D966-A5N-1180 11.80 71 118 12 45 533 2.15 O
D966-A5N-0920 9.20 61 103 10 40 47.2 1.67 O D966-A5N-1190 11.90 71 118 12 45 53.2 217 O
D966-A5N-0930 9.30 61 103 10 40 47.1 1.69 O D966-A5N-1200 12.00 71 118 12 45 53.0 2.18 O
D966-A5N-0940 9.40 61 103 10 40 469 1.71 O D966-A5N-1210 12.10 77 124 14 45 58.9 220 O
D966-A5N-0950 9.50 61 103 10 40 46.8 1.73 O D966-A5N-1220 12.20 77 124 14 45 58.7 222 O
D966-A5N-0960 9.60 61 103 10 40 46.6 1.75 O D966-A5N-1230 12.30 77 124 14 45 58.6 224 O
D966-A5N-0970  9.70 61 103 10 40 46,5 1.77 O D966-A5N-1240 12.40 77 124 14 45 58.4 226 O
D966-A5N-0980 9.80 61 103 10 40 463 1.78 O D966-A5N-1250 12.50 77 124 14 45 583 227 O
D966-A5N-0990 9.90 61 103 10 40 46.2 180 O D966-A5N-1260 12.60 77 124 14 45 58.1 229 O
D966-A5N-1000 10.00 61 103 10 40 46.0 1.82 O D966-A5N-1270 12.70 77 124 14 45 58.0 231 O
D966-A5N-1010 10.10 71 118 12 45 559 1.84 O D966-A5N-1280 12.80 77 124 14 45 57.8 233 O

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

1234 5 67
PH and
Carbon Alloy Steel, | Ferritic/
steel, Tool Steel | Martensitic
Alloy Steel

Steel

<35HRC 35-48HRC

© Most Suitable O Suitable
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Workpiece Material

12 3

123 12 3 4 5 123 4 1 2
Gray Cast AIZ?;?:Sm Cast igh-
Stainless Iron, High Alloy ; Copper | Composite Titanium | Hardened = Hardened
Alloy, Cast | Aluminum -~ temperature
Steel Nodular | CastIron . Alloy Material Alloy Steel Steel
Aluminium | Alloy Alloy
CastIron
Alloy
<32HRC 35-45HRC Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
©) O O

Recommended Cutting Data % P132



Solid Carbide Drills | HOLEMAKING TOOLS

DIN
6535HA

D966-A5N

5D External Coolant Twist Drill for Aluminum Alloy Machining

) LU PL
= [ L (6}
2 |
LS LCF 140°
OAL
Continued
DC DMM In DC DMM In
Order No. m7) LCF OAL (h6) LS LU PL Stock Order No. (m7) LCF OAL (h6) LS LU PL Stock
D966-A5N-1290 12.90 77 124 14 45 57.7 1235 O D966-A5N-1570 15.70 83 133 16 48 595 286 O
D966-A5N-1300 | 13.00 77 124 14 45 57.5 237 O D966-A5N-1580 15.80 83 133 16 48 59.3 288 O
D966-A5N-1320 | 13.20 77 124 14 |45 57.2 240 O D966-A5N-1600 16.00 83 133 16 48 59.0 291 O
D966-A5N-1350 13.50 77 124 14 45 56.8 246 O D966-A5N-1650 16.50 93 143 18 48 68.3 3.00 O
D966-A5N-1370 13.70 77 124 14 45 56.5 249 O D966-A5N-1660 16.60 93 143 18 48 68.1 3.02 O
D966-A5N-1380 13.80 77 124 14 45 56.3 251 O D966-A5N-1680 16.80 93 143 18 48 67.8 3.06 O
D966-A5N-1390 13.90 77 124 14 45 56.2 253 O D966-A5N-1700 17.00 93 143 18 48 67.5 3.09 O
D966-A5N-1400 14.00 77 124 14 45 56.0 255 O D966-A5N-1750 17.50 93 143 18 48 66.8 3.18 O
D966-A5N-1420 | 14.20 83 133 16 48 61.7 258 O D966-A5N-1780 17.80 93 143 18 48 66.3 324 O
D966-A5N-1430 14.30 83 133 16 48 61.6 2.60 O D966-A5N-1800 18.00 93 143 18 48 66.0 3.28 O
D966-A5N-1450 14.50 83 133 16 48 613 264 O D966-A5N-1850 18.50 101 153 20 50 73.3 337 O
D966-A5N-1460 14.60 83 133 16 48 61.1 2.66 O D966-A5N-1860 18.60 101 153 20 50 73.1 338 O
D966-A5N-1480 14.80 83 133 16 48 60.8 2.69 O D966-A5N-1900 19.00 101 153 20 50 725 346 O
D966-A5N-1500 15.00 83 133 16 48 60.5 273 O D966-A5N-1950 19.50 101 153 20 50 71.8 3.55 O
D966-A5N-1510 | 15.10 83 133 16 48 604 275 O D966-A5N-2000 20.00 101 153 20 50 71.0 3.64 O
D966-A5N-1550 | 15.50 83 133 16 48 59.8 282 O Unit (mm)
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast Alzon:?rfgm Cast High-
S Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy . Copper | Composite d Titanium | Hardened = Hardened
teel ooiSteel Martensitic  Steel | Nodular | Castlron | Aoy Cast| Aluminum T Material |(emperature. Steel Steel
Alloy Steel ool Steel | Martensitic ee odular astlron )\ um Alloy oy ateria Alloy oy ee ee
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) ©) O O
© Most Suitable O Suitable Recommended Cutting Data % P132
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HOLEMAKING TOOLS | Solid Carbide Drills

D966-A5C

5D Internal Coolant Twist Drill for Aluminum Alloy Machining

DC DMM In
Order No. m7) LCF  OAL (h6) LS LU PL Stock Order No.

DMM In
LCF OAL LS LU PL | crock

DC
(m7) (h6)

D966-A5C-0300 3.00 28 660 6 |36 235 055 @ D966-A5C-0560 5.60 44 820 6 36 356 1.02 O
D966-A5C-0310 3.10 28 66.0 6 36 234 056 O D966-A5C-0570 5.70 44 820 6 36 355 /1.04 O
D966-A5C-0320 3.20 28 66.0 6 36 232 058 O D966-A5C-0580 5.80 44 82.0 6 36 353 1.06 O
D966-A5C-0330 3.30 28 66.0 6 36 231 060 @ D966-A5C-0590 590 44 820 6 36 352 /1.07 O
D966-A5C-0340 3.40 28 66.0 6 36 229 062 O D966-A5C-0600 6.00 44 82.0 6 36 350 1.09 @
D966-A5C-0350 3.50 28 66.0 6 36 228 064 O D966-A5C-0610 6.10 53 91.0 8 36 439 1.11 O
D966-A5C-0360 3.60 28 66.0 6 36 226 0.66 O D966-A5C-0620 6.20 53 91.0 8 36 43.7 113 O
D966-A5C-0370 3.70 28 66.0 6 36 225 0.67 O D966-A5C-0630 6.30 53 /910 8 36 436 1.15 O
D966-A5C-0380 3.80 36 740 6 36 303 0.69 O D966-A5C-0640 6.40 53 91.0 8 36 434 1.16 O
D966-A5C-0390 390 36 740 6 36 302 0.71 O D966-A5C-0650 6.50 53 91.0 8 36 433118 O
D966-A5C-0400 4.00 36 740 6 36 300 073 @ D966-A5C-0660 6.60 53 91.0 8 36 43.1 1.20 O
D966-A5C-0410 4.10 36 740 6 36 299 0.75 O D966-A5C-0670 6.70 53 91.0 8 36 43.0 /122 O
D966-A5C-0420 4.20 36 740 6 36 297 0.76 @ D966-A5C-0680 6.80 53 91.0 8 36 428 1.24 @
D966-A5C-0430 4.30 36 740 6 36 296 0.78 O D966-A5C-0690 6.90 53 91.0 8 36 427 [1.26 O
D966-A5C-0440 440 36 740 6 |36 294 080 O D966-A5C-0700 7.00 53 91.0 8 36 425 127 @
D966-A5C-0450 4.50 36 740 6 36 293 082 O D966-A5C-0710 7.10 53 91.0 8 36 424 129 O
D966-A5C-0460 4.60 36 740 6 36 29.1 0.84 O D966-A5C-0720 7.20 53 91.0 8 36 422 131 O
D966-A5C-0465 4.65 36 740 6 36 290 0.85 O D966-A5C-0730 7.30 53 91.0 8 36 421133 O
D966-A5C-0470 4.70 36 740 6 36 29.0 0.86 O D966-A5C-0740 7.40 53 91.0 8 36 419 135 O
D966-A5C-0480 4.80 44 820 6 36 36.8 0.87 O D966-A5C-0750 7.50 53 91.0 8 36 418 136 O
D966-A5C-0490 4.90 44 820 6 |36 36.7 089 O D966-A5C-0760 7.60 53 910 8 36 416 138 O
D966-A5C-0500 5.00 44 820 6 36 365 091 @ D966-A5C-0770 7.70 53 91.0 8 36 415140 O
D966-A5C-0510 5.10 44 820 6 36 364 093 O D966-A5C-0780 7.80 53 91.0 8 36 413 142 O
D966-A5C-0520 5.20 44 820 6 36 36.2 095 O D966-A5C-0790 7.90 53 91.0 8 36 412 144 O
D966-A5C-0530 530 44 820 6 36 36.1 096 O D966-A5C-0800 8.00 53 91.0 8 36 410 1.46 @
D966-A5C-0540 540 44 820 6 36 359 098 O D966-A5C-0810 8.10 61 103.0 10 40 489 (147 O
D966-A5C-0550 5.50 44 820 6 36 358 1.00 O D966-A5C-0820 8.20 61 103.0 10 40 48.7 1.49 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m I3 N B @O
12 | 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; I
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum -~ temperature
Tool Steel |Martensitic| ~ Steel Nodular | CastIron . Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <32HRC 35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
© (@) O O
© Most Suitable O Suitable Recommended Cutting Data % P132
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Solid Carbide Drills | HOLEMAKING TOOLS

D966-A5C ={ 50| P

5D Internal Coolant Twist Drill for Aluminum Alloy Machining

OAL

Continued

DMM In DC DMM In
Order No. LCF OAL LS LU PL Stock Order No. LCF OAL LS LU PL Stock

DC
(m7) (h6) (m7) (h6)

D966-A5C-0830 8.30 61 103.0 10 40 486 1.51
D966-A5C-0840 8.40 61 103.0 10 40 484 1.53
D966-A5C-0850 8.50 61 103.0 10 40 483 1.55
D966-A5C-0860 8.60 61 103.0 10 40 48.1 1.57
D966-A5C-0870 8.70 61 103.0 10 40 48.0 1.58
D966-A5C-0880 8.80 61 103.0 10 40 47.8 1.60
D966-A5C-0890 8.90 61 103.0 10 40 47.7 1.62
D966-A5C-0900 9.00 61 103.0 10 40 475 1.64
D966-A5C-0910 9.10 61 103.0 10 40 47.4 1.66
D966-A5C-0920 9.20 61 103.0 10 40 47.2 1.67
D966-A5C-0930 9.30 61 103.0 10 40 47.1 1.69
D966-A5C-0940 9.40 61 103.0 10 40 469 1.71
D966-A5C-0950 9.50 61 103.0 10 40 46.8 1.73
D966-A5C-0960 9.60 61 103.0 10 40 46.6 1.75
D966-A5C-0970 9.70 61 103.0 10 40 46.5 1.77
D966-A5C-0980 9.80 61 103.0 10 40 46.3 1.78
D966-A5C-0990 9.90 61 103.0 10 40 46.2 1.80
D966-A5C-1000 10.00 61 103.0 10 40 46.0 1.82
D966-A5C-1010 10.10 71 118.0 12 45 559 |1.84
D966-A5C-1020 10.20 71 118.0 12 45 55.7 1.86
D966-A5C-1025 10.25 71 118.0 12 45 55.6 | 1.87
D966-A5C-1030 10.30 71 118.0 12 45 55.6 1.87
D966-A5C-1040 10.40 71 118.0 12 45 554 1.89
D966-A5C-1050 10.50 71 118.0 12 45 553 1.91
D966-A5C-1060 10.60 71 118.0 12 45 55.1 1.93
D966-A5C-1070 10.70 71 118.0 12 45 55.0 1.95
D966-A5C-1080 10.80 71 118.0 12 45 54.8 1.97

(@)

D966-A5C-1090 10.90 71 118.0 12 45 54.7 1.98
D966-A5C-1100 11.00 71 118.0 12 45 54.5  2.00
D966-A5C-1110 11.10 71 118.0 12 45 54.4 2.02
D966-A5C-1120 11.20 71 118.0) 12 45 54.2 2.04
D966-A5C-1130 11.30 71 118.0 12 45 54.1 2.06
D966-A5C-1140 11.40 71 118.0 12 45 539 2.07
D966-A5C-1150 11.50 71 118.0 12 45 53.8 2.09
D966-A5C-1160 11.60 71 118.0 12 45 53.6 2.11
D966-A5C-1170 11.70 71 118.0 12 45 535 2.13
D966-A5C-1180 11.80 71 118.0 12 45 53.3 2.15
D966-A5C-1190 11.90 71 118.0 12 45 53.2 2.17
D966-A5C-1200 12.00 71 118.0 12 45 53.0 2.18
D966-A5C-1205 12.05 71 118.0 12 45 529 2.19
D966-A5C-1210 12.10 77 124.0 14 45 589 2.20
D966-A5C-1220 12.20 77 124.0 14 45 58.7 2.22
D966-A5C-1230 1230 77 1240 14 45 58.6 2.24
D966-A5C-1240 12.40 77 1240 14 45 584 2.26
D966-A5C-1250 12.50 77 124.0 14 45 583 2.27
D966-A5C-1260 12.60 77 124.0 14 45 58.1 2.29
D966-A5C-1270 12.70 77 124.0 14 45 58.0 2.31
D966-A5C-1280 12.80 77 124.0 14 45 57.8 2.33
D966-A5C-1300 13.00 77 124.0 14 45 57.5 237
D966-A5C-1310 13.10 77 124.0 14 45 57.4 2.38
D966-A5C-1320 13.20 77 124.0 14 45 57.2 2.40
D966-A5C-1350 13.50 77 124.0 14 45 56.8 2.46
D966-A5C-1360 13.60 77 124.0 14 45 56.6 2.47
D966-A5C-1370 13.70 77 124.0 14 45 56.5 2.49

o

O/l0O|C|®@O0|0O0|0O|0O @O0 0|0O|0O/0O|0O/0|0|0O|/®@ O|O0|0|O|0|0
O/0|0|0|O|/0O/0|0O]|O|O|O|0|O0O|O|O @ O|O|O0O|O0O|O0|O|O|C| e

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

A m [ N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; ,
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast | Aluminum | [temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron . Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <32HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
© © O O
© Most Suitable O Suitable Recommended Cutting Data % P132
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D966-A5C

5D Internal Coolant Twist Drill for Aluminum Alloy Machining

Continued
DC DMM In DC DMM In
Order No. (m?) LCF OAL (h6) LS LU PL Stock Order No. (m?) LCF OAL (h6) LS LU PL Stock
D966-A5C-1380 13.80 77 124.0 14 45 56.3 251 O D966-A5C-1630 16.30 93 143.0 18 48 686 297 O
D966-A5C-1390 13.90 77 124.0 14 |45 56.2 253 O D966-A5C-1650 16.50 93 143.0 18 48 683 3.00 O
D966-A5C-1400 14.00 77 [124.0 14 |45 56.0 255 O D966-A5C-1680 16.80 93 (143.0 18 48 67.8 3.06 O
D966-A5C-1410 14.10 83 133.0 16 48 619 257 O D966-A5C-1690 16.90 93 143.0 18 48 67.7 3.08 O
D966-A5C-1420 14.20 83 133.0 16 48 61.7 258 O D966-A5C-1700 17.00 93 143.0 18 48 675 3.09 O
D966-A5C-1430 14.30 83 133.0 16 48 61.6 260 O D966-A5C-1720 17.20 93 143.0 18 48 67.2 3.13 O
D966-A5C-1450 14.50 83 133.0 16 48 613 264 O D966-A5C-1750 17.50 93 143.0 18 48 66.8 3.18 O
D966-A5C-1460 14.60 83 133.0 16 |48 61.1 266 O D966-A5C-1770 17.70 93 143.0 18 48 66.5 322 O
D966-A5C-1470 14.70 83 [133.0 16 |48 61.0 268 O D966-A5C-1780 17.80 93 |143.0 18 48 663 324 O
D966-A5C-1480 14.80 83 133.0 16 48 60.8 2.69 O D966-A5C-1800 18.00 93 143.0 18 48 66.0 3.28 O
D966-A5C-1500 15.00 83 133.0 16 48 60.5 273 O D966-A5C-1810 18.10 101 153.0 20 50 739 3.29 O
D966-A5C-1510 15.10 83 133.0 16 48 604 275 O D966-A5C-1850 18.50 101 153.0 20 50 73.3 337 O
D966-A5C-1520 15.20 83 133.0 16 48 60.2 2.77 O D966-A5C-1860 18.60 101 153.0 20 50 73.1 338 O
D966-A5C-1530 15.30 83 133.0 16 48 60.1 2.78 O D966-A5C-1880 18.80 101 153.0 20 50 72.8 342 O
D966-A5C-1550 15.50 83 [133.0 16 |48 59.8 282 O D966-A5C-1900 19.00 101/153.0 20 50 725 346 O
D966-A5C-1570 15.70 83 133.0 16 |48 59.5 286 O D966-A5C-1950 19.50 101 153.0 20 50 71.8 3.55 O
D966-A5C-1580 15.80 83 133.0 16 48 59.3 2.88 O D966-A5C-1980 19.80 101 153.0 20 50 71.3 3.60 O
D966-A5C-1600 16.00 83 133.0 16 48 59.0 291 O D966-A5C-2000 20.00 101 153.0 20 50 71.0 3.64 O
@Stock (OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast Alior:]?:gm Cast High-
St Alloy Steel, ~ Ferritic/ | Stainless Tron, High Alloy : Copper | Composite g Titanium | Hardened | Hardened
eel, Tool Steel | M " Steel Nodul Castl Alloy, Cast = Aluminum Al Material temperature Al Steel Steel
Alloy Stee] | 100! Steel | Martensitic tee odular astlron |\ um - Allo oy ateria Allo oy tee tee
Y Steel Cast Iron ¥ ¥
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O O O
© Most Suitable O Suitable Recommended Cutting Data % P132
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D998-Y3N a= EERCD

3D External Coolant Twist Drill for Hardness Steel Machining

) LU ) PL
| [N
a o < /
LCF \7140°
OAL
DC DMM
Order No. (h7) LCF OAL (h6) LU PL In Stock
D998-Y3N-0400 4.00 22 55 4 16.0 0.73 [
D998-Y3N-0500 5.00 26 62 5 18.5 0.91 [ J
D998-Y3N-0600 6.00 28 66 6 19.0 1.09 [ ]
D998-Y3N-0700 7.00 34 74 7 235 1.27 [ J
D998-Y3N-0800 8.00 37 79 8 25.0 1.46 [
D998-Y3N-0900 9.00 40 84 9 26.5 1.64 [
D998-Y3N-1000 10.00 43 89 10 28.0 1.82 [
D998-Y3N-1100 11.00 47 95 11 30.5 2.00 O
D998-Y3N-1200 12.00 51 102 12 33.0 2.18 [ J
D998-Y3N-1300 13.00 51 102 13 31.5 2.37 @)
D998-Y3N-1400 14.00 54 107 14 33.0 2.55 [ ]
D998-Y3N-1500 15.00 56 111 15 335 2.73 O
D998-Y3N-1600 16.00 58 115 16 34.0 2.91 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(h7) DMM(h6)
>2-3 0.000/-0.010 0.000/-0.006
>3—6 0.000/-0.012 0.000/-0.008
>6—10 0.000/-0.015 0.000/-0.009
>10—18 0.000/-0.018 0.000/-0.011
>18—20 0.000/-0.021 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast Alzor;?:t?m Cast High-
Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy . Copper | Composite d Titanium | Hardened = Hardened
Steel, T " Alloy, Cast | Aluminum - temperature
Alloy Steel ool Steel ' Martensitic| ~ Steel Nodular | CastIron Auminium | Alo Alloy Material Allo Alloy Steel Steel
Y Steel Cast Iron Y Y
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O © O
© Most Suitable O Suitable Recommended Cutting Data % P133
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D101-AMN e i

90°NC Pilot Drill

X
= -l ) O — -
= 8 P —
LCF 90
OAL
Order No. DC LCF OAL D(mi'\)" In Stock

D101-AMN-0400 4 8 50 4 [
D101-AMN-0500 5 10 62 5 (]
D101-AMN-0600 6 15 66 6 [ ]
D101-AMN-0800 8 17 79 8 (]
D101-AMN-1000 10 20 89 10 [ ]
D101-AMN-1200 12 25 102 12 (]
D101-AMN-1400 14 30 107 14 [
D101-AMN-1600 16 35 115 16 [}
D101-AMN-1800 18 38 123 18 @)
D101-AMN-2000 20 40 131 20 (]

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; "
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum -~ temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastIron " Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <32HRC 35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O O O © ©) O
© Most Suitable O Suitable Recommended Cutting Data % P134
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D102-ANN =

120 °NC Pilot Drill

: —
LCF \120°
OAL
Order No. DC LCF OAL LZ%“)” In Stock

D102-ANN-0500 5 10 62 5 [ ]
D102-ANN-0600 6 15 66 6 [ ]
D102-ANN-0800 8 17 79 8 [
D102-ANN-1000 10 20 89 10 [ ]
D102-ANN-1200 12 25 102 12 [ ]
D102-ANN-1400 14 30 107 14 (@)
D102-ANN-1600 16 35 115 16 [ ]
D102-ANN-2000 20 40 131 20 (]

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon - ) ) Aluminum Cast ) High- -
Steel, Alloy Steel, Ferritic/ Stainless Iron, High Alloy Alloy, Cast | Aluminum Copper Compo;lte temperature Titanium | Hardened = Hardened
Tool Steel | Martensitic|  Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC 35-48HRC <32HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 ' <HB400 45-55HRC 55-60HRC
O O (@) @) @) (@)
© Most Suitable O Suitable Recommended Cutting Data % P134
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D103-APN =l

145 °NC Pilot Drill

=
= - a e —
LCF 145°
OAL
Order No. DC LCF OAL D(mi'\)" In Stock

D103-APN-0400 4 8 50 4 @)
D103-APN-0500 5 10 62 5 [
D103-APN-0600 6 15 66 6 [
D103-APN-0800 8 17 79 8 [ ]
D103-APN-1000 10 20 89 10 [ ]
D103-APN-1200 12 25 102 12 (]
D103-APN-1400 14 30 107 14 @)
D103-APN-1600 16 35 115 16 @)
D103-APN-2000 20 40 131 20 @)

@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum C‘?“ Copper | Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast | Aluminum -~ temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O © ©) O
© Most Suitable O Suitable Recommended Cutting Data % P134
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Recommended Cutting Data
D918S High-performance Plain Steel Machining Twist Drill

Cutting Speed Vc Feed Fn
(m/min) (mm/rev)

n H ®3 4 D6 8 »10
Low-carbon

Steel, Long Chips 100-80-50 140-100-60  0.09-0.13-0.16 ' 0.11-0.15-0.19 0.14-0.19-0.23 0.19-0.25-0.31  0.23-0.30-0.38
(<125HB)

Low-carbon
Steel, Short
Chips, Free 100-75-50 140-100-60 0.09-0.13-0.16 0.11-0.15-0.19 0.14-0.19-0.23 0.19-0.25-0.31 | 0.23-0.30-0.38
Cutting Steel
(<125HB)

Workpiece Material

High-carbon
n Steel and
Medium-carbon  90-70-45 = 120-80-60 | 0.09-0.13-0.16 0.11-0.15-0.19 0.14-0.19-0.23 0.19-0.25-0.31 | 0.23-0.30-0.38
Steel
(<25HRC)

Alloy Steel, Tool
Steel 90-70-45  110-80-50 0.09-0.13-0.16 0.11-0.15-0.19 0.14-0.19-0.23 ' 0.19-0.25-0.31 | 0.23-0.30-0.38
(<35HRCQ)

Alloy Steel, Tool
Steel 80-60-40 90-60-40 0.09-0.13-0.16 0.10-0.14-0.17 0.13-0.17-0.22  0.17-0.23-0.29 0.21-0.28-0.35
(35-48HRC)

Austenitic
Stainless Steels — 80-60-40  0.05-0.08-0.10 | 0.06-0.10-0.12 0.07-0.12-0.14 0.08-0.13-0.18 A 0.09-0.15-0.20
(130- 200HB)

High Strength
Austenitic and
M Cast Stainless — 80-60-40  0.03-0.06-0.08 0.04-0.08-0.10 0.05-0.08-0.10 0.06-0.10-0.12 0.07-0.11-0.14
Steel
(<25HRC)

Duplex Stainless
Steel — 60-45-30  0.03-0.06-0.08 | 0.04-0.08-0.10 0.05-0.08-0.10 0.06-0.10-0.12  0.07-0.11-0.14
(<30HRC)

Gray Cast Iron,
Nodular Cast
Iron
(<28HRC)

Alloy Cast Iron
with Medium
Machining

m Difficulty, 100-80-60 ' 140-120-60 0.11-0.15-0.18 0.13-0.17-0.20 0.15-0.20-0.25 0.17-0.25-0.32 0.20-0.28-0.36

100-80-60 140-120-60  0.13-0.17-0.20 0.15-0.20-0.23 0.17-0.25-0.30 0.20-0.27-0.35 | 0.23-0.30-0.40

Nodular Cast
Iron
(<28HRC)

Difficult-to-
machine High
Alloy Cast Iron,
Nodular Cast
Iron
(<45HRCQ)

90-70-60 | 100-90-60 0.06-0.09-0.11 0.08-0.10-0.13  0.10-0.13-0.16 ' 0.12-0.16-0.20 | 0.14-0.20-0.26

[Notes]

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and
powerful handles with spring collets.

2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.

3. This standard cutting condition table is suitable for water-soluble cutting fluids

4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to
select the cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual
machining situation.
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Recommended Cutting Data
D918S High-performance Plain Steel Machining Twist Drill

Workpiece Material

Low-carbon

Steel, Long Chips

(<125HB)

Low-carbon
Steel, Short
Chips, Free
Cutting Steel
(<125HB)
High-carbon
Steel and
Medium-carbon
Steel
(<25HRCQ)

Alloy Steel, Tool
Steel
(<35HRC)

Alloy Steel, Tool
Steel
(35-48HRC)

Austenitic
Stainless Steels
(130- 200HB)

High Strength
Austenitic and
Cast Stainless
Steel
(<25HRCQ)

Duplex Stainless
Steel
(<30HRC)

Gray Cast Iron,

Cutting speed Vc
(m/min)

100-80-50

100-75-50

90-70-45

90-70-45

80-60-40

Nodular Cast Iron. 100-80-60

(<28HRC)

Alloy Cast Iron
with Medium
Machining
Difficulty,
Nodular Cast
Iron
(<28HRCQ)

Difficult-to-
machine High
Alloy Cast Iron,
Nodular Cast
Iron
(<45HRCQ)

[ Notes]

100-80-60

90-70-60

140-100-60  0.24-0.33-0.41

140-100-60 0.24-0.33-0.41

120-80-60  0.24-0.33-0.41

110-80-50 0.24-0.33-0.41

90-60-40 | 0.22-0.30-0.37

80-60-40  0.10-0.17-0.22

80-60-40 | 0.08-0.13-0.16

60-45-30 | 0.08-0.13-0.16

140-120-60 0.25-0.33-0.45

140-120-60 0.22-0.30-0.42

100-90-60 | 0.16-0.22-0.28

0.28-0.38-0.45

0.28-0.38-0.45

0.28-0.38-0.45

0.28-0.38-0.45

0.26-0.35-0.41

0.11-0.18-0.24

0.09-0.13-0.18

0.09-0.13-0.18

0.28-0.36-0.48

0.24-0.33-0.45

0.18-0.24-0.30

Feed Fn
(mm/rev)

D16

0.30-0.42-0.50

0.30-0.42-0.50

0.30-0.42-0.50

0.30-0.42-0.50

0.28-0.37-0.44

0.12-0.20-0.24

0.10-0.14-0.18

0.10-0.14-0.18

0.30-0.40-0.50

0.25-0.35-0.48

0.20-0.26-0.32

D18

0.33-0.42-0.50

0.33-0.42-0.50

0.33-0.42-0.50

0.33-0.42-0.50

0.31-0.38-0.46

0.13-0.22-0.26

0.10-0.14-0.20

0.10-0.14-0.20

0.32-0.42-0.52

0.28-0.38-0.48

0.22-0.28-0.34

®20

0.34-0.43-0.51

0.34-0.43-0.51

0.34-0.43-0.51

0.34-0.43-0.51

0.31-0.39-0.47

0.14-0.24-0.28

0.12-0.16-0.22

0.12-0.16-0.22

0.35-0.45-0.55

0.30-0.40-0.50

0.23-0.28-0.35

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and
powerful handles with spring collets.
2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.
3. This standard cutting condition table is suitable for water-soluble cutting fluids
4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to
select the cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual

machining situation.
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Recommended Cutting Data
D968S Stainless Steel Machining Twist Drill

Workpiece Material

[Notes]

Low-carbon Steel,
Long Chips
(<125HB)

Low-carbon Steel,
Short Chips, Free
Cutting Steel
(<125HB)

High-carbon Steel
and Medium-
carbon Steel

(<25HRCQ)

Alloy Steel, Tool
Steel
(<35HRQ)

Austenitic
Stainless Steels
(130- 200HB)

High Strength
Austenitic and
Cast Stainless
Steel
(<25HRC)

Duplex Stainless
Steel
(<30HRC)

Iron-based High-
temperature Alloy
(160-260HB)

Cobalt-based
High-temperature
Alloy
(250-450HB)

Nickel-based
High-temperature
Alloy
(160-450HB)

Titanium-based
Titanium Alloy
(300-400HB)

Cutting Speed Vc
(m/min)

100-80-50

100-75-50

90-70-45

90-70-45

40-30-20
40-30-20

35-25-20
25-15-10
25-15-10
25-15-10

40-30-15

140-100-60

140-100-60

120-80-60

110-80-50

80-60-40
80-60-40

60-45-30
35-25-15
35-25-15
35-25-15

50-40-25

D1

0.06-0.10-0.13

0.06-0.10-0.13

0.06-0.10-0.13

0.06-0.10-0.13

0.02-0.04-0.06

0.02-0.04-0.06

0.02-0.04-0.06

0.02-0.03-0.05

0.02-0.03-0.05

0.02-0.03-0.05

0.02-0.03-0.05

Solid Carbide Drills | HOLEMAKING TOOLS

Feed Fn
(mm/rev)
d1.5 »2
0.08-0.12-14 0.09-0.13-0.16
0.08-0.12-14 0.09-0.13-0.16
0.08-0.12-14 0.09-0.13-0.16
0.08-0.12-14 0.09-0.13-0.16
0.03-0.05-0.07 0.03-0.06-0.08
0.03-0.05-0.07 0.03-0.06-0.08
0.03-0.05-0.07 0.03-0.06-0.08
0.03-0.04-0.06 0.03-0.04-0.06
0.03-0.04-0.06 0.03-0.04-0.06
0.03-0.04-0.06 0.03-0.04-0.06
0.03-0.04-0.06 0.03-0.04-0.06

®2.5

0.09-0.13-0.16

0.09-0.13-0.16

0.09-0.13-0.16

0.09-0.13-0.16

0.03-0.06-0.08

0.03-0.06-0.08

0.03-0.06-0.08

0.03-0.04-0.06

0.03-0.04-0.06

0.03-0.04-0.06

0.03-0.05-0.08

Notes: The 5D external cooling drill bit is not suitable for machining Workpiece Materials of type S.

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and
powerful handles with spring collets.
2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.

3. This standard cutting condition table is suitable for water-soluble cutting fluids

4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to
select the cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual
machining situation.
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Recommended Cutting Data
D968S Stainless Steel Machining Twist Drill

Workpiece Material

[Notes]

Low-carbon
Steel, Long
Chips
(<125HB)
Low-carbon
Steel, Short
Chips, Free
Cutting Steel
(<125HB)
High-carbon
Steel and
medium-carbon
Steel
(<25HRCQC)

Alloy Steel, Tool
Steel
(<35HRCQ)

Austenitic
Stainless Steels
(130- 200HB)

High Strength
Austenitic and
Cast Stainless
Steel
(<25HRC)

Duplex
Stainless Steel
(<30HRQ)

Iron-
based high-
Temperature

Alloy
(160-260HB)

Cobalt-
Based high-
Temperature
Alloy
(250-450HB)

Nickel-
Based High-
temperature

Alloy
(160-450HB)

Titanium-based
Titanium Alloy
(300-400HB)

Cutting Speed Vc
(m/min)

100-80-50
100-75-50

90-70-45

90-70-45

40-30-20
40-30-20
35-25-20

25-15-10
25-15-10

25-15-10

40-30-15

140-100-60
140-100-60

120-80-60

110-80-50

80-60-40
80-60-40
60-45-30

35-25-15
35-25-15

35-25-15

50-40-25

3

0.09-0.13-0.16

0.09-0.13-0.16

0.09-0.13-0.16

0.09-0.13-0.16

0.05-0.08-0.10

0.03-0.06-0.08

0.03-0.06-0.08

0.03-0.04-0.06

0.03-0.04-0.06

0.03-0.04-0.06

0.03-0.05-0.08

D4

0.11-0.15-0.19

0.11-0.15-0.19

0.11-0.15-0.19

0.11-0.15-0.19

0.06-0.10-0.12

0.04-0.08-0.10

0.04-0.08-0.10

0.04-0.06-0.08

0.04-0.06-0.08

0.04-0.06-0.08

0.04-0.07-0.10

Feed Fn
(mm/rev)

D6

0.14-0.19-0.23

0.14-0.19-0.23

0.14-0.19-0.23

0.14-0.19-0.23

0.07-0.12-0.14

0.05-0.08-0.10

0.05-0.08-0.10

0.05-0.08-0.10

0.05-0.08-0.10

0.05-0.08-0.10

0.05-0.09-0.10

»8

0.19-0.25-0.31

0.19-0.25-0.31

0.19-0.25-0.31

0.19-0.25-0.31

0.08-0.13-0.18

0.06-0.10-0.12

0.06-0.10-0.12

0.06-0.09-0.11

0.06-0.09-0.11

0.06-0.09-0.11

0.06-0.10-0.12

D10

0.23-0.30-0.38

0.23-0.30-0.38

0.23-0.30-0.38

0.23-0.30-0.38

0.09-0.15-0.20

0.07-0.11-0.14

0.07-0.11-0.14

0.07-0.10-0.12

0.07-0.10-0.12

0.07-0.10-0.12

0.07-0.12-0.14

Notes: The 5D external cooling drill bit is not suitable for machining Workpiece Materials of type S.

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and
powerful handles with spring collets.
2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.
3. This standard cutting condition table is suitable for water-soluble cutting fluids
4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to
select the cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual
machining situation.
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Recommended Cutting Data
D938 Plain Steel Machining Twist Drill 3D/5D

Cutting speed Vc Feed fn
(m/min) (mm/rev)
Workpiece Material
u B 1 1.5 2 2.5
Low-carbon Steel,
Long Chips 120-80-50 | 140-100-60 | 0.06-0.08-0.12 = 0.08-0.15-0.18 | 0.10-0.15-0.20 0.10-0.15-0.20

(<125HB)

Low-carbon Steel,
Short Chips, Free
Cutting Steel
(<125HB)

High-carbon Steel
and Medium-carbon
Steel
(<25HRCQ)

120-75-50 = 140-100-60  0.06-0.08-0.12 = 0.08-0.15-0.18 = 0.10-0.15-0.20 0.10-0.15-0.20

120-70-45 120-80-60 0.06-0.08-0.12 | 0.08-0.15-0.18 = 0.10-0.15-0.20 0.10-0.15-0.20

Alloy Steel, Tool
Steel 100-70-45 110-80-60 | 0.05-0.07-0.11 = 0.08-0.13-0.16 = 0.08-0.13-0.16 = 0.09-0.13-0.16
(<35HRC)

Alloy Steel, Tool
Steel 80-60-35 90-60-35 0.05-0.07-0.11 0.08-0.10-0.14 = 0.08-0.11-0.14 0.08-0.11-0.14
(35-48HRCQ)

PH and Ferritic,

Martensitic Steel 70-50-30 90-60-30 0.04-0.07-0.10  0.05-0.08-0.11 0.05-0.08-0.11 0.05-0.08-0.11
(<35HRC)
High Strength
PH and Ferritic,
Martensitic Steel
(35-48HRC)

Austenitic Stainless
Steels — 80-60-40 0.02-0.04-0.06  0.03-0.05-0.07 @ 0.03-0.06-0.08 0.03-0.06-0.08
(130- 200HB)

High Strength
Austenitic and Cast
M Stainless Steel
(<25HRC)

70-45-25 80-50-30 0.03-0.05-0.07 | 0.04-0.06-0.08 = 0.04-0.06-0.08 0.04-0.06-0.08

— 80-60-40 0.02-0.04-0.06 | 0.03-0.05-0.07 = 0.03-0.06-0.08 0.03-0.06-0.08

Duplex Stainless
Steel — 60-45-30 0.03-0.04-0.07 = 0.03-0.05-0.07 = 0.03-0.06-0.08 0.03-0.06-0.08
(<30HRC)

Gray Cast Iron

(<32HRC) 140-100-60 = 160-120-60 = 0.08-0.10-0.14 = 0.10-0.13-0.16  0.12-0.15-0.18 0.13-0.17-0.20

Alloy Cast Iron with
Medium Machining
Difficulty, Nodular ~ 120-80-60 = 140-100-60 @ 0.06-0.09-0.13 = 0.09-0.12-0.15 = 0.11-0.14-0.17 = 0.11-0.15-0.18
m Cast Iron
(<28HRCQ)

Difficult-to-machine
High Alloy Cast Iron,
Nodular Cast Iron
(<45HRC)

100-70-50 100-80-50 0.04-0.07-0.09 | 0.05-0.08-0.10 | 0.06-0.09-0.11 0.06-0.09-0.11

[Notes]

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and
powerful handles with spring collets.

2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.

3. This standard cutting condition table is suitable for water-soluble cutting fluids

4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to
select the cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual
machining situation.
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Recommended Cutting Data
D938 Plain Steel Machining Twist Drill 3D/5D

Workpiece Material

[Notes]

Low-carbon Steel,
Long Chips
(<125HB)

Low-carbon Steel,

Short Chips, Free

Cutting Steel
(<125HB)

High-carbon Steel
and Medium-
carbon Steel

(<25HRC)

Alloy Steel, Tool
Steel
(<35HRCQ)

Alloy Steel, Tool
Steel
(35-48HRCQ)

PH and Ferritic,
Martensitic Steel
(<35HRCQ)

High Strength
PH and Ferritic,
Martensitic Steel
(35-48HRCQC)

Austenitic
Stainless Steels
(130-200HB)

High Strength
Austenitic and
Cast Stainless
Steel
(<25HRCQ)

Duplex Stainless
Steel
(<30HRC)

Gray Cast Iron
(<32HRQC)

Alloy Cast Iron
with Medium
Machining
Difficulty, Nodular
Cast Iron
(<28HRCQ)

Difficult-to-
machine High
Alloy Cast Iron,
Nodular Cast Iron
(<45HRCQ)

Cutting speed Vc
(m/min)

120-80-50

120-75-50

120-70-45

100-70-45
80-60-35

70-50-30

70-45-25

140-100-60

140-100-60

120-80-60

110-80-60
90-60-35

90-60-30
80-50-30

80-60-40
80-60-40

60-45-30

3

0.10-0.15-0.20

0.10-0.15-0.20

0.10-0.15-0.20

0.09-0.13-0.16

0.08-0.11-0.14

0.05-0.08-0.11

0.04-0.06-0.08

0.05-0.08-0.10

0.03-0.06-0.08

0.03-0.06-0.08

140-100-60 160-120-60 0.13-0.17-0.20

120-80-60

100-70-50

140-100-60

100-80-50

0.11-0.15-0.18

0.06-0.09-0.11

D4

0.10-0.15-0.20

0.10-0.15-0.20

0.10-0.15-0.20

0.09-0.13-0.16

0.08-0.11-0.14

0.05-0.08-0.11

0.04-0.06-0.08

0.06-0.10-0.12

0.04-0.08-0.10

0.04-0.08-0.10

0.15-0.20-0.23

0.13-0.17-0.20

0.08-0.10-0.13

Feed fn
(mm/rev)

D6

0.14-0.19-0.25

0.14-0.19-0.25

0.14-0.19-0.25

0.12-0.17-0.23

0.08-0.14-0.20

0.07-0.12-0.17

0.06-0.10-0.14

0.07-0.12-0.14

0.05-0.08-0.10

0.05-0.08-0.10

0.17-0.25-0.30

0.15-0.20-0.25

0.10-0.13-0.16

D8

0.16-0.22-0.32

0.16-0.22-0.32

0.16-0.22-0.30

0.14-0.20-0.28

0.09-0.16-0.25

0.08-0.14-0.20

0.08-0.13-0.18

0.08-0.13-0.18

0.06-0.10-0.12

0.06-0.10-0.12

0.20-0.27-0.35

0.17-0.25-0.32

0.12-0.16-0.20

®10

0.16-0.22-0.35

0.16-0.22-0.35

0.16-0.22-0.32

0.14-0.20-0.30

0.09-0.16-0.28

0.08-0.14-0.23

0.08-0.13-0.20

0.09-0.15-0.20

0.07-0.11-0.14

0.07-0.11-0.14

0.23-0.30-0.40

0.20-0.28-0.36

0.14-0.20-0.26

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and
powerful handles with spring collets.
2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.

3. This standard cutting condition table is suitable for water-soluble cutting fluids

4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to
select the cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual
machining situation.
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Recommended Cutting Data
D938 Plain Steel Machining Twist Drill 3D/5D

Cutting speed Vc
(m/min)

Workpiece Material

120-80-50

Low-carbon Steel,
Long Chips
(<125HB)

Low-carbon Steel,
Short Chips, Free
Cutting steel
(<125HB)

120-75-50

High-carbon Steel
and Medium-
carbon Steel | 120-70-45
(<25HRQ)

Alloy Steel, Tool
Steel
(<35HRCQ)

Alloy Steel, Tool
Steel
(35-48HRC)

100-70-45

80-60-35

PH and Ferritic,
Martensitic Steel
(<35HRCQ)

70-50-30

High strength
PH and Ferritic,
Martensitic Steel
(35-48HRC)

70-45-25

Austenitic
Stainless Steels
(130- 200HB)

High Strength
Austenitic and
Cast Stainless
Steel
(<25HRCQ)

Duplex Stainless
Steel
(<30HRC)

Gray Cast Iron
(<32HRC)

Alloy Cast Iron
with Medium
Machining
Difficulty, Nodular
CastIron
(<28HRCQ)

Difficult-to-
machine High
Alloy Cast Iron,
Nodular Cast Iron
(<45HRCQ)

120-80-60

100-70-50

[ Notes]

140-100-60 0.18-0.28-0.40

140-100-60 0.18-0.28-0.40

120-80-60 | 0.18-0.28-0.38

110-80-60 0.15-0.23-0.34

90-60-35 0.11-0.19-0.30

90-60-30 0.10-0.18-0.28

80-50-30

0.10-0.18-0.28

80-60-40 0.10-0.17-0.22

80-60-40

0.08-0.13-0.16

60-45-30 0.08-0.13-0.16

140-100-60 160-120-60 0.25-0.33-0.45

140-100-60 0.22-0.30-0.42

100-80-50 | 0.16-0.22-0.28
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0.22-0.32-0.45

0.22-0.32-0.45

0.22-0.32-0.45

0.18-0.25-0.38

0.12-0.22-0.32

0.12-0.20-0.30

0.12-0.20-0.30

0.11-0.18-0.24

0.09-0.13-0.18

0.09-0.13-0.18

0.28-0.36-0.48

0.24-0.33-0.45

0.18-0.24-0.30

Feed fn
(mm/rev)

D16

0.22-0.32-0.45

0.22-0.32-0.45

0.22-0.32-0.45

0.18-0.25-0.38

0.12-0.22-0.32

0.12-0.20-0.30

0.12-0.20-0.30

0.12-0.20-0.24

0.10-0.14-0.18

0.10-0.14-0.18

0.30-0.40-0.50

0.25-0.35-0.48

0.20-0.26-0.32

D18

0.25-0.38-0.50

0.25-0.38-0.50

0.25-0.38-0.50

0.20-0.30-0.40

0.14-0.24-0.34

0.14-0.24-0.32

0.14-0.24-0.32

0.13-0.22-0.26

0.10-0.14-0.20

0.10-0.14-0.20

0.32-0.42-0.52

0.28-0.38-0.48

0.22-0.28-0.34

»20

0.25-0.38-0.50

0.25-0.38-0.50

0.25-0.38-0.50

0.20-0.30-0.40

0.14-0.24-0.34

0.14-0.24-0.32

0.14-0.24-0.32

0.14-0.24-0.28

0.12-0.16-0.22

0.12-0.16-0.22

0.35-0.45-0.55

0.30-0.40-0.50

0.23-0.28-0.35

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and powerful

handles with spring collets.

2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.
3. This standard cutting condition table is suitable for water-soluble cutting fluids
4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to select the
cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual machining situation.

GESAC _ 127




HOLEMAKING TOOLS | Solid Carbide Drills

Recommended Cutting Data
D938 Deep Holemaking Twist Drill 8D/12D/15D/20D/25D

Workpiece Material

[ Notes]

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and powerful

Low-carbon Steel,
Long Chips
(<125HB)

Low-carbon Steel,
Short Chips, Free
Cutting Steel
(<125HB)

High-carbon Steel
and Medium-
carbon Steel

(<25HRC)

Alloy Steel, Tool
Steel
(<35HRCQ)

Alloy Steel, Tool
Steel
(35-48HRC)

PH and Ferritic,
Martensitic Steel
(<35HRC)

High Strength
PH and Ferritic,
Martensitic Steel
(35-48HRC)

Austenitic Stainless
Steels
(130- 200HB)

High Strength
Austenitic and Cast
Stainless Steel
(<25HRC)

Duplex Stainless
Steel
(<30HRC)

Gray cast iron
(<32HRC)

Alloy Cast Iron with

Medium Machining

Difficulty, Nodular
Cast Iron
(<28HRCQ)

Difficult-to-
machine High Alloy
Cast Iron, Nodular

Cast Iron

(<45HRC)

handles with spring collets.
2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.

3. This standard cutting condition table is suitable for water-soluble cutting fluids
4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to select the

Cutting Speed Vc

(m/min)

140-100-60

140-100-60

120-80-60
110-80-60
90-60-35
90-60-30
80-50-30
60-50-40
60-50-40

50-40-30

160-120-60

140-100-60

100-80-50

3

0.10-0.15-0.20

0.10-0.15-0.20

0.10-0.15-0.20

0.09-0.13-0.16

0.08-0.11-0.14

0.05-0.08-0.11

0.04-0.06-0.08

0.04-0.08-0.10

0.04-0.06-0.08

0.04-0.06-0.08

0.13-0.17-0.20

0.11-0.15-0.18

0.06-0.09-0.11

Feed Fn
(mm/rev)

4 D6
0.10-0.15-0.20 0.14-0.19-0.25
0.10-0.15-0.20 0.14-0.19-0.25
0.10-0.15-0.20 0.14-0.19-0.25
0.09-0.13-0.16 0.12-0.17-0.23
0.08-0.11-0.14 0.08-0.14-0.20
0.05-0.08-0.11 0.07-0.12-0.17
0.04-0.06-0.08 0.06-0.10-0.14
0.04-0.08-0.10 0.06-0.10-0.12
0.04-0.06-0.08 0.06-0.08-0.10
0.04-0.06-0.08 0.06-0.08-0.10
0.15-0.20-0.23 0.17-0.25-0.30
0.13-0.17-0.20 0.15-0.20-0.25
0.08-0.10-0.13 0.10-0.13-0.16

8

0.16-0.22-0.32

0.16-0.22-0.32

0.16-0.22-0.30

0.14-0.20-0.28

0.09-0.16-0.25

0.08-0.14-0.20

0.08-0.13-0.18

0.06-0.10-0.12

0.06-0.08-0.10

0.06-0.08-0.10

0.20-0.27-0.35

0.17-0.25-0.32

0.12-0.16-0.20

cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual machining situation.
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Recommended Cutting Data
D938 Deep Holemaking Twist Drill 8D/12D/15D/20D/25D

Workpiece Material

Low-carbon Steel,
Long Chips
(<125HB)

Low-carbon Steel,

Short Chips, Free

Cutting Steel
(<125HB)
High-carbon Steel
and medium-
carbon Steel
(<25HRC)

Alloy Steel, Tool
n Steel
(<35HRQ)
Alloy Steel, Tool

Steel
(35-48HRC)

Ph and Ferritic,
Martensitic Steel
(<35HRCQ)

High Strength
PH and Ferritic,
Martensitic Steel
(35-48HRCQC)

Austenitic Stainless
Steels
(130- 200HB)

High Strength
M Austenitic and Cast
Stainless Steel
(<25HRCQ)

Duplex Stainless
Steel
(<30HRC)

Gray Cast Iron
(<32HRC)

Alloy Cast Iron with
Medium Machining
Difficulty, Nodular

Cast Iron
(<28HRC)
Difficult-to-

machine High Alloy
Cast Iron, Nodular

Cast Iron
(<45HRC)

[ Notes]

Cutting Speed Vc

(m/min)

140-100-60

140-100-60
120-80-60

110-80-60
90-60-35

90-60-30
80-50-30
60-50-40
60-50-40

50-40-30

160-120-60

140-100-60

100-80-50

10

0.16-0.22-0.35

0.16-0.22-0.35

0.16-0.22-0.32

0.14-0.20-0.30

0.09-0.16-0.28

0.08-0.14-0.23

0.08-0.13-0.20

0.08-0.12-0.16

0.08-0.10-0.12

0.08-0.10-0.12

0.23-0.30-0.40

0.20-0.28-0.36

0.14-0.20-0.26
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Feed Fn
(mm/rev)

D12

0.18-0.28-0.40

0.18-0.28-0.40

0.18-0.28-0.38

0.15-0.23-0.34

0.11-0.19-0.30

0.10-0.18-0.28

0.10-0.18-0.28

0.08-0.12-0.16

0.08-0.10-0.12

0.08-0.10-0.12

0.25-0.33-0.45

0.22-0.30-0.42

0.16-0.22-0.28

D14

0.22-0.32-0.45

0.22-0.32-0.45

0.22-0.32-0.45

0.18-0.25-0.38

0.12-0.22-0.32

0.12-0.20-0.30

0.12-0.20-0.30

0.10-0.14-0.18

0.10-0.12-0.14

0.10-0.12-0.14

0.28-0.36-0.48

0.24-0.33-0.45

0.18-0.24-0.30

P16

0.22-0.32-0.45

0.22-0.32-0.45

0.22-0.32-0.45

0.18-0.25-0.38

0.12-0.22-0.32

0.12-0.20-0.30

0.12-0.20-0.30

0.10-0.14-0.18

0.10-0.12-0.14

0.10-0.12-0.14

0.30-0.40-0.50

0.25-0.35-0.48

0.20-0.26-0.32

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and powerful
handles with spring collets.

2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.

3. This standard cutting condition table is suitable for water-soluble cutting fluids

4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to select the
cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual machining situation.
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Recommended Cutting Data
D928 Cast Iron Machining Twist Drill

Cutting Speed Vc
(m/min)

Feed Fn
(mm/rev)

Workpiece Material

3

D4

D6

8

10

Low-carbon
Steel, Long
Chips
(<125HB)

100-80-50 ' 140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

Low-carbon
Steel, Short
Chips, Free

Cutting Steel
(<125HB)

100-75-50 140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

High-carbon
Steel and
medium-carbon
Steel
(<25HRQ)

90-70-45 | 100-80-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

Alloy Steel, Tool
Steel
(<35HRCQ)

90-70-45  100-80-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

Gray Cast Iron
(<32HRC)

100-80-60  160-140-60

0.13-0.17-0.21

0.15-0.20-0.26

0.17-0.26-0.32

0.20-0.32-0.40

0.25-0.36-0.42

Alloy Cast Iron
with Medium
Machining
Difficulty,
Nodular Cast
Iron
(<28HRCQ)

100-80-60 140-120-60

0.11-0.15-0.18

0.13-0.18-0.22

0.15-0.23-0.27

0.17-0.26-0.38

0.22-0.28-0.38

Difficult-to-
machine High
Alloy Cast Iron,

Nodular Cast
Iron
(<45HRCQ)

90-70-60 | 100-90-60

0.06-0.09-0.11

0.08-0.10-0.13

0.10-0.13-0.16

0.13-0.17-0.21

0.15-0.20-0.26

Forged
Aluminum Alloy
(Si<12%)

- 315-230-90

0.06-0.09-0.11

0.13-0.20-0.26

0.16-0.22-0.28

0.18-0.26-0.32

0.20-0.30-0.38

Cast Aluminum
Alloy
(Si<12%)

- 315-230-90

0.06-0.09-0.11

0.13-0.20-0.26

0.16-0.22-0.28

0.18-0.26-0.32

0.20-0.30-0.38

Cast Aluminum
Alloy

(Si>12%)

= 270-180-90

0.06-0.09-0.11

0.13-0.20-0.26

0.16-0.22-0.28

0.18-0.26-0.32

0.20-0.30-0.38

[ Notes]

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and powerful
handles with spring collets.
2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.
3. This standard cutting condition table is suitable for water-soluble cutting fluids
4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to select the

cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual machining situation.
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Recommended Cutting Data
D928 Cast Iron Machining Twist Drill

Workpiece Material

Cutting Speed Vc
(m/min)

Solid Carbide Drills | HOLEMAKING TOOLS

Feed Fn
(mm/rev)

D12

D14

16

18

20

Low-carbon
Steel, Long
Chips
(<125HB)

100-80-50  140-100-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

Low-carbon
Steel, Short
Chips, Free

Cutting Steel
(<125HB)

100-75-50 140-100-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

High-carbon
Steel and
Medium-carbon
Steel
(<25HRC)

90-70-45 | 100-80-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

Alloy Steel, Tool
Steel
(<35HRC)

90-70-45  100-80-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

Gray Cast Iron
(<32HRC)

100-80-60 160-140-60

0.26-0.38-0.46

0.28-0.40-0.50

0.30-0.42-0.52

0.32-0.44-0.54

0.36-0.48-0.56

Alloy Cast Iron
with Medium
Machining
Difficulty,
Nodular Cast
Iron
(<28HRCQ)

100-80-60 140-120-60

0.22-0.34-0.42

0.24-0.35-0.44

0.26-0.40-0.48

0.30-0.40-0.46

0.34-0.43-0.50

Difficult-to-
machine High
Alloy Cast Iron,
Nodular Cast
Iron
(<45HRC)

90-70-60 | 100-90-60

0.17-0.22-0.28

0.19-0.26-0.31

0.20-0.27-0.33

0.23-0.28-0.34

0.23-0.29-0.35

Forged
Aluminum Alloy
(Si<12%)

- 315-230-90

0.22-0.34-0.42

0.24-0.36-0.44

0.28-0.38-0.46

0.32-0.40-0.48

0.34-0.42-0.48

Cast Aluminum
Alloy
(Si<12%)

- 315-230-90

0.22-0.34-0.42

0.24-0.36-0.44

0.28-0.38-0.46

0.32-0.40-0.48

0.34-0.42-0.48

Cast Aluminum
Alloy

(Si>12%)

- 270-180-90

0.22-0.34-0.42

0.24-0.36-0.44

0.28-0.38-0.46

0.32-0.40-0.48

0.34-0.42-0.48

[ Notes]

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and powerful
handles with spring collets.
2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.
3. This standard cutting condition table is suitable for water-soluble cutting fluids
4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to select the
cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual machining situation.
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Recommended Cutting Data

D966 Aluminum Alloy Machining Twist Drill

Cutting Speed Vc

(m/min)
Forged

Aluminum Alloy 250-150-80 315-230-90
(Si<12%)

Workpiece Material

Cast Aluminum
Alloy
(Si<12%)

230-150-80 315-230-90

Cast Aluminum
Alloy
(Si>12%)

230-150-80 270-180-90

Copper, Copper
Alloy
(<200HB)

160-120-70 180-135-90

Cutting Speed Vc
(m/min)

Forged

Aluminum Alloy 250-150-80 315-230-90
(Si<12%)

Workpiece Material

Cast Aluminum
Alloy
(Si<12%)

230-150-80 315-230-90

Cast Aluminum
Alloy
(Si>12%)

230-150-80 270-180-90

Copper, Copper
Alloy
(<200HB)

160-120-70 180-135-90

[ Notes]

3

0.06-0.09-0.11

0.06-0.09-0.11

0.06-0.09-0.11

0.06-0.09-0.11

®12

0.22-0.34-0.42

0.22-0.34-0.42

0.22-0.34-0.42

0.22-0.34-0.42

D4

0.13-0.20-0.26

0.13-0.20-0.26

0.13-0.20-0.26

0.13-0.20-0.26

D14

0.24-0.36-0.44

0.24-0.36-0.44

0.24-0.36-0.44

0.24-0.36-0.44

Feed Fn
(mm/rev)

6

0.16-0.22-0.28

0.16-0.22-0.28

0.16-0.22-0.28

0.16-0.22-0.28

Feed Fn
(mm/rev)

D16

0.28-0.38-0.46

0.28-0.38-0.46

0.28-0.38-0.46

0.28-0.38-0.46

»8

0.18-0.26-0.32

0.18-0.26-0.32

0.18-0.26-0.32

0.18-0.26-0.32

D18

0.32-0.40-0.48

0.32-0.40-0.48

0.32-0.40-0.48

0.32-0.40-0.48

10

0.20-0.30-0.38

0.20-0.30-0.38

0.20-0.30-0.38

0.20-0.30-0.38

20

0.34-0.42-0.48

0.34-0.42-0.48

0.34-0.42-0.48

0.34-0.42-0.48

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and powerful

handles with spring collets.

2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.
3. This standard cutting condition table is suitable for water-soluble cutting fluids
4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to select the
cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual machining situation.
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Recommended Cutting Data
D998 Hardness Steel Machining Twist Drill

Solid Carbide Drills | HOLEMAKING TOOLS

Cutting Speed Vc Feed Fn
(m/min) (mm/rev)
Workpiece Material
u 3 D4 D6 (OF] D10
Alloy Steel, Tool
n Steel 80-60-30 0.09-0.13-0.16 = 0.10-0.14-0.17 = 0.13-0.17-0.22  0.17-0.23-0.29 = 0.21-0.28-0.35
(35-48HRC)
Gray Cast Iron,
Nodular Cast Iron 100-80-60 0.13-0.17-0.20 | 0.15-0.20-0.23  0.17-0.25-0.30 = 0.20-0.27-0.35 = 0.23-0.30-0.40
(<28HRC)
Alloy Cast Iron
with Medium
Machining
e 100-80-60 0.11-0.15-0.18 | 0.13-0.17-0.20  0.15-0.20-0.25 = 0.17-0.25-0.32 = 0.20-0.28-0.36
Difficulty, Nodular
CastIron
(<28HRCQ)
Difficult-to-
machine High
Alloy Cast Iron, 90-70-60 0.06-0.09-0.11 | 0.08-0.10-0.13  0.10-0.13-0.16 = 0.12-0.16-0.20 = 0.14-0.20-0.26
Nodular Cast Iron
(<45HRCQ)
Hardened Steel 40-30-20 0.04-0.06-0.08 = 0.05-0.08-0.10 = 0.06-0.10-0.13 = 0.08-0.12-0.15 = 0.09-0.14-0.16
m (45-55HRC)
H"Zg‘éeg‘ggpfge' 30-20-15 | 0.03-0.05-0.07 0.03-0.06-0.08 0.04-0.08-0.12 0.06-0.10-0.13  0.08-0.12-0.15
Cutting Speed Vc Feed Fn
(m/min) (mm/rev)
Workpiece Material
n D12 D14 D16 _ -
Alloy Steel, Tool
n Steel 80-60-30 0.22-0.30-0.37 | 0.26-0.35-0.41 = 0.28-0.37-0.44 _ _
(35-48HRC)
Gray Cast Iron,
Nodular Cast Iron 100-80-60 0.25-0.33-0.45 | 0.28-0.36-0.48  0.30-0.40-0.50 _ _
(<28HRCQ)
Alloy Cast Iron
with Medium
_ Machining 100-80-60  0.22-0.30-0.42 0.24-0.33-045 = 0.25-0.35-0.48 i} i}
Difficulty, Nodular
Cast Iron
(<28HRCQ)
Difficult-to-
machine High
Alloy Cast Iron, 90-70-60 0.16-0.22-0.28 | 0.18-0.24-0.30  0.20-0.26-0.32 _ _
Nodular Cast Iron
(<45HRCQ)
Hardened Steel
m (45-55HRC) 40-30-20 0.10-0.15-0.17 | 0.10-0.16-0.20 = 0.10-0.16-0.20 _ _
Hardened Steel
(55.60HRQ) 30-20-15 0.09-0.13-0.16 ~ 0.10-0.14-0.17 | 0.10-0.14-0.17 _ _

[ Notes]

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and powerful
handles with spring collets.

2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.

3. This standard cutting condition table is suitable for water-soluble cutting fluids
4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to select the
cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual machining situation.
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Recommended Cutting Data
D101/D102/D103 Series NC Pilot Drill

Cutting Speed Vc Feed Fn
(m/min) (mm/rev)

n D4 D6 D8 »10
Low-carbon Steel,

Long Chips 130-100-60 0.12-0.15-0.18 0.14-0.17-0.20 0.16-0.20-0.26 0.18-0.24-0.3
(<125HB)

Low-carbon Steel,
Short Chips, Free
Cutting Steel
(<125HB)
High-carbon Steel
and Medium-
carbon Steel
(<25HRC)

Alloy Steel, Tool
Steel 110-80-60 0.10-0.13-0.16 0.12-0.15-0.18 0.14-0.18-0.22 0.16-0.20-0.24
(<35HRCQ)

Alloy Steel, Tool
Steel 100-80-60 0.10-0.12-0.16 0.12-0.14-0.18 0.14-0.16-0.20 0.16-0.20-0.24

(35-48HRC)

PH and Ferritic,
Martensitic Steel 100-80-60 0.10-0.12-0.16 0.12-0.14-0.18 0.14-0.16-0.20 0.16-0.20-0.24
(<35HRCQ)

Workpiece Material

120-100-60 0.10-0.14-0.18 0.14-0.16-0.20 0.16-0.20-0.24 0.18-0.24-0.3

110-80-60 0.10-0.13-0.16 0.12-0.15-0.18 0.14-0.18-0.22 0.16-0.20-0.24

Gray Cast Iron
(<32HRC) 140-120-60 0.12-0.20-0.26 0.17-0.26-0.32 0.20-0.32-0.40 0.25-0.30-0.36
Alloy Cast Iron
with Medium
Machining

Difficulty, Nodular
Cast Iron
(<28HRCQ)

Difficult-to-

machine High
Alloy Cast Iron, 120-90-60 0.10-0.16-0.22 0.10-0.13-0.16 0.13-0.17-0.21 0.15-0.20-0.26
Nodular Cast Iron

(<45HRCQ)
Forged Aluminum
Alloy 150-120-60 0.12-0.20-0.26 0.17-0.26-0.32 0.20-0.32-0.40 0.25-0.30-0.36

(Si<12%)
Cast Aluminum
Alloy 150-120-60 0.12-0.18-0.24 0.15-0.20-0.27 0.17-0.22-0.30 0.20-0.26-0.32

130-105-60 0.12-0.18-0.24 0.15-0.20-0.27 0.17-0.22-0.30 0.20-0.26-0.32

(Si<12%)
m Cast Aluminum
Alloy 150-120-60 0.10-0.13-0.16 0.12-0.15-0.18 0.14-0.18-0.22 0.16-0.20-0.24
(Si>12%)
Copper, Copper
Alloy 150-120-60 0.10-0.12-0.16 0.12-0.14-0.18 0.14-0.16-0.20 0.16-0.20-0.24
(<200HB)

[ Notes]

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and powerful
handles with spring collets.

2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.

3. This standard cutting condition table is suitable for water-soluble cutting fluids

4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to select the
cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual machining situation.
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Recommended Cutting Data

D101/D102/D103 Series NC Pilot Drill

Workpiece Material

Cutting Speed Vc
(m/min)

Solid Carbide Drills | HOLEMAKING TOOLS

Feed Fn
(mm/rev)

D12

D14

D16

©20

Low-carbon Steel,
Long Chips
(<125HB)

130-100-60

0.20-0.26-0.32

0.24-0.30-0.35

0.28-0.34-0.4

0.32-0.38-0.45

Low-carbon Steel,
Short Chips, Free
Cutting Steel
(<125HB)

120-100-60

0.20-0.26-0.32

0.24-0.28-0.34

0.28-0.34-0.4

0.32-0.38-0.45

High-carbon Steel
and Medium-
carbon Steel

(<25HRC)

110-80-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

Alloy Steel, Tool
Steel
(<35HRCQ)

110-80-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

Alloy Steel, Tool
Steel
(35-48HRC)

100-80-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

PH and Ferritic,
Martensitic Steel
(<35HRCQ)

100-80-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

Gray cast iron
(<32HRC)

140-120-60

0.26-0.32-0.38

0.28-0.32-0.40

0.30-0.36-0.42

0.32-0.38-0.44

Alloy Cast Iron
with Medium
Machining
Difficulty, Nodular
Cast Iron
(<28HRC)

130-105-60

0.22-0.28-0.34

0.24-0.30-0.36

0.26-0.32-0.38

0.30-0.36-0.42

Difficult-to-
machine High
Alloy Cast Iron,
Nodular Cast Iron
(<45HRCQ)

120-90-60

0.17-0.22-0.28

0.19-0.26-0.31

0.20-0.27-0.33

0.28-0.29-0.35

Forged aluminum
alloy
(Si<12%)

150-120-60

0.26-0.32-0.38

0.28-0.32-0.40

0.30-0.36-0.42

0.32-0.38-0.44

Cast Aluminum
Alloy
(Si<12%)

150-120-60

0.22-0.28-0.34

0.24-0.30-0.36

0.26-0.32-0.38

0.30-0.36-0.42

Cast Aluminum
Alloy
(Si>12%)

150-120-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

Copper, Copper
Alloy
(<200HB)

150-120-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

[ Notes]

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and powerful

handles with spring collets.
2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.

3. This standard cutting condition table is suitable for water-soluble cutting fluids

4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to select the
cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual machining situation.
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Representation Rules for Gumd Tool Holder Order No.

GUMD-210 - 3D - F - 25 - S

) @) ) ) ) )

‘ @ Drill Bit Type ‘ 2 Drill Body Diameter (3 Length-diameter Ratio
. The Diameter of the Drill Effective Drilling Depth
‘ GUMD Replaceable Drill Bit ‘ 210 Body is ©21.0mm 3D is 3D
‘ @ Shank Type ‘ ‘ (B Shank Diameter ® Internal Cooling Mode
‘ F Flange-plane Side-fixed Type ‘ 25 ©25.0mm S Double Helix Internal Cooling
A Y-type Internal Cooling
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Representation Rules for Gumd Tool Bit Order No.

GUMD - 210 — PKM - GM3225

@3 (@) L©) L©

@ Drill Bit Type ‘ @ Tool Bit Diameter ‘ ‘ (3 Geometry ‘ @ Grade
Replaceable The Diameter The Machining
GUMD Drill Bit ‘ 210  ofthe Tool Bit is kv Material Suitable GM3225
@®21.0mm for This
Geometry is Pkm
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Representation Rules for Indexable Shallow Hole Drill Body Order No.

GHD-210-3D-FC 25-Q 06 S

) @2 @) (@ @) e} (@ )

@ Drill Bit Type (2 Diameter of Drill Bit (3 Length-diameter Ratio ® Shank Type
Indexable Shallow Effective Drilling Flange-plane
GHD Hole Drill 210 ®21.0mm 30 Depth is 3D FC Side-fixed Type

@ Cutting Edge Length

(® Shank Diameter ® Insert Series Code Internal Cooling Mode
The Inserts are Cutting Edge Double Helix
25 ®25.0mm Q Q Series 06 Length Code is 06 S Internal Cooling
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Representation Rules for Indexable Shallow Hole Drill Insert Order No.

QP MG 06 02 04-DP-GA4230

@Eedede) e (@) (@) @) L ©

@ Shape 2 Relief Angle (3 Tolerance @ Chip Breaker Hole Code

Q D @ 7° M grade G Double-sided

o Partial Cylindrical
> D P 1 T Hole-Single-Sided

y

(® Cutting Edge Length . . Chip Breaker Geometry
Code ® Thickness @ Tip Code Code
Indicate the Machining and
‘ 06 6.5mm 02 238 mm 04 0.4mm ‘ Cutting Characteristics of
the Inserts as Well as the
Chip Breaker Geometry.
‘ 9 Grade
GA4230
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Representation Rules for Indexable Shallow Hole Drill Insert Order No.

S OMG 06 02 04-C-DP-GM4240

(@)(@) (G) (@) (@) (@) (@) (@) (@) ©)

@ Shape 2 Relief Angle @) Tolerance ‘ @ Chip Breaker Hole Code
Q D C 7° M Grade G Double-sided
o Partial Cylindrical
> D P R T Hole-single-sided
W ] Others

‘ ® Cuttln%ggge L ® Thickness @ Tip Code Insert Code
‘ 06 6.5mm 02 2.38 mm 04 0.4mm C Dedicated for
Inner Insert
p Dedicated for
External Insert
® Chip Breaker Geometry
‘ Code Grade
Indicates the Insert
Machining Chip Breaker GM4240
Geometry
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Representation Rules for Spade Drill Body Order No.

GSD — 125 -08D - FC 20 —(S)

) @) L ©) 2 3 (©)

@ Drill Bit Type @ Drill Body Diameter (3 Length-diameter Ratio
. The Diameter of the ) s .
GSD Indexable Spade Drill 125 Insert Mounting Part is 08D Effective Drilling Depth is 8D
®12.5mm.
@ Shank Type ® Shank Diameter ® Flute Type
FC F'ange'p'i;‘;es'de'f'xe" 20 ©20.0mm . Helical Slot

S Straight Slot
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Representation Rules for Spade Drill Insert Order No.

MCMG 0200 T3-DS-GM3225

©@I@CIED) G ¢ (@) )

(@ Shape ‘ @ Relief angle ‘ ‘ (3 Tolerance @ Chip Breaker Hole Code

M ‘ @ 7° ‘ ‘ M grade G Double-sided

@ Chip Breaker Geometry

(® Diameter ‘ ® Thickness ‘ ‘ Code Grade
Indicate the machining and
0200 20.0 mm T3 3.97mm cutting characteristics of the GM3225

inserts as well as the chip
breaker geometry.
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Introduction to Gumd Modular Drill

Product Introduction

in inte,
«oF ’ﬁace
S

It features reliable
locking and easy
replacement of the
tool bit.

N P D7115
02
,D,@
¢ 3
= Achieve long service life and
g stable-price machining under

the working conditions of steel
toughness.

Scope of Application

';

The design of the high-strength drill point
has good centering performance.

——Water Yield per Unit Time ——

+15%
Smooth Chip
Removal
Adequate
Cooling

Double Helix Vs
Straight Water
Hole

- ' .
Diameter
of Drill Bit i i i i
®10~D21.9 Edge Type Material Materials Being Machined
The standard products have an )
interval of 0.1Tmm, and non-standard ‘
/ sizes can be customized. = e P M K
Diameter !—
‘ of Drill Bit
——» 3D&5D &8D O
| GM3225 Wear- @) O
! resistant
: PKM
i | ini GPD7115 ©
’ Machining Toughness
Accuracy
‘ IT9 ~IT11 + Material GM3225
L 3 It is suitable for general materials and performs excellently
i = under working conditions with high wear resistance
requirements.
Accuracy_ + New material GPD7115
of Drill Bit

It has excellent performance in working conditions with
high requirements for steel toughness.

i
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QPMG Drilling Insert

Fist-shaped

Cutting Edge ——

@ Provide Better Chip
Handling and Stability

The Internal

and External

Inserts are
Interchangeable —

@ Easy Tool Management
and Use

GHDS Indexable Shallow Hole Drill

Optimized Design

of the Internal and

External Insert
Structures

--The internal and extern
inserts are in a balanced

al
force

state, with better stability.

Double Helix
Internal Cooling
Structure

--Increase the
displacement of the
cooling fluid to improve
the chip removal effect

-

Indexable Drill Bit | HOLEMAKING TOOLS

Cooling Slot Design

® Good Heat Dissipation
Performance

o——— Design of Local Large
Edge Width and Small
Rake Angle

® Increase chipping resistance
of central area

The design of the direct
injection on the rake face
through the central water
outlet hole

--Cooling and chip removal are more
sufficient, and the support of the outer
tool apron is strengthened.

Optimized Design of Flute

--Smooth chip removal and good
rigidity

Advanced Surface Treatment
Technology

--Eliminate the surface stress of the
drill body and be environmentally
friendly
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MCMG Spade Drill Inserts

Grinding of XR
Type Chisel Edge — — — — — — — — — - - — Chip Separation Slot

® Reduce chip width
® Small drilling torque

@ Improve Cutting Edge Strength |
® Enhanced Stability

Positioning Slot

Double Screw Holes ® Guaranteed Radial Accuracy

® Safe and Reliable Clamping
@ Ensure Drilling Stability

DrillCore - - - - ———— — — — — — — |

@® The drill core is thin, effectively reducing
the axial resistance.
® Good Self-centering

Lo - - Double Flank Faces

® Reduce Friction with the
Workpiece
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Introduction to Indexable Holemaking Grades

Grade

Color

Coating Composition

Features

GM3325

Golden Yellow

* The newly upgraded PVD AITiN coating paired with

a high-Co fine-grained cemented carbide substrate
provides excellent wear resistance and chipping
resistance, and can be used for machining at multiple
cutting speeds and feeds.

Suitable for general machining of stainless steel and
other steel under unstable working conditions.

GM3220

Bronze

The brand-new double-layer nanostructure PVD coating,
paired with a high-Co submicron-fine-grained cemented
carbide substrate, improves wear resistance and heat
resistance.

Suitable for machining stainless steel and soft steel at
medium and low speeds under continuous ~ slightly
interrupted ~ medium interrupted working conditions

GA4230

Purplish Red

The PVD TiAIN coating combined with the cemented
carbide substrate with high resistance to damage has
excellent heat resistance and edge-chipping resistance,
enabling stable machining under different working
conditions.

GS4130

Purple Grey

The latest nano-TiAIN coating, paired with a high-
toughness fine-grained cemented carbide substrate,
combines good wear resistance and toughness.
Suitable for drilling working conditions of difficult-to-
machine materials such as stainless steel and titanium
alloy.

GPD7115

Purple Grey

The high-strength and high-toughness sub-
microcrystalline cemented carbide substrate, combined
with the new nano-composite multi-layer structure

PVD coating, brings excellent wear resistance and heat
resistance. Special surface treatment can effectively
suppress the formation of built-up edge.

Suitable for medium and low speed machining of steel.

GM4240

Blue-gray

It adopts a new generation of wear-resistant PVD coating
and is paired with a high-cobalt substrate with high
strength and toughness. It combines wear resistance
and chipping resistance, endowing it with ultra-high
cutting stability.

It is suitable for the internal edge machining of steel
workpieces and is the top choice for quenched and
tempered steel machining.

GA4225B

Blue-gray

The specially designed high-cobalt substrate with

high strength and toughness, combined with the PVD
coating featuring a nano-structure, endows the tool with
excellent durability.

It is suitable for the internal edge machining of steel
workpieces and is the top choice for soft steel machining.

GP1135D

Yellow

The combination of fine-grained MT-TiCN, Al,O3 and
smooth-surface TiN coatings, together with a high-cobalt
sub-micro-grained cemented carbide substrate, exhibits
excellent wear resistance in the external edge machining
of steel drilling.

« Suitable for external edge machining of quenched and
tempered steel, soft steel and other steel parts
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GUMD-PKM

GUMD Modular Drill Tool Bit

) -
pE

Dimensions Coated Cemented Carbide
Order No. Matching Tool Holder
DC (k7) PL GM3225 GPD7115
GUMD100-PKM 10.0 1.82 [ ] [ ]
GUMD101-PKM 10.1 1.84 ° ° GUMD-100-3D-F165
GUMD102-PKM 10.2 1.86 [ ] [ ] GUMD-100-5D-F16S
GUMD103-PKM 103 1.87 ° ° GUMD-100-8D-F16A
GUMD104-PKM 10.4 1.89 ) )
GUMD105-PKM 10.5 1.91 ) ®
GUMD106-PKM 10.6 1.93 ° ° GUMD-105-3D-E16S
GUMD107-PKM 10.7 1.95 [ ] [ ] GUMD-105-5D-F16S
GUMD108-PKM 10.8 1.97 ° ° GUMD=105-8D-F16A
GUMD109-PKM 10.9 1.98 [ ] [ ]
GUMD110-PKM 11.0 2.00 ) )
GUMD111-PKM 11.1 2.02 ® ) GUMD-110-3D-F165
GUMD112-PKM 11.2 2.04 [ ] [ ] GUMD-110-5D-F16S
GUMD113-PKM 13 2.06 ° ° GUMD-110-8D-F16A
GUMD114-PKM 11.4 2.07 [ ] [ ]
GUMD115-PKM 11.5 2.09 [ ] [ ]
GUMD116-PKM 11.6 2.1 ° ° GUMD-115-3D-F16S
GUMD117-PKM 1.7 2.13 @) @) GUMD-115-5D-F16S
GUMD118-PKM 11.8 2.15 ° ° GUMD-115-8D-F16A
GUMD119-PKM 11.9 217 [ ] [ ]
@Stock OAvailable Upon Order Notes: The cutting edge diameter accepts non-standard customization. Unit (mm)

DC Tolerance (k7)
o 2
10<pc<is (000
18<DC<21.9 :g:ggg

Workpiece Material

P M K

123 4 5 123 12 3
Carbon Steel | Alloy Steel Alloy Steel, Tool Steel | Stainless Steel Gray Cast Ir(;:(;r:\mdu'ar Cast High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 (@) O ©) @] ©) O
GPD7115 @) O
© Most Suitable O Suitable Recommended Cutting Data % P173
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GUMD Modular Drill Tool Bit

=1

/> o
140°

uEE

Indexable Drill Bit

| HOLEMAKING TOOLS

Dimensions Coated Cemented Carbide
Order No. Matching Tool Holder
DC (k7) pL GM3225 GPD7115
GUMD120-PKM 12.0 218 ° °
GUMD121-PKM 12.1 2.20 ° ° GUMD-120-3D-F165
GUMD122-PKM 122 2.22 ° ° GUMD-120-5D-F165
GUMD123-PKM 123 224 ° ° GUMD-120-8D-F16A
GUMD124-PKM 124 2.26 o o
GUMD125-PKM 125 227 ° °
GUMD126-PKM 126 2.29 ° ° GUMD-125-3D-F165
GUMD127-PKM 127 231 0 o GUMD-125-5D-F165
GUMD128-PKM 12.8 233 ° ° GUMD-125-8D-F16A
GUMD129-PKM 12.9 235 0o o
GUMD130-PKM 13.0 237 ° °
GUMD131-PKM 13.1 2.38 ° ° GUMD-130-3D-F165
GUMD132-PKM 132 2.40 ° ° GUMD-130-5D-F165
GUMD133-PKM 133 2.42 0 o GUMD-130-8D-F16A
GUMD134-PKM 13.4 2.44 0 o
GUMD135-PKM 13.5 2.46 ° °
GUMD136-PKM 136 2.47 0o o GUMD-135.30-F165
GUMD137-PKM 137 2.49 ° ° GUMD-135-5D-F165
GUMD138-PKM 13.8 2.51 ° ° GUMD-135-8D-F16A
GUMD139-PKM 13.9 253 0 o

@Stock OAvailable Upon Order

Notes: The cutting edge diameter accepts non-standard customization.

Workpiece Material

Unit (mm)

DC Tolerance (k7)
bc-10 | 50
10<pc<is 10007
18<DC<21.9 :8:825

M

123 4 5 123 12 3
Carbon Steel | Alloy Steel Alloy Steel, Tool Steel | Stainless Steel Gray Cast Ir?:mc;l:\lodular Cast High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 (@) © (@) (@) @) @)
GPD7115 O O
© Most Suitable O Suitable Recommended Cutting Data % P173
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GUMD-PKM

GUMD Modular Drill Tool Bit

11

PL

Dimensions Coated Cemented Carbide
Order No. Matching Tool Holder
DC (k7) PL GM3225 GPD7115

GUMD140-PKM 14.0 2.55 [} [}

GUMD141-PKM 14.1 2.57 ° ° GUMD-140-3D-F16S

GUMD142-PKM 14.2 2.58 [} [} GUMD-140-5D-F16S

GUMD143-PKM 143 2.60 o o GUMD-140-8D-F16A

GUMD144-PKM 14.4 2.62 O O

GUMD145-PKM 14.5 2.64 [ J [ J

GUMD146-PKM 14.6 2.66 ° ° GUMD-145-3D-F165

GUMD147-PKM 14.7 2.68 O O GUMD-145-5D-F16S

GUMD148-PKM 14.8 2.69 ° ° GUMBRIE S EDIRIOR

GUMD149-PKM 14.9 2.71 O O

GUMD150-PKM 15.0 2.73 [ J [ J

GUMD151-PKM 15.1 2.75 [ ] [ ]

GUMD152-PKM 15.2 2.77 [ J [ J

GUMD153-PKM 15.3 2.78 [ J [ J

GUMD154-PKM 15.4 2.80 o o GUMD-150-3D-F205S
GUMD-150-5D-F20S

GUMD155-PKM 15.5 2.82 ° ° GUMD-150-8D-F16A

GUMD156-PKM 15.6 2.84 O O

GUMD157-PKM 15.7 2.86 O O

GUMD158-PKM 15.8 2.88 [ J [ J

GUMD159-PKM 15.9 2.89 O O

@Stock OAvailable Upon Order Notes: The cutting edge diameter accepts non-standard customization. Unit (mm)

DC Tolerance (k7)
o 2
10<pc<is (000
18<DC<21.9 :g:ggg

Workpiece Material

P M K

123 4 5 123 12 3
Carbon Steel | Alloy Steel Alloy Steel, Tool Steel | Stainless Steel Gray Cast Ir(;:(;r:\mdu'ar Cast High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 (@) O O @] ©) ©
GPD7115 @) @]
© Most Suitable O Suitable Recommended Cutting Data % P173
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GUMD-PKM

GUMD Modular Drill Tool Bit

=1

<> .
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Indexable Drill Bit

HOLEMAKING TOOLS

Dimensions Coated Cemented Carbide
Order No. Matching Tool Holder
DC (k7) PL GM3225 GPD7115

GUMD160-PKM 16 2.91 ° °

GUMD161-PKM 16.1 2.93 ° °

GUMD162-PKM 16.2 2.95 ° °

GUMD163-PKM 16.3 2.97 O O

GUMD164-PKM 16.4 2.98 o 0 GUMD-160-3D-F205

GUMD165-PKM 16.5 3.00 ° ° Sﬁmgj ggzggﬁg/sx

GUMD166-PKM 16.6 3.02 o) O

GUMD167-PKM 16.7 3.04 ¢ O

GUMD168-PKM 16.8 3.06 ° °

GUMD169-PKM 16.9 3.08 O O

GUMD170-PKM 17 3.09 ° °

GUMD171-PKM 17.1 3.11 ° °

GUMD172-PKM 17.2 3.13 ° °

GUMD173-PKM 17.3 3.15 @) O

GUMD174-PKM 17.4 3.17 o O GUMD-170-3D-F205
GUMD-170-5D-F20S

GUMD175-PKM 17.5 3.18 ° ° GUMD-170-8D-F16A

GUMD176-PKM 17.6 3.20 o O

GUMD177-PKM 17.7 3.22 O O

GUMD178-PKM 17.8 3.24 ° °

GUMD179-PKM 17.9 3.26 @) O

@Stock OAvailable Upon Order

Notes: The cutting edge diameter accepts non-standard customization.

Workpiece Material

Unit (mm)

DC Tolerance (k7)
bc-10 | 50
10<pc<is 10007
18<DC<21.9 :g:ggg

M

123 4 5 123 12 3
Carbon Steel | Alloy Steel Alloy Steel, Tool Steel | Stainless Steel Gray Cast Ir?:mc;l:\lodular Cast High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 O @) @) (@) @) @)
GPD7115 O O
© Most Suitable O Suitable Recommended Cutting Data % P173
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GUMD-PKM

GUMD Modular Drill Tool Bit

=15~
1T

PL

Dimensions Coated Cemented Carbide
Order No. Matching Tool Holder
DC (k7) PL GM3225 GPD7115

GUMD180-PKM 18 3.28 [ [ ]

GUMD181-PKM 18.1 3.29 [ J [

GUMD182-PKM 18.2 3.31 [ [

GUMD183-PKM 18.3 3.33 @) @)

GUMD184-PKM 18.4 3.35 o o GUMD-180-3D-F255

GUMD185-PKM 18.5 3.37 ° ° Sfjk,l"gj nggg’jﬁgi

GUMD186-PKM 18.6 3.38 O O

GUMD187-PKM 18.7 3.40 O O

GUMD188-PKM 18.8 3.42 [ ] [ ]

GUMD189-PKM 18.9 3.44 @) O

GUMD190-PKM 19 3.46 [ [ ]

GUMD191-PKM 19.1 3.48 [ [

GUMD192-PKM 19.2 3.49 [ [ ]

GUMD193-PKM 19.3 3.51 O O

GUMD194-PKM 19.4 3.53 o o GUMD-190-3D-F255
GUMD-190-5D-F25S

GUMD195-PKM 19.5 3.55 ° ° GUMD-190-8D-F16A

GUMD196-PKM 19.6 3.57 O O

GUMD197-PKM 19.7 3.59 O @)

GUMD198-PKM 19.8 3.60 [ [

GUMD199-PKM 19.9 3.62 @) @)

@Stock OAvailable Upon Order Notes: The cutting edge diameter accepts non-standard customization. Unit (mm)

DC Tolerance (k7)
_ +0.001
bC=10 +0.016
+0.001
<
10<DC<18 +0.019
+0.002
<
18<DC=<21.9 +0.023

Workpiece Material

P M K

123 4 5 123 12 3
Carbon Steel | Alloy Steel Alloy Steel, Tool Steel | Stainless Steel Gray Cast Ir(;:(;r:\mdu'ar Cast High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 (@) O O @] ©) ©
GPD7115 @) @]
© Most Suitable O Suitable Recommended Cutting Data % P173
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GUMD Modular Drill Tool Bit

-1

<> >
140°

PL»L«

Indexable Drill Bit

HOLEMAKING TOOLS

Dimensions Coated Cemented Carbide
Order No. Matching Tool Holder
DC (k7) PL GM3225 GPD7115

GUMD200-PKM 20 3.64 ° °

GUMD201-PKM 20.1 3.66 o O

GUMD202-PKM 20.2 3.68 ° °

GUMD203-PKM 20.3 3.69 ° °

GUMD204-PKM 20.4 3.71 ° ° GUMD-200-3D-F255
GUMD-200-5D-F255

GUMD205-PKM 20.5 3.73 ° ° GUMD-200-8D-F16A

GUMD206-PKM 20.6 3.75 ° °

GUMD207-PKM 20.7 3.77 ° °

GUMD208-PKM 20.8 3.79 ° °

GUMD209-PKM 20.9 3.80 ° °

GUMD210-PKM 21 3.82 ° °

GUMD211-PKM 21.1 3.84 o O

GUMD212-PKM 212 3.86 o) O

GUMD213-PKM 213 3.88 ° °

GUMD214-PKM 21.4 3.89 o 0 GUMD-210-3D-F255

GUMD215-PKM 21.5 3.91 ° ° SSMS:%}S:;B:E?QZ

GUMD216-PKM 21.6 3.93 o) 0

GUMD217-PKM 21.7 3.95 o 0

GUMD218-PKM 21.8 3.97 o) o

GUMD219-PKM 21.9 3.99 ¢ O

@Stock OAvailable Upon Order

Notes: The cutting edge diameter accepts non-standard customization.

Workpiece Material

Unit (mm)

DC Tolerance (k7)
pc-10 Joone
1o<pc<is 10007
18<DC<21.9 :8:82;

M

123 4 5 123 12 3
Carbon Steel | Alloy Steel Alloy Steel, Tool Steel | Stainless Steel Gray Cast Ir?:mc;l:\lodular Cast High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 O @) @) (@) @) @)
GPD7115 O O
© Most Suitable O Suitable Recommended Cutting Data % P173
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GUMD-3D

GUMD-3D Modular Drill Tool Holder

u| E,, . O I -
E=— ~i @ o e——
LS LPR
OAL
order No. Dimensions Net Weight - stock Matching Tool Bit Size
DMM(t6) DF LS LU LPR OAL (k9 Dcmin  Dcmax

GUMD-100-3D-F16S 16 20 48 33 48 96 0.09 [} 10.0 10.4
GUMD-105-3D-F16S 16 20 48 34.5 49.5 97.5 0.10 [} 10.5 10.9
GUMD-110-3D-F16S 16 20 48 36 51 99 0.10 [} 11.0 11.4
GUMD-115-3D-F16S 16 20 48 37.5 52.5 100.5 0.10 [ ] 11.5 11.9
GUMD-120-3D-F16S 16 20 48 39 54 102 0.10 [} 12.0 12.4
GUMD-125-3D-F16S 16 20 48 40.5 55.5 103.5 0.10 [} 12.5 12.9
GUMD-130-3D-F16S 16 20 48 42 57 105 0.11 [} 13.0 134
GUMD-135-3D-F16S 16 20 48 43.5 58.5 106.5 0.11 [ ] 13.5 13.9
GUMD-140-3D-F16S 16 20 48 45 60 108 0.11 [ ] 14.0 14.4
GUMD-145-3D-F16S 16 20 48 46.5 61.5 109.5 0.11 [ J 14.5 14.9
GUMD-150-3D-F20S 20 25 50 50 67 117 0.18 [} 15.0 15.9
GUMD-160-3D-F20S 20 25 50 53 70 120 0.18 [} 16.0 16.9
GUMD-170-3D-F20S 20 25 50 56 73 123 0.19 [} 17.0 17.9
GUMD-180-3D-F25S 25 32 56 62 86 142 0.34 [ 18.0 18.9
GUMD-190-3D-F25S 25 32 56 65 89 145 0.35 [ 19.0 19.9
GUMD-200-3D-F25S 25 32 56 68 92 148 0.36 [ J 20.0 20.9
GUMD-210-3D-F25S 25 32 56 71 95 151 0.37 [} 21.0 21.9

@Stock OAvailable Upon Order Unit (mm)

DMM Tolerance (h6)
0
16 -0.011
0
20 0,013
0
25 -0.013
List of Tool Accessories
Spoon Wrench (Can be Purchased
Screw
o Separately)
Tool Specifications Sch ) T
Order No. Schematic Diagram Order No. chematic orque
Diagram Value
GUMD-100~120 SCCM022038B TIO6KB 0.6
GUMD-125~150 SCCM025046B TIO7KB 0.9
GUMD-160~190 SCCM030058B TIO8KB /// 1.1
GUMD-200~210 SCCM035072B TIO9KB 1.3
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GUMD-5D

GUMD-5D Modular Drill Tool Holder

== ® , -
. e
OAL
Order No. Dimensions Net Weight o Stock Matching Tool Bit Size
DMM(th6) DF LS LU LPR OAL (k9 Dcmin  Dcmax
GUMD-100-5D-F16S 16 20 48 53 68 116 0.10 [ 10.0 10.4
GUMD-105-5D-F16S 16 20 48 55.5 70.5 118.5 0.10 [ J 10.5 10.9
GUMD-110-5D-F16S 16 20 48 58 73 121 0.11 [ 11.0 11.4
GUMD-115-5D-F16S 16 20 48 60.5 75.5 123.5 0.11 [} 11.5 11.9
GUMD-120-5D-F16S 16 20 48 63 78 126 0.11 [ 12.0 12.4
GUMD-125-5D-F16S 16 20 48 65.5 80.5 128.5 0.12 [} 12.5 12.9
GUMD-130-5D-F16S 16 20 48 68 83 131 0.12 [ ] 13.0 13.4
GUMD-135-5D-F16S 16 20 48 70.5 85.5 1335 0.13 [} 13.5 13.9
GUMD-140-5D-F16S 16 20 48 73 88 136 0.13 [ 14.0 14.4
GUMD-145-5D-F16S 16 20 48 75.5 90.5 138.5 0.13 [} 14.5 14.9
GUMD-150-5D-F20S 20 25 50 83 100 150 0.20 ([ 15.0 15.9
GUMD-160-5D-F20S 20 25 50 88 105 155 0.21 [} 16.0 16.9
GUMD-170-5D-F20S 20 25 50 93 110 160 0.23 [ 17.0 17.9
GUMD-180-5D-F25S 25 32 56 100 124 180 0.38 [ ) 18.0 18.9
GUMD-190-5D-F25S 25 32 56 105 129 185 0.40 [ 19.0 19.9
GUMD-200-5D-F25S 25 32 56 110 134 190 0.41 [} 20.0 20.9
GUMD-210-5D-F25S 25 32 56 115 139 195 0.44 [ 21.0 21.9
@Stock OAvailable Upon Order Unit (mm)

DMM Tolerance (h6)
0
16 0.011
0
20 0,013
0
% -0.013
List of tool accessories
Spoon Wrench
Screw
. (can be purchased separately)
Tool Specifications Sch ) T
Order No. Schematic Diagram Order No. chematic orque
Diagram Value
GUMD-100~120 SCCM022038B TIO6KB 0.6
GUMD-125~150 SCCM025046B TIO7KB 0.9
GUMD-160~190 SCCM030058B TIO8KB 1.1
GUMD-200~210 SCCMO035072B TIO9KB 1.3

GESAC _ 155



HOLEMAKING TOOLS | Indexable Drill Bit

GUMD-8D

GUMD-8D Modular Drill Tool Holder

eie—— © e
LU - e — ~ -
LS LPR
OAL
Dimensions Matching Tool Bit Size
Order No. In Stock
DMM DF LS LU LPR OAL Dc min Dc max
GUMD-100-8D-F16A 16 20 48 85 100 148 [ 10.0 10.4
GUMD-105-8D-F16A 16 20 48 89 104 152 [ 10.5 10.9
GUMD-110-8D-F16A 16 20 48 93 108 156 [ 11.0 11.4
GUMD-115-8D-F16A 16 20 48 97 112 160 [ ] 11.5 11.9
GUMD-120-8D-F16A 16 20 48 101 116 164 [ 12.0 12.4
GUMD-125-8D-F16A 16 20 48 105 120 168 [ 12.5 12.9
GUMD-130-8D-F16A 16 20 48 109 124 172 [ 13.0 13.4
GUMD-135-8D-F16A 16 20 48 113 128 176 [ 13.5 13.9
GUMD-140-8D-F16A 16 20 48 117 132 180 [ J 14.0 14.4
GUMD-145-8D-F16A 16 20 48 121 136 184 [ J 14.5 14.9
GUMD-150-8D-F20A 20 25 50 130 147 197 [ 15.0 15.9
GUMD-160-8D-F20A 20 25 50 138 155 205 [ 16.0 16.9
GUMD-170-8D-F20A 20 25 50 146 163 213 [ 17.0 17.9
GUMD-180-8D-F25A 25 32 56 156 180 236 [ 18.0 18.9
GUMD-190-8D-F25A 25 32 56 164 188 244 [ ] 19.0 19.9
GUMD-200-8D-F25A 25 32 56 172 196 252 [ J 20.0 20.9
GUMD-210-8D-F25A 25 32 56 180 204 260 [ 21.0 21.9
@Stock OAvailable Upon Order Unit (mm)

DMM Tolerance (h6)
0

-0.011

0

-0.013

0

-0.013

16

20

25

156 _ GESAC



Indexable Drill Bit | HOLEMAKING TOOLS

GHDS-2D

GHDS-2D Internal Cooling Shallow Hole Drill

DF

e — O)
: ek L

LU

LS LPR

OAL
Dimensions Net Insert Type
Diameter  Drill Body Type WeightIn Stock

DC DMM DF LS LU LPR OAL (kg) Inner Insert External Insert

14 GHD-140-2D-FC20-Q04S 14 | 20 | 25 | 50 31 44 94  0.16
14.5 GHD-145-2D-FC20-Q04S 145 20 25 | 50 33 46 9% @ 0.16
15 GHD-150-2D-FC20-Q04S 15 | 20 | 25 | 50 # 35 47 97 @ 0.16
15.5 GHD-155-2D-FC20-Q04S 155 20 25 50 37 49 99 0.7
16 GHD-160-2D-FC20-Q05S 16 | 20 | 25 | 50 = 37 51 101  0.17
16.5 GHD-165-2D-FC20-Q05S 16,5 20 « 25 | 50 38 52 102  0.17
17 GHD-170-2D-FC25-Q05S 17 | 25 | 32 | 56 38 53 109 0.28
17.5 GHD-175-2D-FC25-Q05S | 175 25 32 56 39 55 111 0.29
18 GHD-180-2D-FC25-Q05S | 18 | 25 | 32 | 56 41 56 112 0.29
18.5 GHD-185-2D-FC25-Q055 185 25 | 32 | 56 42 57 113  0.29
19 GHD-190-2D-FC25-Q06S 19 | 25 | 32 | 56 42 58 114 0.30
19.5 GHD-195-2D-FC25-Q06S 195 25 32 | 56 44 60 116 0.30
20 GHD-200-2D-FC25-Q06S 20 = 25 | 32 | 56 44 61 117  0.31
20.5 GHD-205-2D-FC25-Q06S | 20.5 | 25 32 56 45 62 118 0.32
21 GHD-210-2D-FC25-Q06S | 21 25 32 56 47 64 120 0.32
21.5 GHD-215-2D-FC25-Q06S 215 25 | 32 | 56 48 65 121 0.32
22 GHD-220-2D-FC25-Q06S . 22 | 25 | 32 | 56 49 66 122 0.32
22.5 GHD-225-2D-FC25-Q06S 22,5 25 32 | 56 @ 51 68 124 0.33
23 GHD-230-2D-FC25-Q07S ' 23 |« 25 | 32 | 56 50 69 125 0.34
235 GHD-235-2D-FC25-Q07S 23,5 25 32 | 56 51 70 126 0.35
24 GHD-240-2D-FC25-Q07S| 24 | 25 32 56 53 71 127 035
24.5 GHD-245-2D-FC25-Q07S | 245 25 32 56 55 73 129 0.36
25 GHD-250-2D-FC25-Q07S . 25 | 25 | 32 | 56 54 74 130  0.37
255 GHD-255-2D-FC32-Q07S 255 32 40 60 55 76 136 0.58
26 GHD-260-2D-FC32-Q07S ' 26 | 32 | 40 | 60 56 77 137  0.58
26.5 GHD-265-2D-FC32-Q07S 26.5 32 « 40 60 58 78 138 0.59
27 GHD-270-2D-FC32-Q07S ' 27 | 32 | 40 | 60 59 79 139  0.60

QPMG040204 QPMG040204
SOMG040204-C = QPMG040204-P

QPMG050204 QPMG050204
SOMG050204-C = QPMG050204-P

QPMG060204 QPMG060204
SOMG060204-C = QPMG060204-P

QPMGO07T306 QPMGO7T306
SOMGO07T306-C = QPMGO7T306-P

@Stock OAvailable Upon Order Unit (mm)
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HOLEMAKING TOOLS |

GHDS-2D

GHDS-2D Internal Cooling Shallow Hole Drill

Indexable Drill Bit

5 == s
LU
Ls LPR
OAL
Continued
Dimensions Net Insert Type
Diameter  Drill Body Type WeightIn Stock
DC DMM DF LS LU LPR OAL (kg) Inner Insert External Insert
275  GHD-275-2D-FC32-Q09S 27.5 32 40 H 60 61 81 141 0.59 °
28 GHD-280-2D-FC32-Q09S 28 « 32 | 40 60 60 @82 142 0.61 °
285  GHD-285-2D-FC32-Q09S 28.5 32 40 60 62 83 143 0.2 °
29 GHD-290-2D-FC32-Q09S ' 29 |« 32 | 40 60 63 84 144 0.3 °
29.5  GHD-295-2D-FC32-Q09S 29.5 32 40 60 65 86 146 0.64 °
30 GHD-300-2D-FC32-Q09S 30 32 40 60 65 87 147 0.64 (] QPMG09T308 QPMG09T308
30.5  GHD-305-2D-FC32-Q09S 30.5 32 40 60 68 89 149 0.66 ) SOMGO09T308-C | QPMG09T308-P
31 GHD-310-2D-FC40-Q09S 31 = 40 48 70 | 67 | 90 160 1.00 °
31.5  GHD-315-2D-FC40-Q09S 31.5 40 48 | 70 68 91 161 1.01 °
32 GHD-320-2D-FC40-Q09S ' 32 © 40 | 48 70 70 @ 92 162 1.02 °
32,5  GHD-325-2D-FC40-Q09S 32.5 40 48 70 72 94 164 1.04 )
33 GHD-330-2D-FC40-Q09S ' 33 © 40 48 70 71 95 165 1.05 °
33.5  GHD-335-2D-FC40-Q11S 33.5 40 48 70 73 97 167 1.06 °
34 GHD-340-2D-FC40-Q11S 34 = 40 48 70 | 75 | 98 168 1.07 °
345  GHD-345-2D-FC40-Q11S 345 40 48 | 70 76 99 169 1.09 °
35 GHD-350-2D-FC40-Q11S 35 = 40 | 48 70 78 101 171 1.1 °
355  GHD-355-2D-FC40-Q11S 355 40 48 70 79 102 172 1.2 °
36 GHD-360-2D-FC40-Q11S| 36 40 48 70 78 104 174 1.14 °
36.5 GHD-365-2D-FC40-Q11S ' 36.5 40 48 70 80 | 105 175 1.15 [ ] QPMG110408 QPMG110408
37 GHD-370-2D-FC40-Q11S 37 = 40 48 70 | 80 | 105 175 1.16 ) SOMG110408-C  QPMG110408-P
375  GHD-375-2D-FC40-Q11S 37.5 40 48 70 81 106 176 1.17 °
38 GHD-380-2D-FC40-Q11S 38 = 40 48 70 | 82 | 108 178 1.20 °
385  GHD-385-2D-FC40-Q11S 38.5 40 48 70 84 109 179 1.22 °
39 GHD-390-2D-FC40-Q11S. 39 = 40 | 48 70 85 110 180 1.23 °
39.5  GHD-395-2D-FC40-Q11S 39.5 40 48 70 85 112 182 1.25 °
40 GHD-400-2D-FC40-Q11S| 40 40 48 70 86 113 183 1.27 )

@sStock OAvailable Upon Order
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Indexable Drill Bit | HOLEMAKING TOOLS
GHDS-2D
GHDS-2D Internal Cooling Shallow Hole Drill
e — < o
5 2 e—tceh -
LU
Ls LPR
OAL
Continued
Dimensions Net Insert Type
Diameter  Drill Body Type WeightIn Stock
DC DMM DF LS LU LPR OAL (kg) Inner Insert External Insert
40.5  GHD-405-2D-FC40-Q13S 40.5 40 48 70 89 115 185 1.91 )
41 GHD-410-2D-FC40-Q13S| 41 40 48 70 92 117 187 | 1.91 )
415  GHD-415-2D-FC40-Q13S 41.5 40 48 70 94 118 188 1.91 o)
42 GHD-420-2D-FC40-Q13S| 42 40 48 70 92 119 189 | 1.91 )
42.5 GHD-425-2D-FC40-Q13S 425 40 48 70 92 121 191 | 1.91 @) QPMG130408 QPMG130408
43 GHD-430-2D-FC40-Q135 43 | 40 48 70 94 122 192 1.91 ) SOMG130408-C = QPMG130408-P
435  GHD-435-2D-FC40-Q13S 435 40 48 70 96 123 193  1.91 )
44 GHD-440-2D-FC40-Q13S| 44 40 48 70 98 124 194 | 1.91 o)
445  GHD-445-2D-FC40-Q13S 445 40 48 70 99 125 195  1.91 o)
45 GHD-450-2D-FC40-Q13S| 45 40 48 70 103 127 197 | 1.91 )
455  GHD-455-2D-FC40-Q15S 455 40 48 70 97 128 198 1.79 )
46 GHD-460-2D-FC40-Q155| 46 =~ 40 = 48 70 102 130 200 1.79 )
46.5  GHD-465-2D-FC40-Q15S 46.5 40 48 70 100 131 201  1.79 o) QPMG150512 QPMG150512
47 GHD-470-2D-FC40-Q155 47 | 40 @ 48 70 102 132 202 1.79 ® SOMG150512-C = QPMG150512-P
47.5  GHD-475-2D-FC40-Q15S 47.5 40 48 70 106 133 203  1.79 o)
48 GHD-480-2D-FC40-Q155| 48 = 40 = 48 70 110 135 205 | 1.79 )

@Stock OAvailable Upon Order

Unit (mm)

Aperture Accuracy

Range of Sizes

2D-3D

4D-5D

14-30

-0.1/+0.25

-0.13/+0.28

30-40

-0.1/+0.28

-0.15/+0.3

40-48

-0.1/0.3

-0.17/+0.32
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HOLEMAKING TOOLS | Indexable Drill Bit

GHDS-3D

GHDS-3D Internal Cooling Shallow Hole Drill

- __ ~J9 |
LU
LS LPR
OAL
Dimensions Net In Insert Type
Diameter Drill Body Type Weight Stock
DC DMM DF LS LU LPR OAL (kg) Inner Insert External Insert

14 GHD-140-3D-FC20-Q04S = 14 20 25 50 45 58 108 | 0.16
14.5 GHD-145-3D-FC20-Q04S | 14.5 20 25 50 47 60 110 | 0.17
15 GHD-150-3D-FC20-Q04S 15 20 25 50 50 62 112 | 0.17
15.5 GHD-155-3D-FC20-Q04S ' 15.5 20 25 50 52 64 114 | 0.18
16 GHD-160-3D-FC20-Q05S | 16 20 25 50 51 66 116  0.18
16.5 GHD-165-3D-FC20-Q05S = 16.5 20 25 50 53 68 118 0.18
17 GHD-170-3D-FC25-Q05S 17 25 32 56 54 69 125 | 0.29
17.5 GHD-175-3D-FC25-Q05S | 17.5 25 32 56 56 72 128 | 0.30
18 GHD-180-3D-FC25-Q05S 18 25 32 56 58 73 129 | 0.30
18.5 GHD-185-3D-FC25-Q05S | 18.5 25 32 56 60 75 131  0.31
19 GHD-190-3D-FC25-Q06S | 19 25 32 56 60 76 | 132 0.32
19.5 GHD-195-3D-FC25-Q06S | 19.5 25 32 56 62 79 135 033
20 GHD-200-3D-FC25-Q06S 20 25 32 56 64 81 137 | 0.34
20.5 GHD-205-3D-FC25-Q06S | 20.5 25 32 56 65 82 138 | 0.34
21 GHD-210-3D-FC25-Q06S | 21 25 32 56 67 84 140 | 0.34
21.5 GHD-215-3D-FC25-Q06S | 21.5 25 32 56 69 86 142 | 0.35
22 GHD-220-3D-FC25-Q06S = 22 25 32 56 69 87 143 | 0.35
22,5 GHD-225-3D-FC25-Q06S | 22.5 25 32 56 72 90 146 0.36
23 GHD-230-3D-FC25-Q07S | 23 25 32 56 72 91 147 0.36
23.5 GHD-235-3D-FC25-Q07S | 23.5 25 32 56 75 93 149 | 0.38
24 GHD-240-3D-FC25-Q07S = 24 25 32 56 76 95 151 | 0.39
24.5 GHD-245-3D-FC25-Q07S | 24.5 25 32 56 77 97 | 153  0.41
25 GHD-250-3D-FC25-Q07S = 25 25 32 56 79 99 | 155  0.41
25.5 GHD-255-3D-FC32-Q07S | 25.5 32 40 60 80 100 160 | 0.62
26 GHD-260-3D-FC32-Q07S | 26 32 40 60 81 102 162 0.63
26.5 GHD-265-3D-FC32-Q07S |+ 26.5 32 40 60 84 104 164 0.65
27 GHD-270-3D-FC32-Q07S = 27 32 40 60 85 105 165 0.66

QPMG040204 = QPMGO040204
SOMG040204-C  QPMG040204-P

QPMG050204  QPMG050204
SOMG050204-C  QPMG050204-P

QPMG060204 = QPMG060204
SOMG060204-C  QPMG060204-P

QPMGO7T306 = QPMGO07T306
SOMGO07T306-C  QPMGO07T306-P

@Stock OAvailable Upon Order Unit (mm)
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Indexable Drill Bit | HOLEMAKING TOOLS

GHDS-3D

GHDS-3D Internal Cooling Shallow Hole Drill

DF
DMM

A\C=33=- °@

LS LPR
OAL
Continued
Dimensions Net In Insert Type
Diameter Drill Body Type Weight Stock
DC DMM DF LS LU LPR OAL (kg) Inner Insert External Insert

27.5 GHD-275-3D-FC32-Q09S | 27.5 32 40 60 88 108 168 0.68
28 GHD-280-3D-FC32-Q09S = 28 32 40 60 87 109 | 169  0.69
28.5 GHD-285-3D-FC32-Q09S  28.5 32 40 60 90 111 171  0.69
29 GHD-290-3D-FC32-Q09S = 29 32 40 60 91 112 172 0.71
29.5 GHD-295-3D-FC32-Q09S | 29.5 32 40 60 93 115 175 0.72
30 GHD-300-3D-FC32-Q09S = 30 32 40 60 95 | 117 177 0.73
30.5 GHD-305-3D-FC32-Q09S = 30.5 32 40 60 97 118 178 0.74
31 GHD-310-3D-FC40-Q09S | 31 40 48 70 98 121 | 191  1.09
315 GHD-315-3D-FC40-Q09S = 31.5 40 48 70 98 | 122 | 192  1.11
32 GHD-320-3D-FC40-Q09S = 32 40 48 70 101 | 124 194 | 1.12
325 GHD-325-3D-FC40-Q09S ' 32.5 40 48 70 103 126 196 | 1.14
33 GHD-330-3D-FC40-Q09S | 33 40 48 70 104 128 198 | 1.16
335 GHD-335-3D-FC40-Q11S | 33.5 40 48 70 106 | 130 200 1.15
34 GHD-340-3D-FC40-Q11S = 34 40 48 70 108 | 131 201 | 1.17
34.5 GHD-345-3D-FC40-Q11S | 345 40 48 70 109 | 134 204 1.22
35 GHD-350-3D-FC40-Q11S = 35 40 48 70 112 | 135 205 | 1.24
35.5 GHD-355-3D-FC40-Q11S | 35.5 40 48 70 114 | 137 207 1.26
36 GHD-360-3D-FC40-Q11S | 36 40 48 70 113 139 | 209 | 1.27
36.5 GHD-365-3D-FC40-Q11S | 36.5 40 48 70 116 141 211 | 1.30
37 GHD-370-3D-FC40-Q11S = 37 40 48 70 117 | 142 | 212 1.31
37.5 GHD-375-3D-FC40-Q11S | 37.5 40 48 70 118 | 144 214 134
38 GHD-380-3D-FC40-Q11S = 38 40 48 70 122 | 146 216 | 1.37
38.5 GHD-385-3D-FC40-Q11S | 38.5 40 48 70 122 | 148 218 1.40
39 GHD-390-3D-FC40-Q11S = 39 40 48 70 125 | 149 219 | 1.42
39.5 GHD-395-3D-FC40-Q11S | 39.5 40 48 70 124 151 221 | 1.43
40 GHD-400-3D-FC40-Q11S | 40 40 48 70 126 153 | 223 | 1.45

QPMGO09T308 & QPMG09T308
SOMGO09T308-C  QPMGO09T308-P

QPMG110408 = QPMG110408
SOMG110408-C  QPMG110408-P

@Stock OAvailable Upon Order Unit (mm)
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GHDS-3D

GHDS-3D Internal Cooling Shallow Hole Drill

; 3 a—
LU
LS LPR
OAL
Continued
) . Dimensions N.et In Insert Type
Diameter Drill Body Type Weight Stock
DC DMM DF LS LU LPR OAL (kg) Inner Insert External Insert
40.5 GHD-405-3D-FC40-Q13S  40.5 40 48 70 126 | 155 | 225 1.91 [ )
41 GHD-410-3D-FC40-Q13S = 41 40 48 70 129 | 157 | 227  1.91 [
41.5 GHD-415-3D-FC40-Q13S  41.5 40 48 70 132 | 156 226.1 1.91 [ )
42 GHD-420-3D-FC40-Q13S = 42 40 48 70 133 1 160 | 230 1.91 [
42.5 GHD-425-3D-FC40-Q13S  42.5 40 48 70 133 | 162 232 1.91 ([ ] QPMG130408 QPMG130408
43 GHD-430-3D-FC40-Q135 ' 43 40 48 70 | 135 164 234 191 @ SOMG130408-C QPMG130408-P
43.5 GHD-435-3D-FC40-Q13S  43.5 40 48 70 136 | 166 @ 236 1.91 [ J
44 GHD-440-3D-FC40-Q13S | 44 40 48 70 137 167 | 237  1.91 [
44.5 GHD-445-3D-FC40-Q13S  44.5 40 48 70 139 170 @ 240 1.91 [ )
45 GHD-450-3D-FC40-Q13S = 45 40 48 70 142 172 | 242 1.79 [
455 GHD-455-3D-FC40-Q15S |« 45.5 | 40 48 70 143 | 174 @ 244 1.79 O
46 GHD-460-3D-FC40-Q15S = 46 40 48 70 146 176 @ 246 1.79 [ J
46.5  GHD-465-3D-FC40-Q155 46.5 40 48 70 150 178 248 179 O  QPMGI150512 QPMG150512
47 GHD-470-3D-FC40-Q155 ' 47 40 48 70 | 152 179 | 249 179 ©O SOMG150512-C QPMG150512-P
47.5 GHD-475-3D-FC40-Q15S = 47.5 = 40 48 70 155 181 | 251 1.79 O
48 GHD-480-3D-FC40-Q15S = 48 40 48 70 159 183 | 253 1.79 [
@Stock OAvailable Upon Order Unit (mm)

) Aperture Accuracy
Range of Sizes
2D-3D 4D-5D
14-30 -0.1/40.25 -0.13/+0.28
30-40 -0.1/+0.28 -0.15/+0.3
40-48 -0.1/0.3 -0.17/+0.32
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GHDS-4D

GHDS-4D Internal Cooling Shallow Hole Drill

Indexable Drill Bit |

HOLEMAKING TOOLS

55 PN ¢
LU
LS LPR
OAL
; . Dimensions N.et In Insert type
Diameter  Drill Body Type Weight Stock
DC DMM DF LS LU LPR OAL (kg) Inner Insert External Insert
14 GHD-140-4D-FC20-Q04S 14 20 25 50 59 72 122 017 @
14.5 GHD-145-4D-FC20-Q04S 145 20 25 50 63 75 125 0.18 ([ ] QPMG040204 QPMG040204
15 GHD-150-4D-FC20-Q04S 15 | 20 25 50 64 77 127 019 @  SOMG040204-C  QPMG040204-P
15.5  GHD-155-4D-FC20-Q04S 155 20 25 50 66 79 129 019 @
16 GHD-160-4D-FC20-Q05S 16 =20 25 50 67 82 132 019 @
16.5  GHD-165-4D-FC20-Q05S 165 20 25 50 70 84 134 020 @
17 GHD-170-4D-FC25-Q05S 17 25 32 56 71 8 142 031 @ QPMG050204 = QPMG050204
17.5  GHD-175-4D-FC25-Q055 17.5 25 @ 32 56 74 89 145 022 @  SOMG050204-C QPMGO050204-P
18 GHD-180-4D-FC25-Q05S 18 25 32 56 76 91 147 032 @
18.5  GHD-185-4D-FC25-Q055 185 25 32 56 78 93 149 033 @
19 GHD-190-4D-FC25-Q06S 19 25 32 56 79 95 151 034 @
19.5  GHD-195-4D-FC25-Q06S 19.5 25 32 56 83 99 155 035 @
20 | GHD-200-4D-FC25-Q06S| 20 | 25 32 56 84 101 157 036 @
20.5 GHD-205-4D-FC25-Q06S  20.5 25 32 56 | 87 103 159  0.37 ([ ] QPMG060204 QPMG060204
21 GHD-210-4D-FC25-Q06S 21 | 25 32 56 88 105 161 037 @  SOMG060204-C  QPMG060204-P
21.5  GHD-215-4D-FC25-Q06S 21.5 25 32 56 90 107 163 038 @
22 GHD-220-4D-FC25-Q06S| 22 | 25 32 56 92 109 165 039 @
22.5  GHD-225-4D-FC25-Q06S 22.5 25 32 56 95 112 168 040 @
23 GHD-230-4D-FC25-Q07S| 23 | 25 32 56 99 114 170 039 @
23.5  GHD-235-4D-FC25-Q07S 23.5 25 32 56 102 117 173 041 @
24 GHD-240-4D-FC25-Q07S| 24 | 25 32 56 101 119 175 044 @
245  GHD-245-4D-FC25-Q07S 245 25 32 56 104 122 178 045 @
25 GHD2S04DFCSQUS 25 25 32 56 104 124 180 o047 e AUEOOTIZE0 o
25.5  GHD-255-4D-FC32-Q07S 25.5 32 40 60 107 126 186 068 @
26 | GHD-260-4D-FC32-Q07S| 26 | 32 40 60 108 128 188 070 @
26.5  GHD-265-4D-FC32-Q07S 26,5 32 40 60 110 130 190 071 @
27 GHD-270-4D-FC32-Q07S| 27 | 32 40 60 112 132 192 074 @
27.5  GHD-275-4D-FC32-Q09S 27.5 32 40 60 113 135 195 075 @
28 | GHD-280-4D-FC32-Q09S| 28 | 32 40 60 115 137 197 073 @
285  GHD2854DFC2Qus 285 32 40 60 118 139 199 076 e  (QAOOIIAE O
29 GHD-290-4D-FC32-Q09S| 29 | 32 40 60 120 141 201 079 @
29.5  GHD-295-4D-FC32-Q09S 29.5 32 40 60 123 144 204 081 @

@Stock OAvailable Upon Order

Unit (mm)
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HOLEMAKING TOOLS | Indexable Drill Bit

GHDS-4D

GHDS-4D Internal Cooling Shallow Hole Drill

s E = =8
LU
LS LPR
OAL
Continued
) . Dimensions Nfet In Insert type
Diameter  Drill Body Type Weight Stock
DC DMM DF LS LU LPR OAL (kg) Inner Insert External Insert

30 GHD-300-4D-FC32-Q09S 30 32 40 60 125 147 207 083 @

30.5 | GHD-305-4D-FC32-Q09S 30.5 32 40 60 126 148 208 085 O

31 GHD-310-4D-FC40-Q09S 31 40 48 70 129 152 222 119 @

315 GHD3IS4DFCA0QUSS 315 40 48 70 131 154 224 121 o JUMSONTEE - QEMCOTOR,

32 GHD-320-4D-FC40-Q09S 32 40 | 48 70 134 156 226 123 @

32,5 | GHD-325-4D-FC40-Q09S 32.5 40 & 48 70 137 159 229 125 @

33 GHD-330-4D-FC40-Q09S 33 40 48 70 138 161 231 130 @

33.5 | GHD-335-4D-FC40-Q11S  33.5| 40 48 70 142 163 233 132 @

34 GHD-340-4D-FC40-Q11S 34 40 48 70 142 165 235 132 @

34.5 | GHD-345-4D-FC40-Q11S 34.5 40 48 70 142 168 238 135 O

35 GHD-350-4D-FC40-Q11S 35 = 40 | 48 70 146 170 240 138 @

355 | GHD-355-4D-FC40-Q11S 35.5 40 48 70 146 173 243 1.4 0

36 GHD-360-4D-FC40-Q11S 36 40 48 70 150 175 245 143 @

36.5 GHD-365-4D-FC40-Q11S ' 36.5 40 48 70 152 177 247 @ 1.46 O QPMG110408 QPMG110408

37 GHD-370-4D-FC40-Q11S 37 40 | 48 70 | 154 179 249 154 @  SOMG110408-C QPMG110408-P
37.5 | GHD-375-4D-FC40-Q11S 37.5 40 =48 70 158 182 252 157 @

38 GHD-380-4D-FC40-Q11S 38 40 48 70 157 184 254 159 @

385 | GHD-385-4D-FC40-Q11S 385 40 = 48 70 160 186 256 1.62 O

39 GHD-390-4D-FC40-Q11S 39 40 | 48 70 165 188 258 166 @

39.5 | GHD-395-4D-FC40-Q11S 39.5 40 48 70 166 191 261 170 @

40 GHD-400-4D-FC40-Q11S 40 40 = 48 70 | 164 193 263  1.71 )

40.5 | GHD-405-4D-FC40-Q13S 40.5 40 48 = 70 @ 167 195 265  1.91 o)

41 GHD-410-4D-FC40-Q13S 41 40 48 70 169 198 268  1.91 O

415 | GHD-415-4D-FC40-Q135 41.5 40 48 70 171 200 270 1.91 0

42 GHD-420-4D-FC40-Q13S| 42 = 40 48 70 174 202 272 1.91 O QPMG130408 QPMG130408
425  GHD-425-4D-FC40-Q13S 425 40 48 70 175 204 274 1.91 O | SOMG130408-C QPMG130408-P

43 GHD-430-4D-FC40-Q13S 43 40 48 70 177 207 277 191 O

435 | GHD-435-4D-FC40-Q13S 43.5 40 48 70 179 209 279 191 o)

44 GHD-440-4D-FC40-Q13S 44 40 48 70 181 211 281 191 O

@Stock OAvailable Upon Order

Range of Sizes

Unit (mm)

Aperture Accuracy

2D-3D

4D-5D

14-30

-0.1/+0.25

-0.13/+0.28

30-40

-0.1/+0.28

-0.15/+0.3

40-48

-0.1/0.3

-0.17/+0.32
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Indexable Drill Bit | HOLEMAKING TOOLS
GHDS-5D
GHDS-5D Internal Cooling Shallow Hole Drill
53 [ I r——===-=——94¢
LU
LS LPR
OAL
; . Dimensions N.et In Insert type
Diameter  Drill Body Type Weight Stock
DC DMM DF LS LU LPR OAL (kg) Inner Insert External Insert
14 GHD-140-5D-FC20-Q04S = 14 | 20 | 25 50 73 8 136 0.18 @
14.5 GHD-145-5D-FC20-Q04S | 145 20 = 25 | 50 77 90 140 0.19 ([ ] QPMG040204 QPMG040204
15 GHD-150-5D-FC20-Q04S | 15 20 | 25 50 79 92 142 020 @  SOMG040204-C | QPMG040204-P
15.5 | GHD-155-5D-FC20-Q04S 155 20 25 50 81 95 145 020 @
16 GHD-160-5D-FC20-Q05S | 16 20 « 25 50 83 98 148 020 @
16.5 | GHD-165-5D-FC20-Q055 16.5 20 = 25 50 @ 87 101 151 0.21 °
17 GHD-170-5D-FC25-Q05S | 17 25 | 32 | 56 90 104 160 0.33 ([ ] QPMG050204 QPMG050204
17.5 | GHD-175-5D-FC25-Q055 17.5 25 32 56 93 107 163 034 @  SOMG050204-C  QPMG050204-P
18 GHD-180-5D-FC25-Q055 = 18 | 25 | 32 56 94 109 165 034 @
18.5 | GHD-185-5D-FC25-Q05S 185 25 32 56 97 112 168 035 @
19 GHD-190-5D-FC25-Q06S = 19 | 25 | 32 56 99 114 170 036 @
19.5 | GHD-195-5D-FC25-Q06S 19.5 25 32 56 103 118 174 037 @
20 GHD-200-5D-FC25-Q06S | 20 25 & 32 56 104 121 177 039 @
20.5 GHD-205-5D-FC25-Q06S | 20.5 25 | 32 | 56 107 124 180 0.40 ([ ] QPMG060204 QPMG060204
21 GHD-210-5D-FC25-Q06S 21 = 25 |« 32 | 56 | 109 126 182 0.40 ® SOMG060204-C  QPMG060204-P
215  GHD-215-5D-FC25-Q065 21.5 25 32 56 112 129 185  0.41 °
22 GHD-220-5D-FC25-Q06S = 22 | 25 | 32 56 113 131 187 042 @
225  GHD-225-5D-FC25-Q065 225 25 32 56 116 134 190 043 @
23 GHD-230-5D-FC32-Q07S ' 23 | 32 | 40 60 120 138 198 0.63 @
235  GHD-235-5D-FC32-Q07S 23.5 32 40 60 122 140 200 064 @
24 GHD-240-5D-FC32-Q07S | 24 32 |« 40 60 124 143 203 067 @
245  GHD-245-5D-FC32-Q07S 245 32 40 60 127 146 206 069 @
25 GHD-250-5D-FC32-Q07S 25 32 40 60 129 149 209  0.71 ° s%iﬂhé%%ggg-sc Q%',’\A'\’C'_]G()gg%%fsp
255  GHD-255-5D-FC32-Q07S 25.5 32 40 60 133 153 213 073 @
26 GHD-260-5D-FC32-Q07S | 26 | 32 | 40 60 137 157 217 076 @
26.5  GHD-265-5D-FC32-Q07S 26.5 32 40 60 138 158 218 077 @
27 GHD-270-5D-FC32-Q07S | 27 32 |« 40 60 139 159 219 0.81 )

@Stock OAvailable Upon Order

Unit (mm)
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GHDS-5D

GHDS-5D Internal Cooling Shallow Hole Drill

5% - r——c===-=—=94g¢
LU
LS LPR
OAL
Continued
) . Dimensions N.et In Insert type
Diameter  Drill Body Type Weight Stock
DC DMM DF LS LU LPR OAL (kg) Inner Insert External Insert
275  GHD-275-5D-FC32-Q09S 27.5 32 40 60 142 162 222 082 @
28 GHD-280-5D-FC32-Q09S 28 32 40 60 143 | 165 225  0.81 )
285  GHD-285-5D-FC32-Q09S 285 32 40 60 147 169 229 083 @
29 GHD-290-5D-FC32-Q09S 29 32 40 60 150 171 231 087 @
29.5  GHD-295-5D-FC32-Q09S 29.5 32 40 60 153 174 234 089 @
30 GHD-300-5D-FC32-Q09S | 30 | 32 40 60 155 177 237 | 0.90 ([ ] QPMG09T308 QPMGO09T308
30.5  GHD-305-5D-FC32-Q09S ' 30.5 32 40 | 60 158 180 240 0.93 @  SOMGO9T308-C QPMGO9T308-P
31 GHD-310-5D-FC40-Q09S 31 40 48 70 160 183 253 129 @
31.5  GHD-315-5D-FC40-Q09S 31.5 40 48 70 163 186 256 1.31 )
32 GHD-320-5D-FC40-Q09S 32 40 48 70 166 188 258 133 @
325  GHD-325-5D-FC40-Q09S 325 40 48 70 170 192 262 137 @
33 GHD-330-5D-FC40-Q09S 33 40 48 70 171 194 264 143 @
335  GHD-335-5D-FC40-Q11S 335 40 48 70 175 199 269 143 O
34 GHD-340-5D-FC40-Q11S 34 40 48 70 176 199 269 155 @
345  GHD-345-5D-FC40-Q11S 345 40 48 70 176 199 269 155 O
35 GHD-350-5D-FC40-Q11S 35 = 40 = 48 70 181 | 205 275  1.61 )
355  GHD-355-5D-FC40-Q11S 355 40 48 70 182 205 275  1.61 o)
36 GHD-360-5D-FC40-Q11S 36 40 48 70 186 211 281 166 @
36.5 GHD-365-5D-FC40-Q11S | 36.5 40 = 48 @ 70 189 214 284 1.66 @) QPMG110408 QPMG110408
37 GHD-370-5D-FC40-Q11S | 37 40 & 48 70 191 216 286 1.77 @  SOMG110408-C QPMG110408-P
375  GHD-375-5D-FC40-Q11S 37.5 40 48 70 195 220 290 177 O
38 GHD-380-5D-FC40-Q11S 38 = 40 48 70 195 222 292 182 @
385  GHD-385-5D-FC40-Q11S 385 40 48 70 198 225 295 182 O
39 GHD-390-5D-FC40-Q11S 39 = 40 48 70 204 227 297 189 @
39.5  GHD-395-5D-FC40-Q11S 39.5 40 48 70 207 233 303 189 O
40 GHD-400-5D-FC40-Q11S 40 40 = 48 70 204 233 303  1.91 )

@Stock OAvailable Upon Order

Unit (mm)

Aperture Accuracy
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Range of Sizes

2D-3D

4D-5D

14-30

-0.1/+0.25

-0.13/+0.28

30-40

-0.1/+0.28

-0.15/+0.3

40-48

-0.1/0.3

-0.17/+0.32
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QPMG

QPMG Shallow Hole Drill Inserts-General for Internal and Outer Inserts

7o i :aﬂ;
©; JEE!
R
IC % S

Grade Dimensions (mm)
Model Drilling Diameter
GA4230 GM3220 GS4130 IC S RE D1
QPMG040204-DP [ ] O O 4.7 2.3 0.4 2.2 ®14.0~®15.9
QPMG050204-DP [ @) [ 5.7 2.5 0.4 2.6 ®16.0~®18.9
QPMG060204-DP [ [ [ 6.5 2.5 0.4 2.6 ®19.0~P22.5
QPMGO07T306-DP [ O [ ) 7.94 3.5 0.6 2.85 ©22.6~D27.0
QPMGO09T308-DP [ ] O [ 9.7 3.97 0.8 3.5 ®27.1~P33.0
QPMG110408-DP [ J O @) 11.5 4.76 0.8 4.4 ®33.1~®40.0
QPMG130408-DP [ ] [ [ 13.2 4.76 0.8 4.4 ®40.1~P45.0
QPMG150512-DP [ [ J [ 15.2 5.2 1.2 5.5 D45.1~P51.0
GA4230-general grade @Stock OAvailable Upon Order

GM3220-stainless steel machining
GS4130-difficult-to-machine materials and unstable working conditions

SOMG-C

SOMG-C Shallow Hole Drill Inserts-Dedicated for Inner Inserts

Grade Dimensions (mm)
Model Drilling Diameter
GM4240 GA4225B IC S RE D1
SOMG040204-C-DP [ ] ([ ] 4.7 2.3 0.4 2.2 ©14.0~P15.9
SOMG050204-C-DP ([ ] ([ ] 5.7 2.5 0.4 2.6 D16.0~P18.9
SOMG060204-C-DP ® (] 6.5 2.5 0.4 2.6 ®19.0~d22.5
SOMGO07T306-C-DP (] (] 7.94 35 0.6 2.85 $22.6~D27.0
SOMG09T308-C-DP ® ® 9.7 3.97 0.8 3.5 $27.1~D33.0
SOMG110408-C-DP (] [ J 11.5 4.76 0.8 4.4 P33.1~D40.0
SOMG130408-C-DP (] O 13.2 4.76 0.8 4.4 ®40.1 ~ ®45
SOMG150512-C-DP (@) (@) 15.2 5.2 1.2 5.5 D45.1~P51.0
GM4240-inner inserts for hardened and tempered steel machining @Stock OAvailable Upon Order

GA4225B-inner inserts for soft steel machining
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QPMG-P

QPMG-P Shallow Hole Drill Inserts-Dedicated for Outer Inserts

5
S
Grade Dimensions (mm)
Model Drilling Diameter
GP1135D IC S RE D1
QPMG040204-P-DP [ J 4.7 2.3 0.4 2.2 P14.0~P15.9
QPMG050204-P-DP (] 5.7 2.5 0.4 2.6 ®16.0~P18.9
QPMG060204-P-DP [} 6.5 2.5 0.4 2.6 ®19.0~d22.5
QPMGO07T306-P-DP [} 7.94 3.5 0.6 2.85 ©22.6~D27.0
QPMGO09T308-P-DP (] 9.7 3.97 0.8 3.5 ©27.1~33.0
QPMG110408-P-DP [ ] 11.5 4.76 0.8 4.4 ®33.1~®40.0
QPMG130408-P-DP [} 13.2 4.76 0.8 4.4 D40.1 ~ P45
QPMG150512-P-DP [} 15.2 5.2 1.2 5.5 P45.1~D51.0
GP1135D-outer inserts for steel machining to improve wear resistance @Stock OAvailable Upon Order
List of Tool Accessories
Insert Screw Wrench Torae Value
Specifications Order No. Schematic Order No. Schematic q
Diagram Diagram
QPMG040204
QPMG040204-P SI60M020050-02704B TTO5IPB 0.6
SOMG040204-C
QPMG050204
QPMG050204-P SI60M022055-03107B TTO6IPB 0.8
SOMG050204-C
QPMG060204
QPMG060204-P SI60M022055-03107B TTO6IPB 0.8
SOMG060204-C
QPMGO07T306
QPMGO07T306-P SI60M025070-03509B TTO7IPB 0.8
SOMG07T306-C
QPMG09T308 4
QPMG09T308-P SI60M030080-04210B TTO9IPB 1.4
SOMG09T308-C
QPMG110408
QPMG110408-P SI60M040100-05510B TT15IPB 2
SOMG110408-C
QPMG130408
QPMG130408-P SI60M040100-05510B TT15IPB 2
SOMG130408-C
QPMG150512
QPMG150512-P SI60M050110-07212B TI20TB 3
SOMG150512-C
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SPMG

General Indexable Drilling Insert

S
Dimension (mm) Grade
Insert Type Drilling Dia
IC S RE D1 GA4230 GS4130
SPMG050204-DM 5 2.38 2.2 0.4 [ [} ®13.0~P15.0
SPMG060204-DM 6 2.38 2.6 0.4 [ ) [} ®15.5~P21.5
SPMGO07T308-DM 7.94 3.97 2.8 0.8 [ [} ®22.0~P27.5
SPMG090408-DM 9.8 4.3 4.2 0.8 [ ] [ ©28.0~d33.0
SPMG110408-DM 11.5 4.76 4.4 0.8 [ [ J ®33.0~d41.0
SPMG140512-DM 14.3 5.2 5.8 1.2 [ [ J ®42.0~d50.0
GA4230—General Grade @Stock OAvailable Upon Order

GS4130—Difficult to process material and unstable condition

WCMT

General Indexable Drilling Insert

o
S
Dimension (mm) Grade
Insert Type Drilling Dia
IC S RE D1 GA4230 GS4130
WCMT030208-DU 5.56 2.38 2.8 0.8 [ [} ®15.0~d20.5
WCMT040208-DU 6.35 2.38 29 0.8 [ ) [} ®21.0~P24.5
WCMT050308-DU 7.94 3.18 3.4 0.8 [ [} ®25.0~d30.0
WCMTO06T308-DU 9.52 3.97 3.8 0.8 [ ) [} ®30.5~d39.5
WCMT080412-DU 12.7 4.76 4.4 1.2 [ [} ®40.0~P60.0
GA4230—General Grade @Stock OAvailable Upon Order

GS4130—Difficult to process material and unstable condition
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MCMG

Spade Drill Inserts

132°

- =)

PL

A ?
DC
Dimensions (mm) Grade Dimensions (mm) Grade
Order No. Order No.
DC B PL GM3225 DC B PL  GM3225

MCMGO013003-DS 13 2.86 [} MCMG025004-DS 25 5.5 [ J
MCMGO013503-DS 13.5 2.97 [} MCMGO025504-DS 25.5 5.61 [ )
MCMGO014003-DS 14 3.08 [} MCMG026004-DS 26 5.72 [
MCMGO014503-DS 14.5 3.19 [} MCMGO026504-DS 26.5 5.83 [
MCMG015003-DS 15 3.3 [} MCMG027004-DS 27 5.94 (]
MCMGO015503-DS 15.5 318 3.41 [} MCMG027504-DS 27.5 6.05 [
MCMGO016003-DS 16 3.52 [ J MCMGO028004-DS 28 6.16 [
MCMGO016503-DS 16.5 3.63 [} MCMGO028504-DS 28.5 6.27 [ )
MCMGO017003-DS 17 3.74 [} MCMG029004-DS 29 6.38 [
MCMGO017503-DS 17.5 3.85 [} MCMG029504-DS 29.5 6.49 [ )
MCMGO0180T3-DS 18 3.96 [} MCMG030004-DS 30 6.6 [
MCMGO0185T3-DS 18.5 4.07 () MCMG030504-DS 30.5 476  6.71 (]
MCMGO0190T3-DS 19 418 [} MCMGO031004-DS 31 6.82 [
MCMGO0195T3-DS 19.5 4.29 [} MCMGO031504-DS 31.5 6.93 [
MCMGO0200T3-DS 20 4.4 [} MCMG032004-DS 32 7.04 [
MCMGO0205T3-DS 20.5 4.51 [} MCMGO032504-DS 32.5 7.15 [ )
MCMGO0210T3-DS 21 4.62 [} MCMGO033004-DS 33 7.26 [
MCMGO0215T3-DS 21.5 397 473 [ J MCMGO033504-DS 335 7.37 [
MCMG0220T3-DS 22 4.84 [} MCMGO034004-DS 34 7.48 [
MCMGO0225T3-DS 22.5 4.95 [} MCMGO034504-DS 34.5 7.59 [
MCMGO0230T3-DS 23 5.06 [} MCMGO035004-DS 35 7.7 [
MCMGO0235T3-DS 23.5 5.17 [} MCMGO035504-DS 35.5 7.81 [ )
MCMGO0240T3-DS 24 5.28 [} MCMGO036004-DS 36 7.92 [
MCMG0245T3-DS 245 239 b @Stock OAvailable Upon Order
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GSD

Side-fixed Type Flange Shank Helical Slot Tool Holder

DMM

)

bc

LS

LU

OAL

Indexable Drill Bit | HOLEMAKING TOOLS

Dimensions (mm) Net
Order No. Weight In Stock Screw Wrench
DC LU OAL DMM LS (kg)
GSD-125-04D-FC20 63.5 1421 0.24 [ ]
GSD-125-07D-FC20 13.0~15.0 1143 1929 0.27 [ J
GSD-125-11D-FC20 177.8 | 256.4 0.32 @)
20 50 SI52M025060-03712C TTO8PC
GSD-150-03D-FC20 63.5 1421 0.27 [
GSD-150-06D-FC20 15.5~17.5 1143 1929 0.31 [ J
GSD-150-10D-FC20 177.8 256.4 0.37 [ J
GSD-175-05D-FC25 117.5  210.8 0.51 [ ]
GSD-175-07D-FC25 18.0~21.5 1683 261.6 0.57 [
GSD-175-12D-FC25 269.9  363.2 0.75 [
25 56 SI52M030075-04212C TTOSPC
GSD-215-04D-FC25 117.5 210.8 0.60 @)
GSD-215-07D-FC25 22.0~245 1683 261.6 0.69 °
GSD-215-11D-FC25 269.9  363.2 0.94 °
GSD-245-04D-FC32 136.5 2394 0.93 [ ]
GSD-245-06D-FC32 25.0~29.0 187.3 290.2 1.05 [ ]
GSD-245-09D-FC32 288.9  391.8 1.41 @)
32 60 SI52M040095-05218C TT15PC
GSD-295-03D-FC32 136.5 239.4 1.07 @)
GSD-295-05D-FC32 30.0~36.0 187.3  290.2 1.28 [
GSD-295-08D-FC32 288.9 391.8 1.75 O

@Stock OAvailable Upon Order
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GSD

Side-fixed Type Flange Shank Straight Slot Tool Holder

s N ]
2 C__ D 2 8
LS B LU
OAL
Dimensions (mm) Net
Order No. Weight In Stock Screw Wrench
DC LU OAL DMM LS (kg)
GSD-125-01D-FC20-S 222 976 0.22 )
GSD-125-02D-FC20-S 130~ 15.0 349 1135 0.23 °
GSD-125-19D-FC20-S ' ' 295 | 373.9 0.47 )
GSD-125-25D-FC20-S 387 466 0.52 )
20 50 SI52M025060-03712C TTO8PC
GSD-150-01D-FC20-S 222 | 97.6 0.23 O
GSD-150-02D-FC20-S 155175 349 | 1135 0.24 )
GSD-150-16D-FC20-S ’ ' 295 | 373.9 0.56 )
GSD-150-22D-FC20-S 387 466 0.64 )
GSD-175-02D-FC25-S 47.6 | 131.8 0.39 )
GSD-175-03D-FC25-S 180~ 215 66.7  163.2 0.54 )
GSD-175-21D-FC25-S ' ' 457 | 550.5 0.98 @)
GSD-175-26D-FC25-S 569 | 658.5 0.96 )
25 56 SI52M030075-04212C TTO9PC
GSD-215-01D-FC25-S 476 1 131.8 0.43 @)
GSD-215-02D-FC25-S 66.7  163.2 0.49 ®
22.0~245
GSD-215-19D-FC25-S 457 | 550.5 1.29 )
GSD-215-23D-FC25-S 569  658.5 1.34 )
GSD-245-01D-FC32-S 57.2 | 1485 0.75 )
GSD-245-02D-FC32-S 85.7 | 188.6 1.01 )
25.0 ~29.0
GSD-245-17D-FC32-S 511 | 614.1 1.92 O
GSD-245-23D-FC32-S 692  795.1 2.07 o)
32 60 SI52M040095-05218C TT15PC
GSD-295-01D-FC32-S 57.2 | 1485 0.84 O
GSD-295-02D-FC32-S 85.7 188.6 0.95 )
30.0 ~36.0
GSD-295-14D-FC32-S 511 614.1 2.23 @)
GSD-295-19D-FC32-S 692  795.1 2.83 )
@Stock OAvailable Upon Order
List of tool accessories
Screw Wrench
Insert Diameter DC i :
order No. Schematlc order No. Schematlc Torque
Diagram Diagram Value
®13.0-®17.5 S152M025060-03712C TTO8PC 1
®18.0 - ®24.5 SI52M030075-04212C TTO9PC 1
®25.0 - ©36.0 S152M040095-05218C TT15PC 1.5
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Recommended Cutting Data
GUMD Bit-replaceable Drill Bit Series

Cutting Machining Diameter (Mm)

Workpiece Material Speed Vc
(m/min) 211 213 215 018 221

Low-carbon Steel, Long Chips

(<125HB) 60-100-140 = 0.14-0.2-0.28 0.16-0.24-0.3 | 0.18-0.26-0.33 = 0.20-0.28-0.35 = 0.25-0.34-0.42

Low-carbon Steel, Short 60 -100-
Chips, Free Cutting Steel 0.14-0.2-0.28 = 0.16-0.24-0.3 | 0.18-0.26-0.33 = 0.20-0.28-0.35  0.25-0.34-0.42
(<125HB) 140

High-carbon Steel and
Medium-carbon Steel 60-80-120 0.14-0.2-0.28 = 0.16-0.24-0.3 | 0.18-0.26-0.33 = 0.20-0.28-0.35 = 0.25-0.34-0.42
(<25HRC)

ﬂ A”°yft<e§'5ﬂ§g;5tee' 60-80-110 = 0.14-02-024  0.16-0.22-026 0.16-0.22-026 0.18-0.24-028 = 0.18-0.26-0.30

Alloy Steel, Tool Steel

(35-48HRC) 35-60-90 0.10-0.14-0.18 = 0.12-0.16-0.20 = 0.12-0.16-0.20 = 0.14-0.18-0.22 = 0.14-0.18-0.22

Ph and Ferritic,

Martensitic Steel 30-60-90 0.10-0.14-0.18  0.12-0.16-0.20 = 0.12-0.16-0.20 = 0.14-0.18-0.22 = 0.14-0.18-0.22
(<35HRC)

High Strength PH and

Ferritic, Martensitic Steel 30-50-80 0.10-0.14-0.18 = 0.12-0.16-0.20 = 0.12-0.16-0.20 = 0.14-0.18-0.22 = 0.14-0.18-0.22
(35-48HRC)

Austenitic Stainless Steels

(130- 200HB) 40-60-80 0.12-0.16-0.18 = 0.13-0.16-0.2 = 0.14-0.18-0.24 | 0.14-0.2-0.26 0.15-0.22-0.3

High Strength Austenitic and
M Cast Stainless Steel 40-60-80 0.08-0.1-0.13 | 0.09-0.11-0.13 | 0.10-0.12-0.14 | 0.10-0.12-0.14 = 0.12-0.14-0.16
(<25HRC)

Duplex Stainless Steel

(<30HRC) 30-45-60 0.08-0.1-0.13 | 0.09-0.11-0.13 = 0.10-0.12-0.14 = 0.10-0.12-0.14 = 0.12-0.14-0.16

Gray Cast Iron

(<HRC32) 60-120-160 = 0.14-0.22-0.28 ' 0.14-0.26-0.35 = 0.18-0.28-0.38 0.2-0.3-0.4 0.22-0.32-0.45

Alloy Cast Iron with Medium

m MaCh'”'”gc'gfsftf'Icr‘;';y' Nodular 6,100-140 = 0.14-0.20.25 = 0.14-0.22-03 0.16-:0.26-0.35  0.18-03-0.4  0.2-0.3-0.42

(<HRC28)

Difficult-to-machine High
Alloy Cast Iron, Nodular Cast
Iron
(<45HRC)

50-80-100 0.10-0.14-0.16 = 0.12-0.15-0.18 = 0.14-0.18-0.20 = 0.16-0.2-0.22  0.18-0.22-0.24
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Recommended Cutting Data

GHDS double helix internal cooling shallow hole drill

Feed (mm/rev) * Reference to Drill Bit Diameter *
. . Cutting Speed Vc
Workpiece Material (m/min)
®14.0 - 22.5 ©23.0 - 27.0 ®27.5 - 33.0 ®33.5 - 40.0
Low-carbon Steel,
Long Chips 160—240—300 0.04-0.06 0.04-0.06 0.04-0.08 0.04-0.08
(<125HB)
Low-carbon Steel, Short
Chips, Free Cutting Steel  140—180—220 0.04-0.10 0.04-0.12 0.06-0.16 0.08-0.18
(<125HB)
High-carbon Steel and
Medium-carbon Steel 140—180—220 0.04-0.10 0.04-0.12 0.06-0.16 0.08-0.18
(<25HRC)
Alloy Steel, Tool Steel
n (<35HRC) 100—160—200 0.04-0.10 0.06-0.12 0.08-0.16 0.08-0.18
Alloy Steel, Tool Steel
(35-48HRC) 80—160—200 0.04-0.10 0.06-0.12 0.08-0.16 0.08-0.18
Ph and Ferritic,
Martensitic Steel 80—160—200 0.03-0.08 0.04-0.12 0.08-0.14 0.08-0.16
(<35HRCQ)
High Strength PH and
Ferritic, Martensitic Steel 60—140—180 0.03-0.08 0.04-0.12 0.06-0.14 0.06-0.16
(35-48HRC)
Austenitic Stainless
Steels 100—140—200 0.04-0.10 0.06-0.12 0.06-0.14 0.06-0.16
(130- 200HB)
High Strength Austenitic
and Cast Stainless Steel 60—140—180 0.03-0.08 0.04-0.12 0.06-0.14 0.06-0.16
(<25HRC)
Duplex Stainless Steel
(<30HRC) 60—140—180 0.03-0.08 0.04-0.12 0.06-0.14 0.06-0.16
Gray Cast Iron 140—180—230 0.04-0.10 0.06-0.14 0.06-0.16 0.08-0.20
(<32HRC) . . . . . . . .
Alloy Cast Iron with
Medium Machining
Difficulty, Nodular Cast 120—160—200 0.04-0.10 0.06-0.14 0.06-0.16 0.08-0.20
Iron
(<28HRQ)
Difficult-to-machine High
Alloy Castlron, Nodular 44160200 0.04-0.10 0.06-0.12 0.08-0.16 0.08-0.18
Cast Iron
(<45HRC)
Nickel-Based/Iron-
Based/Cobalt-Based 30—50—80 0.03-0.06 0.04-0.08 0.04-0.10 0.06-0.12
B Heat-Resistant Alloy
Titanium Base + 30—50—70 0.03-0.08 0.04-0.10 0.04-0.10 0.06-0.12
Heat-Resistant Alloy
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Recommended Cutting Data
GSD Spade Dirill

Feed (mm/rev) * Reference to Drill Bit Diameter *
. . Cutting Speed Vc
Workpiece Material (m/min)
©13.0-17.5 ©18.0 - 24.0 ©25.0 - 35.0
Low-carbon Steel,
Long Chips 80—100—120 0.14-0.26 0.18-0.28 0.22-0.32
(<125HB)
Low-carbon Steel, Short
Chips, Free Cutting Steel 80—90—105 0.14-0.26 0.18-0.28 0.22-0.32
(<125HB)
High-carbon Steel and
Medium-carbon Steel 60—80—100 0.12-0.18 0.16-0.24 0.22-0.30
(<25HRCQ)
Alloy Steel, Tool Steel
n (<35HRC) 60—80—100 0.12-0.16 0.16-0.22 0.22-0.28
Alloy Steel, Tool Steel
(35-48HRC) 50—70—90 0.12-0.16 0.15-0.20 0.20-0.25
Ph and Ferritic,
Martensitic Steel 40—60—70 0.12-0.16 0.16-0.20 0.18-0.25
(<35HRQ)
High Strength PH and
Ferritic, Martensitic Steel 30—50—80 0.10-0.14 0.14-0.20 0.16-0.22
(35-48HRC)
Austenitic Stainless Steels
(130- 200HB) 30—40—50 0.08-0.14 0.12-0.20 0.14-0.22
High Strength Austenitic
and Cast Stainless Steel 20—40—50 0.08-0.14 0.12-0.20 0.14-0.22
(<25HRCQ)
Duplex Stainless Steel
(<30HRC) 20—40—50 0.08-0.14 0.12-0.20 0.14-0.22
Gray cast iron
(<32HRO) 80—100—120 0.18-0.25 0.25-0.30 0.30-0.35
Alloy Cast Iron with
Medium Machining Difficulty, g 100129 0.15-0.20 0.18-0.26 0.22-0.32
Nodular Cast Iron
(<28HRCQ)
Difficult-to-machine
High Alloy Cast Iron, 60—80—100 0.15-0.20 0.18-0.26 0.22-0.32
Nodular Cast Iron
(<45HRQ)
Tool Holders of Different Lengths
Various Tool Holder Lengths
Data - 8D>Drilling 12D=Drilling 16D=Drilling 20D>Drilling
Drilling Depth<8D Depth<12D Depth<16D Depth<20D Depth
QL) Refer to the Table Above 0.9 0.85 0.8 0.75
Speed
Feed Refer to the Table Above 0.95 0.9

Notes: The parameters recommended in the table are based on the premise of perfect equipment and efficiency. When in application,
reduce the speed and feed according to the actual situation of the equipment (reduce the speed by 20% and the feed by 10%).
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Summary of Indexable Drill Bit Accessories

Screw
e Order No. Torque Dimensions App_i_l(i)coa;ble
Nem  D1(mm) D2(mm) D3(mm) L(mm) L1(mm)
20, L SCCM022038B 0.6 2.2 2.7 1.8 3.8 0.7 GUMD
4 L SCCM025046B 0.9 2.5 3.0 2.0 4.6 0.9 GUMD
| ‘.3 SCCM030058B 1.1 3.0 3.6 2.4 5.8 1.0 GUMD
e SCCM035072B 1.3 3.5 4.0 2.6 7.2 1.7 GUMD
S Order No. Torque Dimensions ApF_’I_Ici)coalble
Nem A(mm) ®B(mm) C(mm) a®
SI60M020050-02704B 0.6 2.0 2.7 5.0 60 GHDS
SI60M022055-03107B 0.8 2.2 3.1 5.5 60 GHDS
SI60M025070-03509B 0.8 2.5 3.5 7.0 60 GHDS
SI60M030080-04210B 1.4 3.0 4.2 8.0 60 GHDS
SI60M040100-05510B 2.0 4.0 5.5 10.0 60 GHDS
SI60M050110-07212B 3.0 5.0 7.2 11.0 60 GHDS
SI52M025060-03712C 1.0 2.5 3.7 6.0 52 GSD
SI52M030075-04212C 1.0 3.0 4.2 753 52 GSD
SI52M040095-05218C 1.5 4.0 5.2 9.5 52 GSD
Wrench
Dimensions ‘
Shape Order No. Applicable Tool
A(mm) B(mm) C(mm) D(mm) ‘
TIO6KB 70 35 2 40 GUMD
TIO7KB 70 35 2.5 40 GUMD
TIO8KB 75 40 2.5 40 GUMD
TIO9KB 75 75 3 40 GUMD
TTOS5IPB 67 35 2 15 GHDS, GUMD
TTO6IPB 67 35 2 15 GHDS, GUMD
TTO7IPB 67 35 2.5 19 GHDS, GUMD
TTO8IPB 72 40 2.5 19 GUMD
TTO9IPB 74 40 3 24 GHDS, GUMD
TT15IPB 80 45 3.5 28 GHDS
TT20IPB 80 45 4 28 GHDS
TTO8PC 72 40 2.5 19 GSD
TTO9PC 74 40 3 24 GSD
TT15PC 80 45 3.5 28 GSD
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Rules for Order No. of Modular Boring System

GBR - RB

)

@)

C19

L ©

L22 R1

L© )

@ Series Name

@ Product Type

®) Interface Rod Diameter

GBR Gbr Boring System RB Modular Rough Boring Tool c19 Rod Diameter: 19mm
FB Modular Fine Boring Tool C25 Rod Diameter: 25mm
@ Active Length ® Type of Matched Tool Apron
L22 Effective Length 22mm R1 Matching R1 AROUQh Boring Tool
pron
L40 Effective Length 40mm o  Matching R2 Rough Boring Tool

Apron

F1

Matching F1 Fine Boring Tool
Apron
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Representation Rules for Small-Diameter Boring Tool Type (Order No.)

G M T (B) — T

) @) L ©) L© L ©)

(1 GESAC (2 Machining Material ® Machining Type
P-Plain Steel A-Universal (Without Chip Breaker)
M-stainless Steel T-boring
H-Hardness Steel P-profile Machining (22°)

Q-profile Machining (52°)

@ Tool Type @ Positioning Mode U-90° Cut-in Profile Machining
T-small-diameter Boring B-inclined Surface Positioning C-double Chamfers
Omit-flat Shank G-radial Square Slot

K-Radial Circular Slot

F-axial Square Slot

I-thread

D-Internal Hole Boring &
Chamfer & Grooving

X-back Boring

V-deep Axial Square Slot
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L10 (A) (-IC)

©) €I @)

® Left/right-handed @ Minig}gmel\::rchining ':glﬁtﬁig;:jnizs:gt (® Machining Length or Pitch
R-right-handed 25-D2.5 1. Boring, Circular Slot LO5-5mm
L-left-hand 30-D3 ROO-omit L10-10mm
40-D4 R05-R0.05 125-pitch 1.25
50-D5 R20-R0.2
60-D6 R40-R0.4
2. Square slot
Feature Code @ Cooling Mode W15-1.5mm
A-upgrade Code IC-Internal Cooling W20-2.0mm
3. Thread

Omitted-regular Product

Omitted-external Cooling

A60-partial Tooth Shape 60°

A55-partial Tooth Shape 55°

ISO-Metric System ISO

UN-American Standard UN
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Boring System Selection Logic

Determine Det;r]mlne

the Bore p M h‘e_ | 2

Diameter ac ‘|r‘1|ng
Precision

Boring Tool Series Boring Tool Type

Select rough boring or
fine boring according to
the requirements of the

Small-diameter boring
tool MB: D2-50 mm

Boring tool RB/FB:
D20-D212 mm
Bridge type boring
tool LRB/LFB:
D150-D850 mm
Large bridge-type
boring tool
HRBA/HFBA:
D850-D3,300 mm

wall of hole and bore
diameter tolerance.
The adjustment
precision of the rough
boring bore diameter is
approximately 0.5mm.
The adjustment
precision of the fine
boring bore diameter

is 0.01Tmm.

holder is generally
required.

Determine Determine
the Hole p  the Machine
Depth Interface
Length Range
(Extension Bar) Sl o
The maximum hole
depth is within 5D. BT
If it exceeds 5D,
a damping tool HSK

Bore Diameter Range of the Boring Tool System

Product Machine Range of Subdivision of
Category Interface Machining  Product Category
BT30/BT40/BT50 Rough Boring Tool
HSK63/HSK100 Bit RB
Rough BT40/BT50 ISO50/60 | Bridge Type Rough
Boring HSK100 Mandrel Boring Tool LRB
Bridge Type Rough
1SO50/60 Boring Tool for
mandrel Large Aluminum
Alloy HRBA
Miniature Diameter
Fine Boring Head
MB
BT30/BT40/BT50
HSK63/HSK100
Fine Boring Tool
Head FB
Fine ©2-®3300
Boring mm
BT40/BT50 Bridge Type Fine
HSK100 Boring Tool LFB
Bridge Type Fine
1SO50/60 Boring Tool for
mandrel Large Aluminum
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Alloy HRBA

Range of

Machining

©20-®3300mm

©20-®3300mm

®20-P3300mm

D2-d50mm

D20-P212mm

®150-d850mm

®850-d3300mm

Corresponding

Page Number

in the Product
Catalog

P186

P203

P207

P194

P191

P205

P207

Determine
the Machining
Material

Tip Seat + Insert

Insert shape, to
determine the tip
seat

Insert grade +
geometry

Machining
Depth

Adjustment
Precision

2.5D-5D

89mm-125mm 0.5 mm
169mm-
219mm
20mm-110mm
2.5D-5D
0.01 mm

87mm-125mm

167mm-
217mm



Combination Instructions of the Boring System

Boring System | HOLEMAKING TOOLS

Shank (See P199)

Equal Diameter Extension Bar
(See P197)

Unequal Diameter Extension Bar
(See P198)

Rough Boring Head (See P186)

Fine Boring Head (See P191)

Miniature Diameter Fine Boring Tool
Bit (See P194)

[ —

Rough Boring Inserts Holder
(See P187)

Fine Boring Inserts Holder (See P192)

Miniature Diameter Fine Boring Tool
Holder (See P195)

Rough Boring Inserts (See P210)

Fine Boring Inserts (See P210)

Fine Boring Inserts (See P210)
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Combination Instructions of the Boring System

~ Tt

Bridge Boring Tool Shank (See P208) Mandrel (See P209)

pmege ==

Bridge-type Rough Boring Bridge-type Fine Boring Tool G e Eofle Eltele T3 I3 ol e

Tool for Large Aluminum Alloy for Large Aluminum Alloy
Tool (See P203) (See P205) (See P207) (See P207)
Bridge-type Rough Boring Fine Boring Tool Apron Bridge-type Rough Boring Fine Boring Tool Apron
Tool Apron (See P204) (See P192) Tool Apron (See P204) (See P192)

Rough Boring Inserts Fine Boring Inserts Fine Boring Inserts Fine Boring Inserts
(See P210) (See P210) (See P210) (See P210)
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Insert Selection Table for Boring System

Insert Type | Order No. TipEgSIiSS R Geometry Selection Grade
ap<2mm,f<0.2mm/r  ap<3mm,f<0.3mm/r P/K M/S
CCMT060202 0.2 MM GP
CCMT060204 0.4 MM GP
CCMT060208 0.8 MM GP
CCMT09T302 0.2 MM GP
CCMT09T304 0.4 MM GP
CCMT09T308 0.8 MM GP
CCMT120404 0.4 GP GP
CCMT120408 0.8 GP GP
Rough TCMT110202 0.2 MM GP
Boring TCMT110204 0.4 MM GP GM3225 GM3225/GM3220
Inserts ' tcmT110208 0.8 MM GP
TCMT16T304 0.4 MM GP
TCMT16T308 0.8 MM GP
TCMT220408 0.8 GP GP
SCMT09T304 0.4 MM GP
SCMT09T304 0.4 MM GP
SCMTO09T308 0.8 MM GP
SCMT120404 0.4 GP GP
SCMT120408 0.8 GP GP
Insert Type OrelEr Ne. Tip:ggligs R Geometry Selection Grade
ap<2mm,f<0.2mm/r  ap<3mm,f<0.3mm/r P/K M/S
TBGT060102 0.2 P /
TBGT060104 0.4 P /
TPGH090202 0.2 P /
TPGH090204 0.4 P /
TPGH110301 0.1 P /
TPGH110302 0.2 P /
Fine Boring  1pGp110304 0.4 P /
Inserts
CCGT060201 0.1 G /
CCGT060202 0.2 G / GAT7115/GAT7120/GAT7125
CCGT060204 0.4 G /
CCGTO09T301 0.1 G /
CCGT09T302 0.2 G /
CCGT09T304 0.4 G /
TPGH090202 0.2 P /
TPGH090204 0.4 P /
M‘iniature TPGH110302 0.2 P /
Fa‘:g‘gﬁfnrg TPGH110304 0.4 P /
Inserts WBGT060102 0.2 BRG / GAT7110B
WBGT060102 0.2 BRN / GNT7110B
WBGT060102 0.2 BRP / GPT7110B
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Rough Boring Tool Bit

% N

oH
|
|

LF LF
A B
Shank | Effective| Forward Back Boring
. Diameter | Length | Boring | Forward Boring L . Tool Apron Locking | Disc Spring | Locking |Weight| In
Order No. |Diagram (mm) (mm) | Machining Tool Apron Rh:sde”?hl/:]ra) Back Boring Tool Apron Screw Washer Wrench (kg) |Stock
DCON | LF Range(mm) 9
GBR- 19 22 20-24 | DZR1D020-024 SCA-M040160-GBR | DSD4-GBR ' TH30L-GBR  0.05
ReCioloR | A 30-35 DZFR1D030-035-CC0690 [
19 22 23-27 | DZR1D023-027 SCA-M040160-GBR | DSD4-GBR ' TH30L-GBR  0.05
GBR- 33-41 DZFR2D033-041-CC0690 | SCA-M040160-GBR =DSD4-GBR ' TH30L-GBR 0.09
moneEm | O 25 25 2635  DZR2D026-035 [
40-48 DZFR2D040-048-CC0690 | SCA-M040160-GBR = DSD4-GBR | TH30L-GBR 0.09
GBR- 42-52 DZFR3D042-052-CC0690 | SCA-M050160-GBR | DSD5-GBR | TH40L-GBR  0.19
RBCI230R3 | A 32 30 33-41 DZR3D033-041 [}
51-61 DZFR3D051-061-CC0690 | SCA-M050160-GBR | DSD5-GBR | TH40L-GBR  0.19
GBR-

e 40 30 4155 | DZRA4D041-055 - - SCA-M060200-GBR | DSD6-GBR | TH50L-GBR| 0.25 =@
GBR- 53-65 DZFR4D053-065-CC0990 | SCA-M060200-GBR = DSD6-GBR | THSOL-GBR ~0.47
ReCAOLooRa | P 40 52 4155 | DZR4D041-055 [

64-76 DZFR4D064-076-CC0990 | SCA-M060200-GBR = DSD6-GBR | THS0L-GBR  0.47

53-69 DZFR5D053-069-CC0990 | SCA-M060200-GBR = DSD6-GBR | TH50L-GBR  0.86
RBcgggms A 50 57 55-70 | DZR5D055-070 68-84 DZFR5D068-084-CC0990 | SCA-M060200-GBR = DSD6-GBR THS0L-GBR 0.86 = @

83-99 DZFR5D083-099-CC0990 | SCA-M060200-GBR = DSD6-GBR | TH50L-GBR  0.86

GBR- 68-89 DZFR6D068-089-CC0990 | SCA-M080250-GBR = DSD8-GBR | TH60L-GBR  1.49
Receslssre | A 63 55 70-90  DZR6D070-090 ®

88-109 DZFR6D088-109-CC0990 | SCA-M080250-GBR = DSD8-GBR | TH60L-GBR 1.49

GBR- 88-110 DZFR7D088-110-CC1290 | SCA-M100300-GBR DSD10-GBR TH80L-GBR 1.73
mesE | © 63 55 90-110 | DZR7D090-110 [

108-130 DZFR7D108-130-CC1290 | SCA-M100300-GBR DSD10-GBR TH80L-GBR 1.73

GBR- 88-110 DZFR7D088-110-CC1290 | SCA-M100300-GBR DSD10-GBR TH80L-GBR 2.7
RBCOOLSSR7 | A 88 55 90-110 | DZR7D090-110 [}

108-130 DZFR7D108-130-CC1290 | SCA-M100300-GBR DSD10-GBR TH80L-GBR 2.77
GBR- 63 55 110-133 | DZR8D110-133 | 108-132 DZFR8D108-132-CC1290 | SCA-M100300-GBR DSD10-GBR TH80L-GBR 2.03 o

B

RBC63155R8 63 55 | 130153 | DZR8D130-153 | 128152 | DZFR8D128-152-CC1290 | SCA-M100300-GBR DSD10-GBR THSOL-GBR 2.03

GBR- 88 55 110-133 | DZR8D110-133 | 108-132 DZFR8D108-132-CC1290 | SCA-M100300-GBR DSD10-GBR TH80L-GBR 3.06 o
B

RBCIOL5SR8 88 55 | 130153 | DZR8D130-153 | 128152 | DZFR8D128-152-CC1290 | SCA-M100300-GBR DSD10-GBR TH8OL-GBR 3.06

The suitable tool apron needs to be ordered separately (see P187). @Stock OAvailable Upon Order

The suitable shank needs to be ordered separately (see P199).
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Rough Boring Inserts Tip Seat

DZ
/ﬁ%

/

WF

OAL

Order No. I\l;:?f?i:iifg L‘zjc‘jglecf\:gl;llg V';l:gtnh(;f;c))x T?rfrlnlieggfh Matched Insert TooIAprstZ?e/xjjusting /;I;ilfuitelitg Insegilr.:vcvking Ins;rl‘lcré.:él:ing W’:iztht Stlt?ck
(mm) (°) KAPR Wrench (kg)

GERDZRIDN2- 2024 90 136 16 CCMTO602 | SE-MO25050-GBR | TH13L-GBR | SL-MO25053-GBR TTO7P-GBR =~ 001 @
IR DIRIDNS 17 90 136 17 CCMT0602 | SE-MO025060-GBR | TH13L-GBR | SL-M025053-GBR TTO7P-GBR =~ 001 @
GERDZRIDIE | 2635 90 136 20 CCMT0602 | SE-MO25060-GBR | TH13L-GBR | SL-MO25053-GBR TTO7P-GBR =~ 001 @
GERDZRIDUSS 3341 90 15 26 CCMTO602 | SE-MO30080-GBR | THISL-GBR | SL-MO25053-GBR TTO7P-GBR =~ 002 @
R | 4155 90 18 32 CCMTO9T3 | SE-MO30100-GBR | THI5L-GBR  SL-MO40095-GBR TTISP-GBR | 0.03 @
GERDZRODISS 5570 90 18 45 CCMT09T3  SE-MO40100-GBR | TH20L-GBR SL-MO40095-GBR TT{SP-GBR | 005 @
GERDZRODOTO- 7090 90 30 59 CCMT1204 | SE-MOS0120GBR | TH25L-GBR | SL-MOSO128-GBR TT20P-GBR = 015 @
oo 90110 90 30 74 CCMT1204  SE-MOS0160-GBR | TH25L-GBR SL-MOS0128-GBR TT20P-GBR | 021 @
R 110133 90 30 85 CCMT1204 | SEMOS0160-GBR | TH25L-GBR SL-MOS0128-GBR TT20P-GBR | 025 @
GERDZRSDIS0 130153 90 30 9 CCMT1204 | SE-MOS0160-GBR | THZ25L-GBR | SL-MOSO128-GBR TT20P-GBR = 03 = @
GERDIRIDOSS 3341 90 15 26 TCMTI102 | SEMO30080GBR | THIsLGBR | VMO0 rrogoer 002 @
R D" 4155 90 18 32 TCMTI102 | SEMO30100GBR  THISLGBR | °"o20%%  TrogeGer | 003 @
GERDIRIDISS: | 5570 %0 18 45 TCMTI102 | SEMO40100GBR | THaoLGBR | “VMOZ0%% rrogoger | 005 @

@sStock OAvailable Upon Order
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Rough Boring Inserts Tip Seat

DZ

,%4)
~

L;L —

OAL

Range of | Tool Cutting
Order No. Machining | Edge Angle

(mm) (°) KAPR
IO | o
i
L o o
LD o153 o
IO py
IS o
it
O s
IS o
O o
D om0 |
IO o3
GBR-DZR8D130- 130-153 45

153-SC0945
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Width of Tool |Total Length
pron (mm)WF (mm) OAL

30 59
30 74
30 85
30 96
13.6 17
13.6 20
15 25
18 30
30 45
30 59
30 75
30 85
30 93

Matched Insert

TCMT16T3

TCMT16T3

TCMT16T3

TCMT16T3

CCMT0602

CCMT0602

CCMT0602

SCMT09T3

SCMT09T3

SCMTO09T3

SCMTO09T3

SCMT09T3

SCMT09T3

Tool Apron Adjusting
Screw

SE-M050120-GBR

SE-M050160-GBR

SE-M050160-GBR

SE-M050160-GBR

SE-M025060-GBR

SE-M025060-GBR

SE-M030080-GBR

SE-M030100-GBR

SE-M040100-GBR

SE-M050120-GBR

SE-M050160-GBR

SE-M050160-GBR

SE-M050160-GBR

Tip Seat
Adjusting
Wrench

TH25L-GBR

TH25L-GBR

TH25L-GBR

TH25L-GBR

TH13L-GBR

TH13L-GBR

TH15L-GBR

TH15L-GBR

TH20L-GBR

TH25L-GBR

TH25L-GBR

TH25L-GBR

TH25L-GBR

Insert Locking
Screw

SL-M040095-GBR

SL-M040095-GBR

SL-M040095-GBR

SL-M040095-GBR

SL-M025053-GBR

SL-M025053-GBR

SL-M025053-GBR

SL-M040095-GBR

SL-M040095-GBR

SL-M040095-GBR

SL-M040095-GBR

SL-M040095-GBR

SL-M040095-GBR

Insert Locking
Wrench

TT15P-GBR

TT15P-GBR

TT15P-GBR

TT15P-GBR

TTO7P-GBR

TTO7P-GBR

TT07P-GBR

TT15P-GBR

TT15P-GBR

TT15P-GBR

TT15P-GBR

TT15P-GBR

TT15P-GBR

Net

Weight
(kg)

0.15

0.21

0.25

03

0.01

0.02

0.04

0.13

0.21

0.25

In
Stoc

@)

k

@sStock OAvailable Upon Order



Enlarged Rough Boring Tool Apron

DZ

’%@
/'

WF

OAL

Order No.

GBR-DZR1D026-

030-CC0690

GBR-DZR2D033-
042-CC0690

GBR-DZR3D039-
047-CC0990

GBR-DZR4D053-
067-CC0990

GBR-DZR5D068-
083-CC1290

GBR-DZR6D088-
108-CC1290

GBR-DZR7D108-
128-CC1290

GBR-DZR2D033-
042-TC1190

GBR-DZR3D039-
047-TC1190

GBR-DZR4D053-
067-TC1190

GBR-DZR5D068-
083-TC1690

GBR-DZR6D088-
108-TC1690

GBR-DZR7D108-
128-TC1690

Range of | Cutting

Machining
(mm)

26-30

33-42

39-47

53-67

68-83

88-108

108-128

33-42

39-47

53-67

68-83

88-108

108-128

Tool

Edge

Apron

Angle (°) P
KapR | (MMW

90

90

90

90

920

90

90

920

90

90

90

90

90

13.6

13.6

20

30

30

20

30

30

24

29

38

52

68

83

24

29

38

52

68

83

Matched
Insert

CCMTO0602

CCMT0602

CCMTO9T3

CCMTO9T3

CCMT1204

CCMT1204

CCMT1204

TCMT1102

TCMT1102

TCMT1102

TCMT16T3

TCMT16T3

TCMT16T3

Tool Apron
Adjusting Screw

SE-M025050-GBR

SE-M025060-GBR

SE-M030080-GBR

SE-M030100-GBR

SE-M040100-GBR

SE-M050120-GBR

SE-M050160-GBR

SE-M025060-GBR

SE-M030080-GBR

SE-M030100-GBR

SE-M040100-GBR

SE-M050120-GBR

SE-M050160-GBR

Boring System |

Tip Seat
Adjusting
Wrench

TH13L-GBR

TH13L-GBR

TH15L-GBR

TH15L-GBR

TH20L-GBR

TH25L-GBR

TH25L-GBR

TH13L-GBR

TH15L-GBR

TH15L-GBR

TH20L-GBR

TH25L-GBR

TH25L-GBR

Insert Locking Screw

SL-M025053-GBR

SL-M025053-GBR

SL-M040095-GBR

SL-M040095-GBR

SL-M050128-GBR

SL-M050128-GBR

SL-M050128-GBR

SW-M025060-GBR

SW-M025060-GBR

SW-M025060-GBR

SL-M040095-GBR

SL-M040095-GBR

SL-M040095-GBR

Insert

Locking
Wrench

TTO7P-GBR

TTO7P-GBR

TT15P-GBR

TT15P-GBR

TT20P-GBR

TT20P-GBR

TT20P-GBR

TTO8P-GBR

TTO8P-GBR

TTO8P-GBR

TT15P-GBR

TT15P-GBR

TT15P-GBR

Net

Weight

(kg)

0.01

0.01

0.02

0.05

0.07

0.26

0.02

0.05

0.07

0.19

0.26

HOLEMAKING TOOLS

In
Stock

o

@Stock OAvailable Upon Order
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Rough Boring Back Boring Tool Apron

DZF

OAL

Tool

Faligz el LUt g}lilqcfgl L-tle—(r)1tatlh Insert Locking |Insert Lockin NI In
Sk be, Ma(ﬁ:::;ng Arfdlgee(°) Apron (mr%) UTEEITE IN7PE Screw ° Wrench o Wﬁig)ht Stock
AR | (MMWF  OAL 9

GBR-DZFR1D030-035-CC0690 ' 30-35 90 10.3 21 CCMTO0602 SL-M025053-GBR| TTO7P-GBR = 0.01 [}
GBR-DZFR2D033-041-CC0690  33-41 90 10.3 23 CCMTO0602 SL-M025053-GBR' TTO7P-GBR = 0.01 [}
GBR-DZFR2D040-048-CC0690 = 40-48 90 10.3 26.6 CCMT0602 SL-M025053-GBR TTO07P-GBR @ 0.02 [}
GBR-DZFR3D042-052-CC0690  42-52 90 10.3 30.2 CCMT0602 SL-M025053-GBR TTO07P-GBR = 0.02 [}
GBR-DZFR3D051-061-CC0690  51-61 90 10.3 35 CCMT0602 SL-M025053-GBR' TTO7P-GBR | 0.03 @
GBR-DZFR4D053-065-CC0990  53-65 90 16.6 36.6 = CCMTO9T3 |SL-M040095-GBR TT15P-GBR @ 0.06 [}
GBR-DZFR4D064-076-CC0990 = 64-76 90 16.6 42.3 | CCMTO9T3 SL-M040095-GBR' TT15P-GBR @ 0.07 [}
GBR-DZFR5D053-069-CC0990 = 53-69 90 16.6 45 CCMTO9T3 SL-M040095-GBR' TT15P-GBR = 0.06 [}
GBR-DZFR5D068-084-CC0990 = 68-84 90 16.6 52.8 CCMTO09T3 SL-M040095-GBR TT15P-GBR @ 0.08 [}
GBR-DZFR5D083-099-CC0990  83-99 90 16.6 62 CCMTO9T3 SL-M040095-GBR' TT15P-GBR 0.1 [}
GBR-DZFR6D068-089-CC0990 = 68-89 90 16.6 57.3  CCMTO09T3 SL-M040095-GBR TT15P-GBR @ 0.12 [ ]
GBR-DZFR6D088-109-CC0990  88-109 90 16.6 67.3 | CCMT09T3 SL-M040095-GBR TT15P-GBR @ 0.16 @
GBR-DZFR7D088-110-CC1290 88-110 90 25.6 70.4  CCMT1204 SL-M050128-GBR TT20P-GBR @ 0.25 [}
GBR-DZFR7D108-130-CC1290 108-130 90 25.6 82.4 CCMT1204 SL-M050128-GBR TT20P-GBR @ 0.31 [}
GBR-DZFR8D108-132-CC1290  108-132 90 25.6 82.3 CCMT1204 SL-M050128-GBR TT20P-GBR @ 0.29 [}
GBR-DZFR8D128-152-CC1290 128-152 90 25.6 92.1 CCMT1204 SL-M050128-GBR' TT20P-GBR = 0.36 [}

@Stock OAvailable Upon Order
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Fine Boring Tool Head

Boring System |

HOLEMAKING TOOLS

z
—1r g
a
B
Shank Effective Forvyard Back Boring
o ) Diameter Length Bor!ng quward Machining Back Boring Weight
rder No. Diagram [ e Melg:]lgleng Bo;:;rgo‘:']ool Range Tool Apron (kg) In Stock
DCON LF ) (mm)
19 34 20-26 DZFBF1A - - 0.07
GBR-FBC19L34F1 A 19 34 25-31 DZFBF1B - - 0.07 (]
19 34 30-36 DZFBF1C 30-36 DZFBF1C 0.07
25 37 26-34 DZFBF2A - - 0.13
GBR-FBC25L37F2 A 25 37 33-41 DZFBF2B 36-41 DZFBF2B 0.13 ([ ]
25 37 40-48 DZFBF2C 40-48 DZFBF2C 0.13
32 43 33-43 DZFBF3A 0.25
GBR-FBC32L43F3 A 32 43 42-52 DZFBF3B 47-52 DZFBF3B 0.25 (]
32 43 51-61 DZFBF3C 51-61 DZFBF3C 0.25
40 48 42-54 DZFBF4A 0.45
GBR-FBC40L48F4 A 40 48 53-65 DZFBF4B - - 0.45 ([ ]
40 48 64-76 DZFBF4C 0.45
40 70 42-54 DZFBF4A - - 0.65
GBR-FBC40L70F4 A 40 70 53-65 DZFBF4B 55-65 DZFBF4B 0.65 (]
40 70 64-76 DZFBF4C 64-76 DZFBF4C 0.65
50 75 53-69 DZFBF5A 62-69 DZFBF5A 1.12
GBR-FBC50L75F5 A 50 75 68-84 DZFBF5B 68-84 DZFBF5B 1.12 ([ ]
50 75 83-99 DZFBF5C 83-99 DZFBF5C 1.12
63 85 68-100 | DZFBF6-F7A 80-100 DZFBF6-F7A 2.1
GBR-FBC63L85F6 A 63 85 98-130 = DZFBF6-F7B 98-130 DZFBF6-F7B 2.1 (]
63 85 128-160 = DZFBF6-F7C 128-160 DZFBF6-F7C 2.1
63 85 100-152 DZFBF6-F7A 112-152 DZFBF6-F7A 2.97
GBR-FBC63L85F7 B 63 85 130-182 = DZFBF6-F7B 130-182 DZFBF6-F7B 297 (]
63 85 160-212 DZFBF6-F7C 160-212 DZFBF6-F7C 2.97
88 85 100-152 DZFBF6-F7A 112-152 DZFBF6-F7A 4.35
GBR-FBC9O0L85F7 B 88 85 130-182 DZFBF6-F7B 130-182 DZFBF6-F7B 4.35 ®
88 85 160-212 = DZFBF6-F7C 160-212 DZFBF6-F7C 4.35

The suitable tool apron needs to be ordered separately (see P192)
The suitable shank needs to be ordered separately (see P199)
The spindle needs to rotate in reverse during back boring machining.
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Fine Boring Tool Apron

)

Order No. Matched Insert Insert Locking Screw Insert Locking Wrench In Stock
GBR-DZFBF1ATB06 TBGT0601L SW-M020037-GBR TTO6P-GBR [ ]
GBR-DZFBF1BTB06 TBGT0601L SW-M020037-GBR TTO6P-GBR o
GBR-DZFBF1CTB06 TBGT0601L SW-M020037-GBR TTO6P-GBR [ J
GBR-DZFBF2ATP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [ J
GBR-DZFBF2BTP09 TPGH0902L SJ-M025060-GBR TTO8P-GBR [ ]
GBR-DZFBF2CTP09 TPGH0902L SJ-M025060-GBR TTO8P-GBR (]
GBR-DZFBF3ATP09 TPGH0902L SJ-M025060-GBR TTO8P-GBR [ ]
GBR-DZFBF3BTP09 TPGH0902L SJ-M025060-GBR TTO8P-GBR ()
GBR-DZFBF3CTP09 TPGH0902L SJ-M025060-GBR TTO8P-GBR [ ]
GBR-DZFBF4ATP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [ J
GBR-DZFBF4BTP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [ J
GBR-DZFBFACTP09 TPGH0902L SJ-M025060-GBR TTO8P-GBR (]
GBR-DZFBF5ATP09 TPGH0902L SJ-M025060-GBR TTO8P-GBR [ ]
GBR-DZFBF5BTP09 TPGH0902L SJ-M025060-GBR TTO8P-GBR (]
GBR-DZFBF5CTP09 TPGH0902L SJ-M025060-GBR TTO8P-GBR [ ]
GBR-DZFBF6-F7ATP11 TPGH1103L SJ-M030080-GBR TTO8P-GBR [
GBR-DZFBF6-F7BTP11 TPGH1103L SJ-M030080-GBR TTO8P-GBR [ J
GBR-DZFBF6-F7CTP11 TPGH1103L SJ-M030080-GBR TTO8P-GBR (]
GBR-DZFBF2ACC06 CCGT0602L SL-M025053-GBR TTO7P-GBR [ ]
GBR-DZFBF2BCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR (@)
GBR-DZFBF2CCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR (@)
GBR-DZFBF3ACC06 CCGT0602L SL-M025053-GBR TTO7P-GBR o
GBR-DZFBF3BCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR O
GBR-DZFBF3CCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR @)
GBR-DZFBF4ACC06 CCGT0602L SL-M025053-GBR TTO7P-GBR [ ]
GBR-DZFBF4BCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR (@)
GBR-DZFBF4CCCO06 CCGT0602L SL-M025053-GBR TTO7P-GBR (@)
GBR-DZFBF5ACC06 CCGT0602L SL-M025053-GBR TTO7P-GBR (]
GBR-DZFBF5BCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR (@)
GBR-DZFBF5CCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR @)
GBR-DZFBF6-F7ACC09 CCGTO09T3L SL-M040095-GBR TT15P-GBR [ ]
GBR-DZFBF6-F7BCC09 CCGTO9T3L SL-M040095-GBR TT15P-GBR (@)
GBR-DZFBF6-F7CCC09 CCGTO9T3L SL-M040095-GBR TT15P-GBR (@)

@Stock OAvailable Upon Order
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Boring System |

Matching Table of Fine Boring Accessories

Order No.

GBR-FBC19L34F1

LOCK screw

STA-M040040-GBR

Adjusting
Wrench

TH20L-GBR

Dial Locking Screw

SE-M040060xD2-GBR

Tool Apron Locking
Screw

SW-M040060-F-GBR

HOLEMAKING TOOLS

Tool Apron Locking
Wrench

TT15P-GBR

GBR-FBC25L37F2

STA-M040060-GBR

TH20L-GBR

SE-M040060xD2-GBR

SW-M040080-F-GBR

TT15P-GBR

GBR-FBC32L43F3

STA-M050080-GBR

TH25L-GBR

SE-M050080xD2.5-GBR

SSB-M050100-GBR

TH30L-GBR

GBR-FBC40L48F4

STA-M060100-GBR

TH30L-GBR

SE-M060100xD3.2-GBR

SSB-M050120-GBR

TH30L-GBR

GBR-FBC40L70F4

STA-M060100-GBR

TH30L-GBR

SE-M060100xD3.2-GBR

SSB-M050120-GBR

TH30L-GBR

GBR-FBC50L75F5

STA-M060120-GBR

TH30L-GBR

SE-M060100xD3.2-GBR

SSB-M060160-GBR

TH40L-GBR

GBR-FBC63L85F6

STA-M100160-GBR

TH50L-GBR

SE-M100160xD6-GBR

SSB-M080200-GBR

TH50L-GBR

GBR-FBC63L85F7

STA-M100160-GBR

TH50L-GBR

SE-M100160xD6-GBR

SSB-M080250-GBR

TH50L-GBR

GBR-FBC9O0L85F7

STA-M100200-GBR

TH50L-GBR

SE-M100200xD6-GBR

SSB-M080250-GBR

TH50L-GBR
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| Boring System

Miniature Diameter Fine Boring Head

! z
S S
e a
LF
Suitable
Machining BAERHYE SR H-Lcljgtler
Length Diameter Matching Tool | Tool Holder Adjusting ‘Weight| In
Ak b, Range (mm) (mm) §hank Holder Locking Screw Ol SR Wrench (kg) | Stock
(mm) DC Diameter
LF DCON
(mm)
DMM
MB10- STA-M060100- STA-M060100-
GBR-MBDO2- . 20 1o | MBOG+MBOG GBR GBR  |M30L-GBR 0z | @
22-C40L35 MB10 STA-M060100- STA-M060100- TH30L-GBR ’
GBR GBR
GBR-MBDO06- STA-M100160- STA-M100160-
50-C50L50 6-50 50 50 16 MB16 GBR GBR TH50L-GBR = 1.09 [ J
GBR-MBDO06- STA-M100160- STA-M100160-
50-C63L50 6-50 50 63 16 MB16 GBR GBR TH50L-GBR | 1.25 O

The suitable tool holder needs to be ordered separately (see P195)
The suitable shank needs to be ordered separately (see P199)
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Miniature Diameter Fine Boring Bar

MB

o)
OAL 8
Machining Range Dsal:ig:(er Total Length Iiﬁ;ttixe
Order No. (mm) (mm) Matched Insert In Stock
DC (mm) OAL (mm)
DCON LF
GBR-MB10D06-08L23WB06 06-08 10 53 20 WBGT0601 (]
GBR-MB10D08-10L25WB06 08-10 10 55 23 WBGT0601 (]
GBR-MB10D10-12L30WB06 10-12 10 60 30 WBGT0601 (]
GBR-MB10D12-14L36TP09 12-14 10 66 36 TPGH0902 [
GBR-MB10D14-16L42TP09 14-16 10 72 42 TPGH0902 (]
GBR-MB10D16-18L48TP11 16-18 10 78 48 TPGH1103 (]
GBR-MB10D18-20L54TP11 18-20 10 84 54 TPGH1103 (]
GBR-MB10D20-22L60TP11 20-22 10 90 60 TPGH1103 (]
GBR-MB16D06-08L23WB06 06-08 16 63 23 WBGT0601 (]
GBR-MB16D08-11L28WB06 8-11 16 68 28 WBGT0601 (]
GBR-MB16D10-13L36WB06 10-13 16 76 36 WBGT0601 (]
GBR-MB16D12-16L50TP09 12-16 16 90 50 TPGH0902 (]
GBR-MB16D15-21L60TP09 15-21 16 100 60 TPGH0902 °
GBR-MB16D20-26L64TP11 20-26 16 104 64 TPGH1103 (]
GBR-MB16D25-31L64TP11 25-31 16 104 64 TPGH1103 °
GBR-MB16D30-36L72TP11 30-36 16 112 72 TPGH1103 [
GBR-MB16D35-41L72TP11 35-41 16 112 72 TPGH1103 [ J
GBR-MB16D40-46L72TP11 40-46 16 112 72 TPGH1103 (]
GBR-MB16D44-50L72TP11 44-50 16 112 72 TPGH1103 (]

@sStock OAvailable Upon Order
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Vibration-resistant Miniature Diameter Fine Boring Bar

MB

2 [ R
OAL 8
Order No. e (mm) (g:li) e Matched Insert In Stock
DC DCON LF
GBR-MB06D02-03L10K 02-03 6 35 10 - O
GBR-MB06D03-04L15K 03-04 6 40 15 - (@)
GBR-MB06D04-06L20K 04-06 6 45 20 - O
GBR-MB10D06-08L40WB06K 06-08 10 70 40 WBGT0601 O
GBR-MB10D08-10L60WB06K 08-10 10 90 60 WBGT0601 (©)
GBR-MB10D10-12L75WB06K 10-12 10 105 75 WBGT0601 (@)
GBR-MB16D06-08L45WB06K 06-08 16 85 45 WBGT0601 O
GBR-MB16D08-11L60WB06K 08-11 16 100 60 WBGT0601 (@)
GBR-MB16D10-12L75WB06K 10-12 16 115 75 WBGT0601 O
GBR-MB16D12-14L90TP0O9K 12-14 16 130 90 TPGH0902 O
GBR-MB16D14-16L105TP09K 14-16 16 145 105 TPGHO0902 O
GBR-MB16D16-18L120TP0O9K 16-18 16 160 120 TPGH0902 (@)
GBR-MB16D18-20L135TP0O9K 18-20 16 175 135 TPGH0902 O
The minimum order quantity of D2-D6 solid cemented carbide boring tool holders is 5 pieces per order. @Stock OAvailable Upon Order

MBO06 must be clamped with the reducing sleeve MB10-MB06.

Reducing Sleeve for Miniature Diameter Fine Boring Tool Holder

MB

. L~ |
\ _/
Order No. D d LF In Stock
GBR-MB10-MB06 10 6 35 O
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Equal Diameter Extension Bar

EX

5 L -
8
LF
Shank Diameter Effective Length Weight
Order No. (mm) (mm) (kg) In Stock
DCON LF

GBR-EXC19L20 19 20 0.04 ®
GBR-EXC19L30 19 30 0.06 [
GBR-EXC25L30 25 30 0.1 ®
GBR-EXC25L45 25 45 0.16 ([ ]
GBR-EXC32L30 32 30 0.17 ®
GBR-EXC32L45 32 45 0.25 ®
GBR-EXC40L45 40 45 0.39 ®
GBR-EXC40L60 40 60 0.53 ®
GBR-EXC50L60 50 60 0.83 [
GBR-EXC50L90 50 90 1.25 ®
GBR-EXC63L60 63 60 1.32 ®
GBR-EXC63L100 63 100 2.22 ®
GBR-EXC90L105 88 105 4.59 ®

@sStock OAvailable Upon Order
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Unequal Diameter Extension Bar

m
X

IF
e LB1 °
LF
Shank Diameter of | Shank Diameter of the Effective
O Ne. the Connecting End Working End Length LB Weight In Stock
(mm) (mm) (mm) (kg)
DCONMS DCONws LF
GBR-EXC25-C19L40 25 19 40 26.5 0.1 [
GBR-EXC32-C19L40 32 19 40 27 0.14 [
GBR-EXC32-C25L35 32 25 35 22 0.16 °
GBR-EXC40-C19L50 40 19 50 35 0.25 [ J
GBR-EXC40-C25L50 40 25 50 38 0.28 [ ]
GBR-EXC40-C32L50 40 32 50 38 0.32 [ ]
GBR-EXC50-C19L60 50 19 60 40 0.38 [
GBR-EXC50-C25L50 50 25 50 33 0.4 [
GBR-EXC50-C25L80 50 25 80 63 0.51 [ J
GBR-EXC50-C32L50 50 32 50 33 0.54 °
GBR-EXC50-C32L80 50 32 80 63 0.64 [ ]
GBR-EXC50-C40L40 50 40 40 23 0.47 [ ]
GBR-EXC50-C40L70 50 40 70 53 0.82 [
GBR-EXC63-C19L70 63 19 70 36 0.84 [
GBR-EXC63-C25L70 63 25 70 54 0.69 [
GBR-EXC63-C25L95 63 25 95 79 0.98 [ ]
GBR-EXC63-C32L60 63 32 60 44 0.75 °
GBR-EXC63-C32L90 63 32 90 74 1.12 [ ]
GBR-EXC63-C40L50 63 40 50 34 0.8 [ ]
GBR-EXC63-C40L85 63 40 85 69 1.28 [
GBR-EXC63-C50L40 63 50 40 24 0.92 [
GBR-EXC63-C50L75 63 50 75 59 1.33 [ J
GBR-EXC90-C63L105 88 63 105 88 3.1 °

@Stock OAvailable Upon Order
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Shank

BT30/40/50

DCON

DCON

B
Interface §hank Effective .
Order No. Diagram Standards D1 CEle < Leinizin X1 Rivet el In Stock
SO (mm) (mm) (kg)
DCON LF
GBR-BT30-C19L70 B 30 31 19 70 38 M12 0.49 (J
GBR-BT30-C25L70 A 30 - 25 70 48 M12 0.52 °
GBR-BT30-C32L75 A 30 - 32 75 53 M12 0.64 ([ ]
GBR-BT30-C40L50 A 30 - 40 50 28 M12 0.55 (]
GBR-BT30-C50L50 A 30 - 50 50 28 M12 0.65 ( J
GBR-BT40-C19L70 B 40 31 19 70 38 M16 1.07 ( J
GBR-BT40-C25L50 A 40 - 25 50 23 M16 1.01 ( J
GBR-BT40-C25L85 A 40 - 25 85 58 M16 1.14 [}
GBR-BT40-C25L100 A 40 - 25 100 73 M16 1.16 ()
GBR-BT40-C32L50 A 40 - 32 50 23 M16 1.05 (]
GBR-BT40-C32L90 A 40 - 32 90 63 M16 1.28 ( J
GBR-BT40-C32L115 A 40 - 32 115 88 M16 1.4 [}
GBR-BT40-C40L50 A 40 - 40 50 23 M16 1.09 ( J
GBR-BT40-C40L100 A 40 - 40 100 73 M16 1.54 [}
GBR-BT40-C40L140 A 40 - 40 140 113 M16 1.89 ()
GBR-BT40-C50L50 A 40 - 50 50 23 M16 1.2 °
GBR-BT40-C50L100 A 40 - 50 100 73 M16 1.87 ([ ]
GBR-BT40-C50L150 A 40 - 50 150 123 M16 2.25 (]
GBR-BT40-C63L60 A 40 - 63 60 33 M16 1.45 ( J
GBR-BT40-C63L120 A 40 - 63 120 93 M16 2.74 [}
GBR-BT40-C63L165 A 40 - 63 165 138 M16 3.76 [}
GBR-BT50-C19L100 B 50 31 19 100 42 M24 3.65 °
GBR-BT50-C25L70 B 50 50 25 70 22 M24 6.66 ([ ]
GBR-BT50-C25L110 B 50 50 25 110 62 M24 3.76 [ J
GBR-BT50-C25L140 B 50 50 25 140 32 M24 4.17 ( J
GBR-BT50-C32L70 A 50 - 32 70 32 M24 6.64 ( J
GBR-BT50-C32L120 A 50 - 32 120 82 M24 3.93 ( J
GBR-BT50-C32L160 B 50 60 32 160 42 M24 4.8 °

@Stock OAvailable Upon Order
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Shank

BT30/40/50

s

s il —

[a] a 29,

LF
B
Interface shank Effective '
Order No. Diagram Standards D1 RIETIEEE etz X1 Rivet el In Stock
1SO (mm) (mm) (kg)
DCON LF

GBR-BT50-C40L70 A 50 - 40 70 32 M24 3.71 ( }
GBR-BT50-C40L110 A 50 - 40 110 72 M24 4.07 [
GBR-BT50-C40L160 A 50 - 40 160 122 M24 4.53 (]
GBR-BT50-C40L200 A 50 - 40 200 162 M24 4.83 [ ]
GBR-BT50-C50L70 A 50 - 50 70 32 M24 3.86 ( J
GBR-BT50-C50L110 A 50 - 50 110 72 M24 4.42 ®
GBR-BT50-C50L160 A 50 - 50 160 122 M24 5.13 ( J
GBR-BT50-C50L210 A 50 - 50 210 172 M24 5.89 [
GBR-BT50-C50L230 A 50 - 50 230 192 M24 6.06 ()
GBR-BT50-C50L250 A 50 - 50 250 212 M24 6.34 (]
GBR-BT50-C63L80 A 50 - 63 80 42 M24 412 (]
GBR-BT50-C63L12 A 50 - 63 120 82 M24 5.02 ®
GBR-BT50-C63L160 A 50 - 63 160 122 M24 5.94 ( J
GBR-BT50-C63L230 A 50 - 63 230 192 M24 7.52 [
GBR-BT50-C63L260 A 50 - 63 260 222 M24 8.16 ( J
GBR-BT50-C63L280 A 50 - 63 280 242 M24 8.6 [
GBR-BT50-C63L300 A 50 - 63 300 262 M24 9.05 ®
GBR-BT50-C90L100 A 50 - 88 100 62 M24 5.61 ®
GBR-BT50-C90L180 A 50 - 88 180 142 M24 9.2 ( J
GBR-BT50-C90L250 A 50 - 88 250 212 M24 12.34 [ )
GBR-BT50-C90L320 A 50 - 88 320 282 M24 15.48 ()
GBR-BT50-C90L350 A 50 - 88 350 312 M24 16.84 [

@Stock OAvailable Upon Order
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Shank

HSK63/100

-8
a ol - -
a
X1
LF
Interface §hank Effective .
Order No. Standards, D1 Bl <t Letnizit X1 Rivet el In Stock
S0 (mm) (mm) (kg)
DCON LF

GBR-HSKA63-C19L80 63 31 19 80 40 M18x1 0.9 (]
GBR-HSKA63-C25L80 63 - 25 80 54 M18x1 1 (]
GBR-HSKA63-C32L85 63 - 32 85 59 M18x1 1.1 (]
GBR-HSKA63-C32L120 63 - 32 120 94 M18x1 1.13 O
GBR-HSKA63-C40L80 63 - 40 80 54 M18x1 1.2 (]
GBR-HSKA63-C40L120 63 - 40 120 94 M18x1 1.42 O
GBR-HSKA63-C50L60 63 - 50 60 34 M18x1 1.3 (]
GBR-HSKA63-C50L115 63 - 50 115 89 M18x1 1.78 O
GBR-HSKA63-C63L70 63 - 63 70 44 M18x1 1.5 (]
GBR-HSKA63-C63L110 63 - 63 110 84 M18x1 2.02 O
GBR-HSKA100-C19L100 100 31 19 100 40 M24x1.5 2.4 (]
GBR-HSKA100-C25L115 100 50 25 115 70 M24x1.5 2.6 (]
GBR-HSKA100-C32L110 100 - 32 110 76 M24x1.5 2.8 (]
GBR-HSKA100-C40L105 100 - 40 105 76 M24x1.5 (]
GBR-HSKA100-C40L150 100 - 40 150 121 M24x1.5 O
GBR-HSKA100-C50L75 100 - 50 75 46 M24x1.5 B (]
GBR-HSKA100-C50L140 100 - 50 140 111 M24x1.5 3.43 [
GBR-HSKA100-C50L185 100 - 50 185 156 M24x1.5 4.1 O
GBR-HSKA100-C63L75 100 - 63 75 46 M24x1.5 34 (]
GBR-HSKA100-C63L165 100 - 63 165 136 M24x1.5 4.79 O
GBR-HSKA100-C63L215 100 - 63 215 186 M24x1.5 5.94 O
GBR-HSKA100-C90L125 100 - 88 125 96 M24x1.5 5.8 (]
GBR-HSKA100-C90L215 100 - 88 215 186 M24x1.5 9.82 O
GBR-HSKA100-C90L275 100 - 88 275 246 M24x1.5 12.58 O

@sStock OAvailable Upon Order
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Matching Table of Modular Boring Tool Accessories

| Boring System

Shanllggga’;\dard Torque Bolt Rubber Ring Locking Screw Locking Wrench
c19 TPD4X13.5-GBR RRD4-1-GBR STC-M040050-F-GBR TH20L-GBR
C25 TPD5X17-GBR RRD5-1-GBR STC-M050065-F-GBR TH25L-GBR
C32 TPD7X22-GBR RRD7-1-GBR STC-M060090-F-GBR TH30L-GBR
C40 TPD8.5X26.5-GBR RRD8.5-1.5-GBR STC-M080110-F-GBR TH40L-GBR
C50 TPD11X33-GBR RRD11-1.5-GBR STC-M100140-F-GBR TH50L-GBR
ce63 TPD14X43-GBR RRD14-1.5-GBR STC-M120180-F-GBR TH60L-GBR
c90 TPD18X56-GBR RRD16-1.5-GBR STC-M200280-F-GBR TH100L-GBR
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Bridge Type Rough Boring Tool

LRB

DC
— 0 }
L | DC |
-|'_'| N @ ‘ EI
[ ] _
i | H
| ||
A B
Machining .
Effective Length . .
Order No. Diagram I (mm) Maln Sl g Tip seat In Stock
(mm) LE interface (kg)
DC
GBR-LRBD150-210C63 A 150-210 99 63 5.1 LDZD150 @)
GBR-LRBD150-210C90 A 150-210 99 C90 5.4 LDZD150 (@)
GBR-LRBD210-290C32 B 210-290 89 LBC32 4.83 LDZD150 @)
GBR-LRBD290-370C32 B 290-370 89 LBC32 6.13 LDZD150 @)
GBR-LRBD370-490C32 B 370-490 100 LBC32 12.64 LDZD370 O
GBR-LRBD490-610C32 B 490-610 115 LBC32 17.22 LDZD370 @)
GBR-LRBD610-730C40 B 610-730 120 LBC40 22.6 LDZD370 O
GBR-LRBD730-850C40 B 730-850 125 LBC40 26.83 LDZD370 (@)
GBR-LRBAD210-290C32 B 210-290 89 LBC32 2.92 LDZD150 @)
GBR-LRBAD290-370C32 B 290-370 89 LBC32 2.37 LDZD150 (@)
GBR-LRBAD370-490C32 B 370-490 100 LBC32 6.95 LDZD370 O
GBR-LRBAD490-610C32 B 490-610 115 LBC32 8.98 LDZD370 @)
GBR-LRBAD610-730C40 B 610-730 120 LBC40 10.43 LDZD370 O
GBR-LRBAD730-850C40 B 730-850 125 LBC40 11.91 LDZD370 @)
The suitable tool apron needs to be ordered separately (see P204) @Stock OAvailable Upon Order

The suitable shank needs to be ordered separately (see P199/P208)
If there is a problem of overweight quality during machining and weight reduction is required,
the letter "A" can be added after the series name, and a bridge-type boring tool with an
aluminum alloy tool bridge can be selected.
For example: The Order No. GBR-LRBD730-850C40 indicates a bridge-type boring tool with a
common steel tool bridge.
The Order No. GBR-LRBAD730-850C40 indicates a bridge-type boring tool with
an aluminum alloy tool bridge.
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Bridge-type Rough Boring Tool Apron

LDZ

Ocerto,  Moidhed | Imetloding insiiodtng | Toolteon | RGshng | S 1nsioc
rench
GBR-LDZD150CC1290 CCMT1204 SL-M050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.31 O
GBR-LDZD150TC1690 TCMT16T3 SL-M040095-GBR TT15P-GBR SE-M050200-GBR TH25L-GBR 0.31 @)
GBR-LDZD150TC2290 TCMT2204 SL-M050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.34 O
GBR-LDZD150SC1245 SCMT1204 SL-M050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.34 O
GBR-LDZD370CC1290 CCMT1204 SL-M050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.74 O
GBR-LDZD370TC1690 TCMT16T3 SL-M040095-GBR TT15P-GBR SE-M050200-GBR TH25L-GBR 0.74 O
GBR-LDZD370TC2290 TCMT2204 SL-MO050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.79 O
GBR-LDZD370SC1245 SCMT1204 SL-MO050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.79 O

@Stock OAvailable Upon Order

Matching Information Table of LRB Bridge-type Rough Boring

Accessories
Range of Machining
(mm) Tool Bridge Slider Slider Locking Screw | Tool Apron Locking Screw | Locking Wrench
DC
150210 BG150-210C63-GBR |  SL150-GBR SCA-M080350-GBR SCA-M080300-GBR TH60L-GBR
BG150-210C90-GBR |  SL150-GBR SCA-M080350-GBR SCA-M080300-GBR TH60L-GBR
210-290 BG210-290-GBR SL150-GBR SCA-M080350-GBR SCA-M080300-GBR TH60L-GBR
290-370 BG290-370-GBR SL150-GBR SCA-M080350-GBR SCA-M080300-GBR TH60L-GBR
370-490 BG370-490-GBR SL370-GBR SCA-M080350-GBR SCA-M080250-GBR TH60L-GBR
490-610 BG490-610-GBR SL370-GBR SCA-M080350-GBR SCA-M080250-GBR TH60L-GBR
610-730 BG610-730-GBR SL370-GBR SCA-M080350-GBR SCA-M080250-GBR TH60L-GBR
730-850 BG730-850-GBR SL370-GBR SCA-M080350-GBR SCA-M080250-GBR TH60L-GBR
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Bridge Type Fine Boring Tool

LFB

41
:Fg
)

')
ACT
L)

=
I::I"I
-

A B
Machining Effective
Order No. Diagram R(?:%? L?;?;;‘ Niiitr;rsfgigk Tip Seat W(elz(ig)ht In Stock
DC LF
GBR-LFBD150-210C63 A 150-210 97 c63 GBR-DZFBF5A 5.5 @)
GBR-LFBD150-210C90 A 150-210 97 C90 GBR-DZFBF5A 5.8 (@)
GBR-LFBD210-290C32 B 210-290 89 LBC32 GBR-DZFBF5A 6 (@)
GBR-LFBD290-370C32 B 290-370 89 LBC32 GBR-DZFBF5A 7.3 O
GBR-LFBD370-490C32 B 370-490 100 LBC32 GBR-DZFBF6-F7A 12.64 O
GBR-LFBD490-610C32 B 490-610 115 LBC32 GBR-DZFBF6-F7A 17.22 @)
GBR-LFBD610-730C40 B 610-730 120 LBC40 GBR-DZFBF6-F7A 22.6 O
GBR-LFBD730-850C40 B 730-850 125 LBC40 GBR-DZFBF6-F7A 26.83 (@)
GBR-LFBAD210-290C32 B 210-290 89 LBC32 GBR-DZFBF5A 4.01 @)
GBR-LFBAD290-370C32 B 290-370 89 LBC32 GBR-DZFBF5A 4.49 O
GBR-LFBAD370-490C32 B 370-490 100 LBC32 GBR-DZFBF6-F7A 8.9 O
GBR-LFBAD490-610C32 B 490-610 115 LBC32 GBR-DZFBF6-F7A 10.93 @)
GBR-LFBAD610-730C40 B 610-730 120 LBC40 GBR-DZFBF6-F7A 13.26 O
GBR-LFBAD730-850C40 B 730-850 125 LBC40 GBR-DZFBF6-F7A 15.3 @)
The suitable tool apron needs to be ordered separately (see P192) @Stock OAvailable Upon Order

The suitable shank needs to be ordered separately (see P199/P208)
If there is a problem of overweight quality during machining and weight reduction is required, a
bridge-type boring tool with an aluminum alloy tool bridge can be selected, and the letter "A" can
be added after the series name.
For example: The Order No. GBR-LFBD730-850C40 indicates a bridge-type boring tool with a
common steel tool bridge.
The Order No. GBR-LFBAD730-850C40 indicates a bridge-type boring tool with an
aluminum alloy tool bridge.
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Boring System

Matching Information Table of LFB Bridge-type Fine Boring Accessories

Range_of Fine . .
MEEIIG Tool Bridge Adjustment GeLitE R Slider Locking Screw g AP Log dig LOCK Screw
(mm) Module Module Screw
DC

150-210 BG150-210C63-GBR  TM150-GBR | CW150-GBR | SCA-M080350-GBR | SSB-M060160-GBR = STA-M060120-GBR
BG150-210C90-GBR TM150-GBR ' CW150-GBR = SCA-M080350-GBR = SSB-M060160-GBR = STA-M060120-GBR

210-290 BG210-290-GBR  TM150-GBR CW210-GBR | SCA-M080350-GBR = SSB-M060160-GBR ' STA-M060120-GBR

290-370 BG290-370-GBR | TM150-GBR| CW210-GBR | SCA-M080350-GBR = SSB-M060160-GBR = STA-M060120-GBR

370-490 BG370-490-GBR | TM370-GBR| CW370-GBR | SCA-M080350-GBR = SSB-M080250-GBR = STA-M100200-GBR

490-610 BG490-610-GBR  TM370-GBR CW370-GBR = SCA-M080350-GBR = SSB-M080250-GBR = STA-M100200-GBR

610-730 BG610-730-GBR TM370-GBR' CW370-GBR | SCA-M080350-GBR = SSB-M080250-GBR ' STA-M100200-GBR

730-850 BG730-850-GBR  TM370-GBR CW370-GBR = SCA-M080350-GBR = SSB-M080250-GBR = STA-M100200-GBR

Screw Wrench
SCA-M080350-GBR TH60L-GBR
STA-M060120-GBR TH30L-GBR
STA-M100200-GBR TH50L-GBR
SSB-M060160-GBR TH40L-GBR
SSB-M080250-GBR TH50L-GBR
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Large Aluminum Alloy Bridge-type Rough/fine Boring Tool

HRBA Rough Boring Tool

HOLEMAKING TOOLS

DC
\
W | ]
Iy [ \‘ | I
d
Machining Effective
Range Length ) Extension Adjusting . Weight | In
Order No. (mm) (mm) d Tool bridge Block Block Tip Seat (kg) Stock
DC LF
GBR-HRBAD850-1250 | 850-1250 169 60 BGA850-GBR  EBA400-GBR | SL150-GBR | GBR-LDZD150 30 O
GBR-HRBAD1200-1600 1200-1600 179 60 BGA1200-GBR EBA400-GBR SL150-GBR @ GBR-LDZD150 41 O
GBR-HRBAD1450-1850 1450-1850 189 60 BGA1450-GBR EBA400-GBR SL150-GBR | GBR-LDZD150 61 O
GBR-HRBAD1450-2090 1450-2090 199 60 BGA1450-GBR EBA640-GBR SL150-GBR @ GBR-LDZD150 71 (@)
GBR-HRBAD2050-2690 2050-2690 209 60 BGA2050-GBR EBA640-GBR SL150-GBR | GBR-LDZD150 M1 @)
GBR-HRBAD2660-3300 2660-3300 219 60 BGA2660-GBR EBA640-GBR SL150-GBR GBR-LDZD150 171 O

The suitable tool apron needs to be ordered separately. @Stock OAvailable Upon Order

HFBA Fine Boring Tool

Machining Effective

. Fine . .
OeE N, Range | Length d | Tool Bridge Extension Adjustment Counterweight Tip Seat Weight| In
(mm) (mm) Block Module (kg) | Stock
Module
DC LF
EBA400- GBR-
GBR-HFBAD850-1250 = 850-1250 167 60 BGA850-GBR GBR TM150-GBR| CW210-GBR DZFBFSA 31 O
BGA1200- EBA400- GBR-
GBR-HFBAD1200-1600 1200-1600 177 60 GBR GBR TM150-GBR CW210-GBR DZFBESA 42 O
BGA1450- EBA400- GBR-
GBR-HFBAD1450-1850 1450-1850 187 60 GBR GBR TM150-GBR| CW210-GBR DZFBFSA 62 O
BGA1450- EBA640- GBR-
GBR-HFBAD1450-2090 1450-2090 197 60 GBR GBR TM150-GBR CW210-GBR DZFBESA 72 O
BGA2050- EBA640- GBR-
GBR-HFBAD2050-2690 2050-2690 207 60 GBR GBR TM150-GBR' CW210-GBR DZFBF5A 112 O
BGA2660- EBA640- GBR-
GBR-HFBAD2660-3300 2660-3300 217 60 GBR GBR TM150-GBR CW210-GBR DZEBESA 172 (@)

The suitable tool apron needs to be ordered separately. @Stock OAvailable Upon Order
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Boring System

Bridge-type Boring Tool Shank

BT40/50

DCON
4

Shank Effective shank '
Order No. Standard Leiniziti d DIkl Tool Locking Screw Flat Key el In Stock
1SO (mm) (mm) (kg)
LF DCON
GBR-BT40LB-C32L60 BT40 60 32 100 SCAM120350-GBR | FK10-16X14-GBR =~ 2.52 O
GBR-BT50LB-C32L100 BT50 100 32 100 SCAM120350-GBR | FK10-16X14-GBR = 6.65 O
GBR-BT50LB-C32L150 BT50 150 32 100 SCAM120350-GBR  FK10-16X14-GBR ~ 8.74 (@)
GBR-BT50LB-C32L.200 BT50 200 32 100 SCAM120350-GBR  FK10-16X14-GBR | 10.44 (@)
GBR-BT50LB-C32L250 BT50 250 32 100 SCAM120350-GBR | FK10-16X14-GBR =~ 12.32 O
GBR-BT50LB-C32L300 BT50 300 32 100 SCAM120350-GBR  FK10-16X14-GBR = 14.21 O
GBR-BT50LB-C32L350 BT50 350 32 100 SCAM120350-GBR | FK10-16X14-GBR = 16.1 O
GBR-BT50LB-C40L100 BT50 100 40 136 SCAM160500-GBR | FK10-25X18-GBR 9.8 O
GBR-BT50LB-C40L250 BT50 250 40 136 SCAM160500-GBR | FK10-25X18-GBR 17 O
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Bridge-type Boring Tool Shank

HSK100
o

Boring System | HOLEMAKING TOOLS

z
& <IH
a Di
LF
Effective Shank
Skl Length Diameter Weight
Order No. Standard 9 d Tool Locking Screw Flat Key kg In Stock
150 (mm) (mm) (kg)
LF DCON
GBR-HSKA100LB-C32L100 HSKA100 100 32 100 SCAM120350-GBR | FK10-16X14-GBR 5.87 O
GBR-HSKA100LB-C32L150 HSKA100 150 32 100 SCAM120350-GBR  FK10-16X14-GBR 7.81 O
GBR-HSKA100LB-C32L200 HSKA100 200 32 100 SCAM120350-GBR | FK10-16X14-GBR 9.95 O
GBR-HSKA100LB-C40L100 HSKA100 100 40 136 SCAM160500-GBR | FK10-25X18-GBR 8.8 O
GBR-HSKA100LB-C40L250 HSKA100 250 40 136 SCAM160500-GBR | FK10-25X18-GBR 15.7 O
@Stock OAvailable Upon Order
Positioning mandrel
ISO v
'c RN | R
L
Shank Standard . In
Order No. o) d L Weight (kg) Stock
GBR-ISO50C40 50 40 26 1.94 (@)
GBR-ISO50C60 50 60 39 2.53 @)
GBR-ISO60C40 60 40 27 6.87 (@)
GBR-ISO60C60 60 60 43 7.54 @)

@Stock OAvailable Upon Order
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Boring System Insert Sizes and Specifications Information

IC
D1

R

Dimension Information Grade
Insert Type Diagram Specifications
IC S RE D1 GM3220 | GM3225

CCMT060202-MM 6.35 2.38 0.2 2.8 [ [ ]
CCMT060204-MM 6.35 2.38 0.4 2.8 (] ([ ]
CCMT060208-MM 6.35 2.38 0.8 2.8 [ [
CCMT09T302-MM 9.525 3.97 0.2 4.4 [ ([ ]
CCMT09T304-MM 9.525 3.97 0.4 4.4 [ [ J
CCMT09T308-MM 9.525 3.97 0.8 4.4 [ [
CCMT060202-GP 6.35 2.38 0.2 2.8
CCMT060204-GP 6.35 2.38 0.4 2.8 [
CCMT060208-GP 6.35 2.38 0.8 2.8
CCMT09T302-GP 9.525 3.97 0.2 4.4
CCMT09T304-GP 9.525 3.97 0.4 4.4 [
CCMT09T308-GP 9.525 3.97 0.8 4.4 [
CCMT120404-GP 12.7 4.76 0.4 5.5 [
CCMT120408-GP 12.7 4.76 0.8 5.5 [
CCMT120412-GP 12.7 4.76 1.2 5.5
TCMT110202-MM 6.35 2.38 0.2 2.8 [ [ ]

Rough Boring Inserts TCMT110204-MM 6.35 2.38 0.4 2.8 [ [
TCMT110208-MM 6.35 2.38 0.8 2.8 [ [
TCMT16T304-MM 9.525 3.97 0.4 4.4 [ [ J
TCMT16T308-MM 9.525 3.97 0.8 4.4 [ [
TCMT110202-GP 6.35 2.38 0.2 2.8
TCMT110204-GP 6.35 2.38 0.4 2.8 [
TCMT110208-GP 6.35 2.38 0.8 2.8 [
TCMT16T304-GP 9.525 3.97 0.4 4.4 [
TCMT16T308-GP 9.525 3.97 0.8 4.4 [
TCMT16T312-GP 9.525 3.97 1.2 4.4
TCMT220408-GP 12.7 4.76 0.8 5.5
SCMT09T304-MM 9.525 3.97 0.4 4.4 [ [
SCMTO09T308-MM 9.525 3.97 0.8 4.4 [ [
SCMTO09T304-GP 9.525 3.97 0.4 4.4
SCMTO09T308-GP 9.525 3.97 0.8 4.4 O
SCMT120404-GP 12.7 4.76 0.4 5.56 O
SCMT120408-GP 12.7 4.76 0.8 5.56 O

Notes: A blank grade indicates that this grade is not available for this specification, but other grades @Stock OAvailable Upon Order

can be selected. Please confirm with the salesperson before placing an order.
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Boring System Insert Sizes and Specifications Information

__lc
A
D1
EISERN

Dimension Information Grade
Insert type Diagram Specifications
IC S RE D1 GAT7115 | GAT7120 | GAT7125
é TBGT060102L-P 3.97 1.59 0.2 2.3 °
TBGT060104L-P 3.97 1.59 0.4 2.3 [}
TPGH090202L-P 5.56 2.38 0.2 25 [}
TPGH090204L-P 5.56 2.38 0.4 25 [}
TPGH110301L-P 6.35 3.18 0.1 34 [} [}
Fine Boring Inserts TPGH110302L-P 6.35 3.18 0.2 34 [} [}
TPGH110304L-P 6.35 3.18 0.4 34 [
CCGT060201L-G 6.365 2.38 0.1 2.8 [
CCGT060202L-G 6.35 2.38 0.2 2.8 °
CCGT060204L-G 6.365 2.38 0.4 2.8 O
CCGTO9T301L-G 9.54 3.97 0.1 4.4 [}
CCGTO09T302L-G 9.525 3.97 0.2 4.4 [}
CCGTO09T304L-G 9.54 3.97 0.4 4.4 [}
Dimension Information Grade
Insert Type Diagram Specifications
IC S RE D1 GAT7110B |GNT7110B|GPT7110B
WBGT060102-BRG 3.97 1.59 0.2 2.24 [}
Fine Boring WBGTO60102-BRN ~ 3.97 159 02 224 °
Inserts
WBGT060102-BRP 3.97 1.59 0.2 2.24 [}

@sStock OAvailable Upon Order
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Recommended Table of Rough Boring Cutting Data

Boring range D20-D35 D35-D55
Machined material O"&%‘;”g C“;t;)rzgm%pth 0.5-1.2 1225 0.8-1.5 1525
Tip radius angle 0.2 0.4 0.2-0.4 0.4
(mm)
Ve(m/min) 150-180 120-150 160-200 140-170
25 fz(mm/z) 0.1-0.2 0.08-0.2 0.15-0.2 0.1-0.175
Low-carbon Steel, Ve(m/min) 140-160 100-140 160-180 120-150
Long Cutting 4
(<125HB) fz (mm/z) 0.1-0.18 0.08-0.15 0.1-0.12 0.08- 0.1
ve(m/min) 60-80 40-60 60-90 50-60
° fz (mm/z) 0.06-0.12 0.06- 0.1 0.06-0.12 0.06- 0.1
Ve(m/min) 130-160 100-130 140-180 120-160
23 fz (mm/z) 0.08-0.15 0.08-0.12 0.08-0.2 0.06-0.12
High-carbon Steel )
Ty . . Ve(m/min) 110-140 80-110 100-140 80-120
Carbon Steel fz (mm/z) 0.08-0.12 0.08-0.1 0.08-0.15 0.06-0.15
(<25HRC)
Ve(m/min) 70-90 60-70 80-100 60-80
o fz (mm/z) 0.08- 0.1 0.06-0.08 0.06- 0.1 0.06-0.08
Ve(m/min) 140-160 90-120 150-180 100-130
25 fz (mm/z) 0.08-0.18 0.08-0.15 0.08-0.2 0.08-0.18
Alloy Steel, Tool Vc(m/min) 100-130 70-100 110-150 90-120
n (<§,t_:,e: Lc) N fz (mm/z) 0.08-0.15 0.06-0.12 0.08-0.18 0.08-0.15
ve(m/min) 80-100 60-90 80-100 70-90
° fz (mm/2) 0.08-0.15 0.06- 0.1 0.06-0.12 0.06-0.12
Ve(m/min) 130-150 120-140 130-150 120-140
23 fz (mm/z) 0.08-0.18 0.06-0.15 0.08-0.18 0.06-0.15
Alloy Steel, Tool Ve(m/min) 100-130 100-120 100-130 100-120
(35_5223,;@ 4 fz (mm/z) 0.08-0.15 0.06-0.13 0.08-0.15 0.06-0.13
Ve(m/min) 80-100 70-90 80-100 70-90
o fz (mm/z) 0.08-0.12 0.06- 0.11 0.08-0.12 0.06-0.11
Ve(m/min) 100-150 110-130 120-160 100-150
25 fz (mm/z) 0.08-0.15 0.06-0.12 0.08-0.18 0.06-0.12
PH and Ferritic, . Ve(m/min) 90-130 90-120 100-140 90-140
Martensitic Steel fz (mm/z) 0.08-0.12 0.06- 0.1 0.08-0.12 0.06- 0.1
ve(m/min) 60-90 50-70 60-90 50-70
° fz (mm/z) 0.06-0.1 0.06- 0.1 0.06-0.12 0.06- 0.1
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D55-D70 D70-D110 D110-D150 D150-
0.8-1.5 1.5-3.0 0.8-1.5 1.5-35 0.8-2.0 2.0-3.5 0.8-2.0 2.0-4.0
0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8
160-200 140-180 160-200 150-180 180-250 160-200 220-280 200-220
0.15-0.25 0.08-0.2 0.15-0.25 0.08-0.2 0.15-0.3 0.1-0.2 0.15-0.3 0.1-0.15
160-180 120-150 140-180 120-150 160-200 140-180 = =
0.1-0.12 0.08- 0.1 0.08-0.2 0.08-0.15 0.1-0.2 0.08-0.15 = =
70-90 50-70 70-100 50-70 - - - -
0.06- 0.1 0.06- 0.1 0.06- 0.1 0.06- 0.1 - - - -
140-180 120-160 140-180 120-160 150-170 100-140 100-140 80-120
0.08-0.25 0.08-0.18 0.15-0.3 0.12-0.2 0.15-0.25 0.1-0.2 0.15-0.3 0.1-0.2
100-140 80-120 120-150 100-140 100-130 80-110 - -
0.08-0.2 0.06-0.15 0.1-0.2 0.1-0.18 0.08-0.2 0.08-0.12 - -
80-100 60-80 80-100 60-80 - - - -
0.08-0.15 0.06- 0.1 0.08-0.12 0.08-0.12 - - - -
160-200 140-180 160-220 140-180 160-220 140-180 160-220 140-180
0.1-0.25 0.1-0.15 0.1-0.3 0.1-0.25 0.1-0.3 0.1-0.25 0.1-0.35 0.1-0.3
140-180 100-130 150-200 120-160 120-160 120-160 = =
0.08-0.18 0.08-0.12 0.1-0.2 0.08-0.18 0.1-0.2 0.08-0.18 = =
100-140 80-120 100-140 100-140 - - - -
0.06-0.15 0.08- 0.1 0.08-0.18 0.08-0.15 - - - -
140-170 120-150 160-200 140-180 140-200 140-180 140-200 140-180
0.08-0.2 0.08-0.18 0.1-0.3 0.1-0.25 0.1-0.35 0.1-0.3 0.1-0.35 0.1-0.3
120-150 100-120 140-160 120-140 150-180 120-140 - -
0.08-0.18 0.08-0.15 0.08-0.2 0.08-0.15 0.08-0.12 0.08-0.12 - -
100-120 70-90 100-120 70-90 - - - -
0.08-0.12 0.06- 0.11 0.08-0.16 0.08-0.12 - - - -
120-160 110-160 120-220 120-200 140-220 120-180 150-220 120-200
0.08-0.25 0.08-0.18 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08- 0.25
100-150 80-120 100-160 90-140 120-180 90-140 = =
0.08-0.18 0.08-0.12 0.08-0.25 0.08-0.18 0.08-0.25 0.08-0.18 = =
70-100 50-70 70-100 50-70 - - - -
0.06- 0.15 0.08- 0.1 0.08-0.2 0.08-0.15 - - - -
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Recommended Table of Rough Boring Cutting Data

Boring Range D20-D35 D35-D55
. ) Overhang Cutting Depth
Machined Material (D) A 0.5-1.2 1.2-2.5 0.8-1.5 1.5-2.5
lp Rl gl 0.2 0.4 0.2-0.4 0.4
RE(mm)
Ve(m/min) 110-130 100-130 120-150 110-140
2.5
fz (mm/z) 0.08-0.15 0.06- 0.12 0.08-0.18 0.06-0.12
Austenitic Ve(m/min) 80-110 80-110 90-130 90-120
Stainless Steels 4
(130-200HB) fz (mm/z) 0.08-0.12 0.06- 0.1 0.08-0.12 0.06- 0.1
. Ve(m/min) 60-90 50-70 60-90 50-70
fz (mm/z) 0.06-0.1 0.06- 0.1 0.06-0.12 0.06- 0.1
S Ve(m/min) 90-130 100-130 120-150 110-140
High Strength fz (mm/z) 0.08-0.15 0.06-0.12 0.08-0.18 0.06-0.12
Austenitic and Ve(m/min) 70-110 80-110 90-130 90-120
M Cast Stainless 4
Steel fz (mm/z) 0.08-0.12 0.06- 0.1 0.08-0.12 0.06- 0.1
(<25HRC) ] Ve(m/min) 60-90 50-70 60-90 50-70
fz (mm/z) 0.06-0.1 0.06- 0.1 0.06-0.12 0.06- 0.1
Ve(m/min) 80-120 70-110 100-150 90-140
2.5
fz (mm/z) 0.08-0.15 0.06-0.12 0.08-0.18 0.06-0.12
Duplex Sté;inless Ve(m/min) 70-100 70-100 80-130 70-120
Stee 4
(<30HRC) fz (mm/z) 0.08-0.12 0.06- 0.1 0.08-0.12 0.06- 0.1
. Ve(m/min) 60-90 50-70 60-90 50-70
fz (mm/z) 0.06-0.1 0.06-0.1 0.06-0.12 0.06- 0.1

214 _ GESAC



Boring System | HOLEMAKING TOOLS
D55-D70 D70-D110 D110-D150 D150-
0.8-1.5 1.5-3.0 0.8-1.5 1.5-3.5 0.8-2.0 2.0-3.5 0.8-2.0 2.0-4.0
0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8
110-160 100-150 120-200 100-160 120-200 100-160 120-200 100-180
0.08- 0.25 0.06-0.12 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25
100-150 90-130 100-150 90-140 100-160 90-140 = =
0.08-0.18 0.06- 0.1 0.08- 0.25 0.08-0.18 0.08-0.25 0.08-0.18 = =
70-100 50-70 70-100 50-70 - - - -
0.06-0.15 0.06- 0.1 0.08-0.2 0.08-0.15 - - - -
120-160 100-150 130-200 120-180 140-200 120-160 140-200 120-180
0.08-0.25 0.06-0.12 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25
100-150 90-130 110-150 90-150 100-160 90-140 - -
0.08-0.18 0.06- 0.1 0.08-0.25 0.08-0.18 0.08-0.25 0.08-0.18 - -
70-100 50-70 70-100 50-70 - - - -
0.06-0.15 0.06- 0.1 0.08-0.2 0.08-0.15 - - - -
110-150 100-150 130-180 120-180 120-200 100-160 120-200 100-180
0.08-0.25 0.06-0.12 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08- 0.25
90-140 90-130 100-140 90-140 100-160 90-140 = =
0.08-0.18 0.06- 0.1 0.08-0.25 0.08-0.18 0.08-0.25 0.08-0.18 = =
70-100 50-70 70-90 50-70 - - - -
0.06-0.15 0.06-0.1 0.08-0.2 0.08-0.15 - - - -

GESAC __215



HOLEMAKING TOOLS | Boring System

Recommended Table of Rough Boring Cutting Data

Boring Range D20-D35 D35-D55
Machined Material O"&%‘;”Q C”tﬂ;‘(?n?ne)pth 0.51.2 1225 0.8-1.5 1525
Tip Radius Angle 0.2 0.4 0.2-0.4 0.4
(mm)
Ve(m/min) 120-160 100-140 120-180 110-150
25 fz (mm/2) 0.06-0.15 0.06-0.18 0.06- 0.15 0.06-0.12
Gray Cast Iron Vc(m/min) 100-140 80-120 100-150 80-120
GG10-25 4
HB<200 fz (mm/2) 0.06-0.12 0.06- 0.1 0.06-0.12 0.06-0.1
Ve(m/min) 70-100 60-90 70-100 60-90
° fz (mm/z) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
Ve(m/min) 140-200 140-200 140-220 160-250
23 fz (mm/z) 0.06-0.15 0.06-0.18 0.06-0.15 0.06-0.18
m Gy e e . Ve(m/min) 120-160 120-160 120-180 140-200
GG25-40 fz (mm/z) 0.06-0.12 0.06-0.14 0.06-0.12 0.06-0.14
Ve(m/min) 70-100 60-90 70-100 60-90
o fz (mm/2) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
Ve(m/min) 120780 120-180 120-200 140-220
25 fz (mm/2) 0.06-0.15 0.06-0.18 0.06-0.15 0.06-0.18
Nodular Cast Iron . Ve(m/min) 120-160 120-160 120-180 140-200
fz (mm/2) 0.06- 0.12 0.06-0.14 0.06-0.12 0.06-0.14
Ve(m/min) 60-100 60-90 60-100 60-90
° fz (mm/z) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
Ve(m/min) 200-300 240-350 200-300 240-350
23 fz (mm/z) 0.06-0.2 0.06-0.25 0.06-0.2 0.06-0.25
Cast Aluminum Ve(m/min) 150-220 150-220 150-220 150-220
sﬂgy% N fz (mm/z) 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2
Ve(m/min) 60-100 60-100 60-100 60-100
° fz (mm/2) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
m Ve(m/min) 180-250 220-280 180-250 220-280
25 fz (mm/z) 0.06-0.2 0.06-0.25 0.06-0.25 0.06-0.25
Cast Aluminum Vc(m/min) 120-220 120-220 120-220 120-220
Sﬂ%ﬁ N fz (mm/2) 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2
Ve(m/min) 60-100 60-100 60-100 60-100
® fz (mm/2) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
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D55-D70 D70-D110 D110-D150 D150-
0.8-1.5 1.5-3.0 0.8-1.5 1.5-35 0.8-2.0 2.0-3.5 0.8-2.0 2.0-4.0
0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8
120-180 110-150 120-200 110-150 150-250 180-280 150-250 180-280
0.08-0.2 0.08-0.12 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.35 0.08-0.25 0.08-0.35
100-150 80-120 100-150 80-120 120-170 120-170 - -
0.08-0.12 0.08-0.1 0.08-0.18 0.08-0.2 0.08-0.18 0.08-0.25 = =
70-100 60-90 70-100 60-90 - - - -
0.08-0.1 0.08-0.1 0.08-0.15 0.08-0.12 - - - -
180-220 220-280 250-300 250-350 250-350 250-350 250-350 250-350
0.08- 0.2 0.1-0.25 0.12-0.35 0.12-0.35 0.15-0.3 0.15-0.4 0.15-0.3 0.15-0.4
140-180 180-220 200-270 230-300 200-300 200-270 - -
0.08-0.12 0.08-0.2 0.1-0.25 0.12-0.3 0.15-0.3 0.15-0.35 - -
60-100 60-120 70-150 60-120 - - - -
0.08-0.1 0.08-0.1 0.1-0.15 0.12-0.25 - - - -
180-220 180-240 200-240 200-280 200-280 220-300 220-300 220-300
0.08-0.18 0.1-0.2 0.12-0.3 0.12-0.3 0.15-0.3 0.15-0.35 0.15-0.3 0.15-0.35
140-200 160-220 160-220 180-240 180-250 200-270 = =
0.08-0.12 0.08-0.18 0.1-0.2 0.12-0.25 0.15-0.25 0.15-0.35 = =
60-90 60-100 60-100 60-100 - - - -
0.08-0.1 0.08-0.1 0.1-0.15 0.12-0.2 - - - -
200-300 240-350 200-300 240-350 200-300 240-350 200-300 240-350
0.06-0.25 0.06-0.3 0.06-0.25 0.06-0.3 0.06-0.25 0.06-0.4 0.06-0.25 0.06-0.4
150-220 150-220 150-220 150-220 150-220 150-220 - -
0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2 - -
60-100 60-100 60-100 60-100 - - - -
0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1 - - - -
180-250 220-280 180-250 220-280 180-250 220-280 180-250 220-280
0.06-0.25 0.06-0.3 0.06-0.25 0.06-0.3 0.06-0.3 0.06-0.4 0.06-0.3 0.06-0.4
120-220 120-220 120-220 120-220 120-220 120-220 - -
0.06-0.2 0.06-0.25 0.06-0.2 0.06-0.25 0.06-0.2 0.06-0.25 = =
60-100 60-100 60-100 60-100 - - - -
0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1 - - - -
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Recommended Table of Fine Boring Cutting Data

Feed
f(mm/rev)
. . . Cutting
. . Overhang Cutting speed Tip radius angle
Machined material (L/D) Ve(m/niin) RE(mm) Depth
Ap(mm)
R=0.2 R=0.4
2.5 200-300 0.05-0.08 0.08-0.1
Low-carbon Steel, Long
Cutting 4 160-250 0.05-0.08 0.08-0.1 0.1-0.25
<125HB
( ) 6 70-100 0.05-0.08 -
2.5 160-250 0.05-0.08 0.08-0.1
High-carbon Steel and
Medium-carbon steel 4 150-200 0.05-0.08 0.08-0.1 0.1-0.25
(<25HRC)
n 6 70-100 0.05-0.08 -
2.5 150-200 0.05-0.08 0.08-0.1
Alloy Steel, Tool Steel
(<35HRC) 4 120-160 0.05-0.08 0.08-0.1 0.1-0.25
70-80 0.05-0.08 -
25 120-160 0.05-0.08 0.08-0.1
Alloy Steel, Tool Steel
(35-48HRC) 4 100-140 0.05-0.08 0.08-0.1 0.1-0.25
70-100 0.05-0.08 -
2.5 160-210 0.05-0.08 0.08-0.1
M Stainless Steel 4 120-160 0.05-0.08 0.08-0.1 0.1-0.25
70-90 0.05-0.08
2.5 120-160 0.05-0.08 0.08-0.1
m Cast Iron 4 100-140 0.05-0.08 0.08-0.1 0.1-0.25
70-100 0.05-0.08 -
25 300-400 0.05-0.08 0.08-0.1
m Aluminum Alloy 4 250-350 0.05-0.08 0.08-0.1 0.1-0.25
100-150 0.05-0.08 -
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Instruction Manual for RB Rough Boring Tool

Various instructions:

1. Rough Boring Tool Apron

2. Adjusting Wrench

3. Tool

4. Torque Bolt

5. Locking Wrench

6. Tool Apron Locking Screw

7. Rough Adjustment Scale Line

Adjustment steps:

1. Loosen the 6# tool apron locking screw.

2. Roughly adjust the two tool aprons to be symmetrical according to the scale line. The size of the two tool tips should
be about 0.5mm smaller than the size to be machined.

3. Tighten the 6# tool apron locking screw to lock the tool apron. Turn the 2# adjusting screw and press it tightly against
the 6# tool apron locking screw to prevent tool deflection.

4. Conduct a trial boring, measure the size of the machined hole, compare it with the required size, and calculate the
smaller value.

5. Slightly loosen the 6# locking screw so that the 2# adjusting screw can push the tool apron to move.

6. Press the 2# adjusting screw tightly and compare it with a dial indicator to make the movement amount reach the
calculated smaller value.

7. Press the 6# locking screw tightly and machine the workpiece to the required size.
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Instruction Manual for FB Fine Boring Tool

Various instructions:

1. Fine Boring Inserts Holder

2. Tip Seat Locking Screw

3. Locking Screw

4. Fine Boring Tool

5. Torque Bolt for K Interface

6. Oil Nozzle

7. Dial

Adjustment steps:

1. Align the slot of the 1# fine boring tool apron in the correct direction and snap it into the boring head. First, lock the
3# locking screw, and then lock the 2# tool bit locking screw.

2. Rotate counterclockwise to loosen the 3# locking screw. Use an Allen key to turn the dial to adjust the tip seat to the
required position for the cutting diameter. Then, rotate the 3# locking screw clockwise to lock the tool. Each grid rotation
of the dial represents a diameter change of 0.07mm (clockwise rotation-increase, counterclockwise rotation-decrease).
3. Check the marking on the tool for the boring range of the tool bit. (Do not rotate the dial beyond the range.)

4. Conduct regular maintenance and inject lubricating oil (inject from the 6# oil nozzle).

5. Do not disassemble the parts sealed with red paint, otherwise, the accuracy of the boring head will be damaged.

6. When performing back boring machining, the rotation direction of the tool must be reversed.
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Instruction Manual for LRB Bridge-type Rough Boring Tool

Various instructions:

1. Shank

2. Tool Bridge

3. Tool Bridge Locking Screw

4. Slider Locking Screw

5. Slider

6. Tool Apron Adjusting Screw

7. Tool Apron

8. Tool Apron Locking Screw

Adjustment steps:

1. Loosen the 4# slider locking screw.

2. Roughly adjust the 5# slider and the 7# tool apron according to the scale line. The size of the tool tip should be about
0.5mm smaller than the size to be machined. [Note: Ensure the rough adjustment size by comprehensively adjusting the
positions of the 5# slider and the 7# tool apron and the position of the 4# slider locking screw.]

3. Tighten the 4# slider locking screw and the 8# tool apron locking screw. Turn the 6# tool apron adjusting screw and
press it tightly against the shank of the 8# locking screw to prevent tool deflection.

4. Conduct a trial boring, measure the size of the machined hole, compare it with the required size, and calculate the
smaller value.

5. Slightly loosen the 8# tool apron locking screw so that the 6# tool apron adjusting screw can push the 7# tool apron to
move.

6. Use a wrench to turn the 6# tool apron adjusting screw and compare it with a dial indicator to make the movement
amount reach the calculated smaller value.

7. Use a wrench to lock the 8# tool apron locking screw and machine the workpiece to the required size.
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Instruction Manual for LFB Bridge-type Fine Boring Tool

Various instructions:

1. Shank

2. Tool Bridge Locking Screw

3. Tool Bridge

4. Counterweight Block

5. Locking Screw

6. Oil Nozzle

7. Fine Boring Inserts Holder

8. Tool Apron Locking Screw

9. Fine Boring Tool

10. Lock Locking Screw

Adjustment steps:

1. Loosen the 5# locking screw.

2. Roughly adjust the 94# fine boring tool according to the scale line. The size of the tool tip should be about 0.5mm
smaller than the size to be machined. [Note: Ensure the rough adjustment size and the fine adjustment size by
comprehensively adjusting the 7# fine boring inserts holder and the 9# fine boring tool.]

3. Tighten the 5# locking screw.

4. Adjust the 4# counterweight block in the same way to adjust the dynamic balance.

5. Lock the 10# locking screw, conduct a trial boring, measure the size of the machined hole, compare it with the
required size, and calculate the smaller value.

6. Loosen the 10# locking screw, rotate the dial (each small grid rotation of the dial represents a diameter cutting depth
change of 0.01mm), and make the movement amount reach the calculated smaller value.

7. Lock the 10# locking screw and machine the workpiece to the required size.

8. Conduct regular maintenance and inject lubricating oil (inject from the 6# oil nozzle).
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Small Diameter Boring Tool-GMT Stainless Steel Series

GMT-AR GMT-TR GMT-PR GMT-QR

P225 P227 P230 P232

GMT-UR GMT-XR GMT-DR GMT-CR
P233 P234 P235 P236
GMT-GR GMT-KR GMT-FR GMT-IR
p237 P239 P240 P241

S,
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Small Diameter Boring Tool-GPT Common Steel Series

GPT-AR GPT-TR GPT-PR GPT-GR
P243 P245 P248 P250
GPT-FR GPT-IR
P252 P253

=

Small Diameter Boring Tool-GHT Hardness Steel Series

GHT-AR GHT-TR GHT-PR GHT-QR
P255 P257 P260 P262
GHT-GR GHT-FR GHT-IR
P263 P265 P266
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GMT Stainless Steel Series

GMT-AR

Universal Type-internal Hole Turning

o =
Minimum
Order No. F L1 S R D L2 H Machining  In Stock
Diameter
GMT-ART0R05L03 0.8 3 0.2 0.05 D4 40 3.7 1 ([ ]
GMT-AR15R10L05 1.2 5 0.2 0.1 D4 40 3.7 1.5 [ ]
GMT-AR20R10L07 1.7 7 0.2 0.1 D4 40 3.7 2 [ ]
GMT-AR25R10L07 7 [ ]
23 0.4 0.1 D4 40 3.7 2.5
GMT-AR25R10L12 12 [ ]
GMT-AR30R10L10 10 [ ]
2.7 0.4 0.1 D4 50 3.7 3
GMT-AR30R10L15 15 [ ]
GMT-AR35R15L10 10 [
3.2 0.5 0.15 D4 50 3.7 3.5
GMT-AR35R15L15 15 [ ]
GMT-AR40R15L10 10 [ ]
GMT-AR40R15L15 3.7 15 0.5 0.15 D4 50 3.7 4 [ ]
GMT-AR40R15L20 20 [ ]
GMT-AR45R15L15 15 [ ]
3.98 0.7 0.15 D4 50 3.7 4.5
GMT-AR45R15L20 20 @)
GMT-AR50R20L10 10 [
GMT-AR50R20L15 4.7 15 0.9 0.2 D6 50 5.7 5 [ ]
GMT-AR50R20L20 20 [
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-AR60R20L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray Cast Iron, Aluminum High-
C%Ibon steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy = temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O O O O O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-AR

Universal Type-internal hole turning

== Q
. e ) ] s )
_De—— 3 T @E

(S

,,,,,,, izl
of 1
Continued
Minimum
Order No. F L1 S R D L2 H Machining  In Stock
Diameter
GMT-AR55R20L10 10 [ ]
GMT-AR55R20L15 5.2 15 0.9 0.2 D6 50 5.7 5.5 [
GMT-AR55R20L20 20 [
GMT-AR60R20L10 10 [
GMT-AR60R20L15 5.7 15 0.9 0.2 D6 50 5.7 6 [
GMT-AR60R20L20 20 [
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GMT-AR60R20L20

Workpiece Material

E MmO D B H

1234 5 123 12 12 4 123 4 1 2
Forged

Gray CastIron, Aluminum High-

Carbon Steel, - Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy = temperature Titanium Alloy Hardened Hardened

Alloy Steel Tool Steel - Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) (@) O O O @) O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-TR

Durable Type-internal Hole Turning

i]VU’D—“— °I Q

- a— =)

Minimum
Order No. F L1 S R D L2 H Machining  In Stock
Diameter
GMT-TR10R00L04 0 ([ ]
0.85 4 0.15 D4 40 3.7 1
GMT-TR10R10L04 0.1 [ ]
GMT-TR15R05L05 0.05 ([ ]
1.3 5 0.2 D4 40 3.7 1.5
GMT-TR15R10L05 0.1 [ ]
GMT-TR20RO5L06 0.05 [ ]
1.8 6 0.25 D4 40 3.7 2
GMT-TR20R10L06 0.1 [ ]
GMT-TR25R05L07 0.05 [ ]
23 7 0.3 D4 40 3.7 2.5
GMT-TR25R10L07 0.1 [ ]
GMT-TR30R05L06 0.05 [ ]
GMT-TR30R10L06 6 0.1 [ ]
GMT-TR30R20L06 0.2 [ ]
GMT-TR30RO5L10 0.05 [ ]
2.7 0.3 D4 50 3.7 3
GMT-TR30R10L10 10 0.1 [
GMT-TR30R20L10 0.2 [ ]
GMT-TR30R10L15 15 0.1 ([ ]
GMT-TR30R20L15 0.2 [ ]
GMT-TR35R10L12 0.1 ([ ]
33 12 0.3 D4 50 3.7 3.5
GMT-TR35R20L12 0.2 [ ]
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-AR60R20L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray Cast Iron, Aluminum High-
Cir”bon steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@] O © O (@) @] (@)

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-TR

Durable Type-internal Hole Turning

DJQ

=

Continued
Minimum
Order No. F L1 S R D L2 H Machining  In Stock
Diameter
GMT-TR40R05L08 0.05 [
GMT-TR40R10L08 8 0.1 [
GMT-TR40R20L08 3.7 0.4 0.2 D4 50 3.7 4 [
GMT-TR40R10L10 10 0.1 [
GMT-TR40R20L10 0.2 [
GMT-TR40R05L15 0.05 [
GMT-TR40R10L15 15 0.1 [
GMT-TR40R20L15 3.7 0.4 0.2 D4 50 3.7 4 [
GMT-TR40R10L22 - 0.1 [
GMT-TR40R20L22 0.2 [ J
GMT-TR50R10L12 0.1 [
4.7 12 D5 50 4.7 5
GMT-TR50R20L12 0.2 [
GMT-TR50R10L20 0.1 [ J
20 0.5
GMT-TR50R20L20 0.2 [
47 D5 50 4.7 5
GMT-TR50R10L22 2 0.1 [
GMT-TR50R20L22 0.2 [
GMT-TR60R10L12 0.1 [
5.7 12 0.5 D6 50 4.7 5
GMT-TR60R20L12 0.2 [
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-AR60R20L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Cirliaon steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) @) @) (@) O (@) O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-TR

Durable Type-internal Hole Turning

[ g 3

i]VU’D—“— °I Q

=

Continued
Minimum
Order No. B L1 S R D L2 H Machining  In Stock
Diameter
GMT-TR60R10L20 0.1 [ ]
GMT-TR60R20L20 20 0.5 0.2 D6 50 5.7 6 (]
GMT-TR60R40L20 5.7 0.4 [ ]
GMT-TR60R10L22 0.1 @)
22 0.5 D6 50 5.7 6
GMT-TR60R20L22 0.2 [ ]
GMT-TR70R20L25 6.5 25 0.5 0.2 D7 50 6.7 7 (]
GMT-TR80R20L30 0.2 [ ]
7.5 30 0.5 D8 60 7.6 8
GMT-TR80R40L30 0.4 (]
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GMT-AR60R20L20

Workpiece Material

B MmO O B H

1234 5 123 12 12 4 123 4 1 2
Forged

Gray CastIron, Aluminum High-

Carbon Steel, - Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy = temperature Titanium Alloy Hardened Hardened

Alloy Steel Tool Steel - Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©] O © O (@) O O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-PR

Profile Turning

DJQ

Minimum
Order No. F L1 S R D L2 H Machining  In Stock
Diameter
GMT-PR10R00LO4 0 [
0.85 4 0.15 D4 40 3.7 1
GMT-PR10R05L04 0.05 [
GMT-PR20R05L06 0.05 [
1.8 5 0.3 D4 40 3.7 2
GMT-PR20R10L0O6 0.1 @)
GMT-PR30R05L06 0.05 [
GMT-PR30R10L0O6 2.7 6 0.3 0.1 D4 50 3.7 3 @)
GMT-PR30R20L0O6 0.2 [
GMT-PR30R0O5L10 0.05 [
GMT-PR30R10L10 10 0.1 [
GMT-PR30R20L10 2.7 0.3 0.2 D4 50 3.7 3 [
GMT-PR30R10L15 15 0.1 [
GMT-PR30R20L15 0.2 [ )
GMT-PR40R05L08 0.05 [
GMT-PR40R10L08 3.7 8 0.7 0.1 D4 50 3.7 4 [ J
GMT-PR40R20L08 0.2 [ J
GMT-PR40RO5L15 0.05 [ J
GMT-PR40R10L15 15 0.1 [ J
GMT-PR40R20L15 3.7 0.7 0.2 D4 50 3.7 4 [
GMT-PR40R10L22 2 0.1 [ J
GMT-PR40R20L22 0.2 [
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-PR60R20L22
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
C%:aon Steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I " Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
(@) (@) @) (@) O (@) O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-PR

Profile Turning

=

Continued
Minimum
Order No. F L1 S R D L2 H Machining  In Stock
Diameter
GMT-PR50R10L15 0.1 [ ]
4.7 15
GMT-PR50R20L15 0.2 [ ]
GMT-PR50R05L20 0.05 [ ]
GMT-PR50R10L20 20 1.2 0.1 D5 50 4.7 5 [ ]
GMT-PR50R20L20 4.7 0.2 [ ]
GMT-PR50R10L22 0.1 [ ]
GMT-PR50R20L22 2 0.2 (@)
GMT-PR60R10L15 0.1 [ ]
GMT-PR60R20L15 " 0.2 [ ]
GMT-PR60R05L20 0.05 [
GMT-PR60R10L20 5.7 20 1.2 0.1 D6 50 5.7 6 [
GMT-PR60R20L20 0.2 [ ]
GMT-PR60R10L22 0.1 (@)
GMT-PR60R20L22 2 0.2 @)
GMT-PR70R15L25 6.5 25 1.5 0.15 D7 50 6.7 7 ([ ]
GMT-PR80R20L22 22 0.2 O
GMT-PR80OR15L30 7.5 1.5 0.15 D8 60 7.6 8 ([ ]
GMT-PR80R30L30 % 0.3 ( J
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GMT-PR60R20L22

Workpiece Material

B MmO O B H

1234 5 123 12 12 4 123 4 1 2
Forged

Gray CastIron, Aluminum High-

Carbon Steel, | Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened

Alloy Steel Tool Steel L Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@] O © O (@) @] (@)

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-QR

Profile Turning

o
5 ) v -
~ e = )

H
H

H
H
g3
H

Minimum
Order No. F L1 S R D L2 H Machining  In Stock
Diameter
GMT-QR30R10L10 0.1 [
2.9 10 0.6 D4 50 3.7 3
GMT-QR30R20L10 0.2 [
GMT-QR40R10L10 0.1 [
3.9 10 0.8 D4 50 3.7 4
GMT-QR40R20L10 0.2 [
GMT-QR50R10L15 0.1 [
4.9 15 1.0 D5 50 4.7 5
GMT-QR50R20L15 0.2 [ J
GMT-QR60R10L15 0.1 [
5.9 15 1.0 D6 50 5.7 6
GMT-QR60R20L15 0.2 [
GMT-QR70R20L20 6.5 20 1.5 0.2 D7 50 6.7 7 [
GMT-QR80R10L25 0.1 [
7.5 25 2.0 D8 60 7.6 8
GMT-QR80R20L25 0.2 [
@stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-QR60R20L15
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
C%:aoonsféifl’ A.‘I_lcl)%): 2:22:’ Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy = temperature Titanium Alloy Ha;?:;ed Hag?ee;ed
Y Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) (@) O O O @) O

© Most Suitable O Suitable

232 _GESAC



Boring System | HOLEMAKING TOOLS

GMT Stainless Steel Series

GMT-UR

90° In-cut Profile Turning

==

Minimum
Order No. F L1 F1 S R D L2 H Machining  In Stock
Diameter
GMT-UR30R10L10 2.7 10 1.3 0.4 0.1 D4 50 3.7 3 [ ]
GMT-UR40R10L15 3.7 15 1.7 0.5 0.1 D4 50 3.7 4 [ ]
GMT-UR50R20L20 4.7 20 2.1 0.7 0.2 D5 50 4.7 5 [ ]
GMT-UR60R20L20 5.7 20 2.8 1 0.2 D6 50 5.7 6 [ ]
GMT-UR70R20L25 6.7 25 3.2 1 0.2 D7 50 6.7 7 [ ]
GMT-UR80R20L30 7.7 30 3.8 1 0.2 D8 60 7.6 8 [ ]
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-UR60R20L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
C%f?nsitifl' ﬁ_l‘l)%% 2;:::’ Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy = temperature Titanium Alloy Ha;?:er;ed Hag?:er}ed
Y Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O © O (@) @] (@)

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-XR

Reverse Boring

Boring System

L1

L2

DJQ

) s - |
Minimum
Order No. F W S L1 R D L2 H Machining  In Stock
Diameter
GMT-XR40R10L10 3.8 1.5 1.0 10.0 0.10 D4 50 3.7 4 ([ ]
GMT-XR50R15L15 4.8 2.0 1.5 15.0 0.15 D5 50 4.7 5 ([ ]
GMT-XR60R20L20 5.8 2.0 2.0 20.0 0.20 D6 50 5.7 6 ([ ]
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-XR60R10L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Carbon Steel, - Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy = temperature Titanium Alloy Hardened Hardened
Alloy Steel Tool Steel I - Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) (@) O O O @) O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-DR

Internal Hole Boring Tool Chamfer Grooving -

P= 19

Minimum
Order No. F L1 S R D L2 H W Machining  In Stock
Diameter
GMT-DR40R20L10 3.8 10 0.8 0.2 D4 50 3.7 1.5 4 O
GMT-DR50R20L15 4.8 15 1.2 0.2 D5 50 4.7 1.5 5 O
GMT-DR60R20L15 5.8 15 1.4 0.2 D6 50 5.7 1.5 6 O
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-DR60R20L15
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
CaArlt)on Steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O @) O (@) O O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-CR

Internal Hole Boring Tool and Chamfer _

Order No. F L1 S R D L2 H In Stock
GMT-CR40R20L10 2.8 10.0 0.5 0.2 D4 50 3.7 [ J
GMT-CR40R20L15 3.7 15.0 0.8 0.2 D4 50 3.7 [ J
GMT-CR50R20L15 4.7 15.0 1.2 0.2 D5 50 4.7 [ J
GMT-CR60R20L15 5.7 15.0 1.5 0.2 D6 50 5.7 [}

@Stock OAvailable Upon Order Unit (mm)

Ordering example: GMT-CR60R20L15

Workpiece Material

1234 5 123 12 12 4 123 4 1 2
Forged

Gray CastIron, Aluminum High-

C%:aoonsféifl’ A_\I_Icl:z 2:22:' Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy = temperature Titanium Alloy Ha;?:;ed Hag?ee;ed
Y Iron Aluminium Alloy

Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
(@) @) @) O O (@) O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-GR

Groovin
’ o= ]
%\ Lt
| L2
= — — BF
!
Minimum
Order No. W S L1 R F D L2 H Machining  In Stock
Diameter
GMT-GR30WO05L05 0.5 1.0 [
GMT-GR30WO08L05 0.8 1.0 [ J
5 0.05 2.8 D3 40 2.7 3
GMT-GR30W10L05 1.0 1.0 [ J
GMT-GR30W15L05 1.5 1.0 [
GMT-GR40WO05L05 0.5 1.0 [
GMT-GR40WO08L05 0.8 1.0 [ J
5 0.05 3.8 D4 40 3.7 4
GMT-GR40W10L05 1.0 1.5 [
GMT-GR40W15L05 1.5 1.5 [
GMT-GR50W10L05 1.0 1.5 [
GMT-GR50W12L05 1.2 1.5 [
5 0.1 4.8 D5 40 4.7 5
GMT-GR50W15L05 1.5 2.0 [
GMT-GR50W20L05 2.0 2.0 [
GMT-GR60W10L06 1.0 2.0 [
GMT-GR60W15L06 1.5 2.0 [
6 0.15 5.8 D6 40 5.7 6
GMT-GR60W20L06 2.0 2.0 L]
GMT-GR60W25L06 2.5 2.5 L]
GMT-GR80OW10L10 1.0 3.0 [ ]
GMT-GR80OW15L10 1.5 3.0 [
10 0.15 7.8 D8 50 7.6 8
GMT-GR80W20L10 2.0 3.0 [ ]
GMT-GR80W25L10 2.5 3.0 [ J
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-GR60B15L12
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
C%Ibon steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy = temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O @) ©] O O O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-GR

Grooving

6= . 9

Continued
Minimum
Order No. W S L1 R F D L2 H Machining  In Stock
Diameter
GMT-GR40WO05L10 0.5 1.0 [ ]
GMT-GR40W08L10 0.8 1.0 [
10 0.05 3.8 D4 50 3.7 4
GMT-GR40W10L10 1.0 1.5 [
GMT-GR40W15L10 1.3 1.5 [
GMT-GR50W10L10 1.0 1.5 [
GMT-GR50W12L10 1.2 1.5 [
10 0.1 4.8 D5 50 4.7 5
GMT-GR50W15L10 1.5 2.0 [
GMT-GR50W20L10 2.0 2.0 [
GMT-GR60W10L12 1.0 2.0 [
GMT-GR60W15L12 1.5 2.0 12 [
0.15 5.8 D6 50 5.7 6
GMT-GR60W20L12 2.0 2.0 [
GMT-GR60W25L16 2.5 2.5 16 [
GMT-GR80OW10L16 1.0 3.0 [
GMT-GR80W15L16 1.5 3.0 [
16 0.15 7.8 D8 50 7.6 8
GMT-GR80W20L16 2.0 3.0 [ ]
GMT-GR80W25L16 2.5 3.0 [ ]
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GMT-GR60B15L12

Workpiece Material

E MmO D B H

1234 5 123 12 12 4 123 4 1 2
Forged

Gray CastIron, Aluminum High-

Carbon Steel, | Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened

Alloy Steel Tool Steel " Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
(@) (@) @) (@) O (@) O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-KR

Arc Grooving

1= . Q

Minimum
Order No. E S L1 R D L2 H Machining In Stock
Diameter
GMT-KR40R50L10 3.8 1.0 10.0 0.5 [ ]
D4 50 3.7 4
GMT-KR40R75L10 3.8 1.0 10.0 0.75 [
GMT-KR60R50L15 5.8 1.5 15.0 0.5 [ ]
GMT-KR60R75L15 5.8 1.5 15.0 0.75 D6 50 5.7 6 [
GMT-KR60R100L15 5.8 1.5 15.0 1.0 [ ]
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-KR60R75L15
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-

Carbon Steel,  Alloy Steel, . N Hardened Hardened

Alloy Steel Tool Steel Stainless Steel NodtIJIar Cast AIon,' Qast Copper Alloy = temperature Titanium Alloy Steel Steel

ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O © O O O O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-FR

Grooving

-
4 T
= S O
S
Minimum
Order No. F L1 T W R D L2 H Machining  In Stock
Diameter
GMT-FR40WO5L15 1.0 0.50 [ ]
GMT-FR40WO08L15 1.5 0.75 [ ]
1.95 15 0.05 D4 50 3.5 6.0
GMT-FR40W10L15 1.5 1.00 [ ]
GMT-FR40W15L15 2.8 1.50 [ ]
GMT-FR50W08L22 1.5 0.75 [
GMT-FR50W10L22 1.5 1.00 [
2.45 22 0.1 D5 50 4.5 6.0
GMT-FR50W15L22 25 1.50 [
GMT-FR50W20L22 4.0 2.00 [
GMT-FR60W08L22 1.5 0.75 [
GMT-FR60W10L22 2.0 1.00 [ ]
GMT-FR60W15L22 2.95 22 3.0 1.50 0.1 D6 50 5.5 8.0 [
GMT-FR60W20L22 4.0 2.00 [
GMT-FR60W25L22 5.0 2.50 [ ]
GMT-FR80W15L20 4.0 1.50 [
GMT-FR80W20L20 4.0 2.00 [ ]
3.95 20 0.2 D8 50 7.5 10.0
GMT-FR80W25L20 5.0 2.50 [ ]
GMT-FR80W30L20 6.0 3.00 [ ]
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-FR60B15L22
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Cir”bon steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy = temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I " Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) @) @) (@) O (@) O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-IR

Threading for 60° Tool Alignment @ J Q
N————7

Minimum
Order No. F L1 S R D L2 H Machining  In Stock
Diameter
GMT-IR15A60L05 1.4 5.0 0.4 0.0 D4 50 3.7 1.5 (]
GMT-IR20A60L07 1.8 7.0 0.6 0.0 D4 50 3.7 2 [ ]
GMT-IR25A60L07 24 7.0 0.6 0.0 D4 50 3.7 2.5 (]
GMT-IR31A60L12 3.0 12.0 0.8 0.03 D4 50 3.7 3.1 [ ]
GMT-IR40A60L10 3.85 10.0 1.0 0.05 D4 50 3.7 4 O
GMT-IR40A60L15 3.85 15.0 1.0 0.05 D4 50 3.7 4 [ ]
GMT-IR50A60L15 4.8 15.0 1.5 0.08 D5 50 4.7 5 (]
GMT-IR50A60L22 4.8 22.0 1.5 0.08 D5 50 4.7 5 (@)
GMT-IR60A60L15 5.6 15.0 1.8 0.10 D6 50 5.7 6 O
GMT-IR60A60L20 5.6 20.0 1.8 0.10 D6 50 5.7 6 [ ]
GMT-IR80A60L22 7.8 22.0 2.2 0.10 D8 50 7.6 8 (]
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GMT-IR50A60L22
Workpiece Material
@ MmO D S| H
1234 5 123 12 12 4 123 4 1 2
Forged )
C%Ikg;nsf;ifl' ATI(I)%){ gt:g:’ Stainless Steel Gl\z?clitEESr:CI:;?' gli]cgllr%%%]] Copper Alloy temHKIIeirE;ture Titanium Alloy Ha;:l:er;ed Hag?:ged
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@] O © @) O O O

© Most Suitable O Suitable
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GMT Stainless Steel Series

GMT-IR

Threading for 55° Tool Alignment D[ Q

L

L2

g 1 .
E b | i

NS 2 AN
< i 7 |

Continued
Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GMT-IR40A55L15 3.85 15 1.0 0.05 D4 50 3.7 4 [ ]
GMT-IR50A55L15 4.8 15 1.5 0.08 D5 50 4.7 5 [ J
GMT-IR60A55L20 5.6 20 1.8 0.10 D6 50 5.7 6 [ ]
GMT-IR80A55L22 7.8 22 2.2 0.10 D8 50 7.6 8 [ J
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GMT-IR60A55L20

Workpiece Material

E MmO D B H

1234 5 123 12 12 4 123 4 1 2
Forged

Gray CastIron, Aluminum High-

Carbon Steel, | Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened

Alloy Steel Tool Steel L Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) @) @) (@) O (@) O

© Most Suitable O Suitable
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GPT Steel Parts Series

GPT-AR
Universal Type-internal Hole Turning t]yu\ih‘— °I Q
| L1 -H ]

h——= = ”(:E O

Continued
Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GPT-AR10R05L03 0.8 3 0.2 0.05 D4 40 3.7 1 (]
GPT-AR15R10L05 1.2 5 0.2 0.1 D4 40 3.7 1.3 [
GPT-AR20R10L07 1.7 7 0.2 0.1 D4 40 3.7 2 o
GPT-AR25R10L07 7 @)
2.3 0.4 0.1 D4 40 3.7 2.5
GPT-AR25R10L12 12 O
GPT-AR30R10L10 10 @)
2.7 0.4 0.1 D4 50 3.7 3
GPT-AR30R10L15 15 O
GPT-AR35R15L10 10 @)
3.2 0.5 0.15 D4 50 3.7 3.5
GPT-AR35R15L15 15 (]
GPT-AR40R15L10 10 [
GPT-AR40R15L15 3.7 15 0.5 0.15 D4 50 3.7 4 (]
GPT-AR40R15L20 20 O
GPT-AR45R15L15 15 O
3.98 0.7 0.15 D4 50 3.7 4.5
GPT-AR45R15L20 20 @)
GPT-AR50R20L15 15 [ ]
GPT-AR50R20L20 4.7 20 0.9 0.2 D6 50 5.7 5 [
GPT-AR50R20L25 25 O
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GPT-AR60R20L20

Workpiece Material

1234 5 123 12 12 4 123 4 1 2
Forged

Gray Cast Iron, Aluminum High-

Carbon Steel, | Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened

Alloy Steel Tool Steel L Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
(©) o O © O

© Most Suitable O Suitable
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GPT Steel Parts Series

GPT-AR
Universal Type-internal Hole Turning u[ D[
JLU&M— Q

1S ==

Continued
Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GPT-AR55R20L15 15 [ ]
GPT-AR55R20L20 5.2 20 0.9 0.2 D6 50 5.7 5.5 @)
GPT-AR55R20L25 25 O
GPT-AR60R20L15 15 @)
GPT-AR60R20L20 5.7 20 0.9 0.2 D6 50 5.7 6 [ J
GPT-AR60R20L25 25 [
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GPT-AR60R20L20

Workpiece Material

1234 5 123 12 12 4 123 4 1 2
Forged

Gray CastIron, Aluminum High-

Carbon Steel, | Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy | temperature Titanium Alloy Hardened Hardened

Alloy Steel Tool Steel - Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O O © O

© Most Suitable O Suitable
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GPT steel parts series

GPT-TR
Durable Type-internal Hole Turning i]V[LD_“— /] Q

Tk N —% 5 =,

Minimum
Order No. E L1 S R D L2 H Machining In Stock
Diameter
GPT-TR10R00L04 0 (@]
0.85 4 0.15 D4 40 3.7 1
GPT-TR10R10L04 0.1 O
GPT-TR15R05L05 0.05 (©]
1.3 5 0.2 D4 40 3.7 1.5
GPT-TR15R10L05 0.1 [
GPT-TR20R05L06 0.05 ©]
1.8 6 0.25 D4 40 3.7 2
GPT-TR20R10L06 0.1 [
GPT-TR25R05L07 0.05 O
23 7 0.3 D4 40 3.7 2.5
GPT-TR25R10L07 0.1 [ J
GPT-TR30R05L06 0.05 @)
GPT-TR30R10L06 6 0.3 0.1 D4 50 3.7 O
GPT-TR30R20L06 0.2 @)
GPT-TR30R05L10 27 0.05 3 O
GPT-TR30R10L10 ' 10 0.3 0.1 D4 50 3.7 [ ]
GPT-TR30R20L10 0.2 [
GPT-TR30R10L15 0.1 ([ ]
15 0.3 D4 50 3.7
GPT-TR30R20L15 0.2 O
GPT-TR35R10L12 0.1 O
33 12 0.3 D4 50 3.7 3.5
GPT-TR35R20L12 0.2 O
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GPT-TR60R20L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Cir”tgonsi;?j" ﬁ_lcl)%); g::::’ Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy = temperature Titanium Alloy Hag?:er}ed Hasr?:é}ed
Y Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) o @ © @

© Most Suitable O Suitable

GESAC __245



HOLEMAKING TOOLS | Boring System

GPT Steel Parts Series

GPT-TR
Durable Type-internal Hole Turning :[yU,D_“—) 5 Q

/ ' - R i | 7 &
h ,,, = Lo A
of ol R
Continued
Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GPT-TR40R05L08 0.05 O
GPT-TR40R10L08 8 0.1 D4 50 3.7 @)
GPT-TR40R20L08 3.7 0.4 0.2 4 @)
GPT-TR40R10L10 0.1 [
10 D4 50 3.7
GPT-TR40R20L10 0.2 [
GPT-TR40R05L15 0.05 @)
GPT-TR40R10L15 15 0.1 [
GPT-TR40R20L15 3.7 0.4 0.2 D4 50 3.7 4 [
GPT-TR40R10L22 - 0.1 @)
GPT-TR40R20L22 0.2 @)
GPT-TR50R10L12 0.1 @)
4.7 12 0.5 D5 50 4.7 5
GPT-TR50R20L12 0.2 (@)
GPT-TR50R10L20 - 0.1 [
GPT-TR50R20L20 0.2 [
4.7 0.5 D5 50 4.7 5
GPT-TR50R10L22 2 0.1 O
GPT-TR50R20L22 0.2 @)
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GPT-TR60R20L20

Workpiece Material

B MmO D B H

1234 5 123 12 12 4 123 4 1 2
Forged

Gray CastIron, Aluminum High-

Carbon Steel, | Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy | temperature Titanium Alloy Hardened Hardened

Alloy Steel Tool Steel L Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
© O O © O

© Most Suitable O Suitable
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GPT Steel Parts Series

GPT-TR
Durable Type-internal Hole Turning i]V[LD_“— /] Q

iy N —% 5 =,

Continued
Minimum
Order No. E L1 S R D L2 H Machining In Stock
Diameter
GPT-TR60R10L12 0.1 O
5.7 12 0.5 D6 50 5.7 6
GPT-TR60R20L12 0.2 [
GPT-TR60R10L20 0.1 (]
GPT-TR60R20L20 20 0.2 [
GPT-TR60R40L20 5.7 0.5 0.4 D6 50 5.7 6 °
GPT-TR60R10L22 ” 0.1 @)
GPT-TR60R20L22 0.2 (]
GPT-TR70R20L25 6.5 25 0.5 0.2 D7 50 6.7 7 [
GPT-TR80R20L30 0.2 (]
7.5 30 0.5 D8 60 7.6 8
GPT-TR80R40L30 0.4 [
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GPT-TR60R20L20

Workpiece Material

B MmO D B H

1234 5 123 12 12 4 123 4 1 2
Forged

Gray CastIron, Aluminum High-

Carbon Steel,  Alloy Steel, . o Hardened Hardened

Alloy Steel Tool Steel Stainless Steel Nodular Cast AIon,' (;ast Copper Alloy | temperature Titanium Alloy Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
(©) O O ©) O

© Most Suitable O Suitable
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GPT Steel Parts Series

GPT-PR
Profile Turning “I QU D[ Q

Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GPT-PR10R00L0O4 0 @)
0.85 4 0.15 D4 40 3.7 1
GPT-PR10R0O5L04 0.05 @)
GPT-PR20R0O5L06 0.05 O
1.8 6 0.3 D4 40 3.7 2
GPT-PR20R10L06 0.1 [ ]
GPT-PR30R0O5L06 0.05 @)
GPT-PR30R10L06 2.7 6 0.3 0.1 D4 50 3.7 3 [
GPT-PR30R20L06 0.2 O
GPT-PR30RO5L10 0.05 O
GPT-PR30R10L10 10 0.3 0.1 D4 50 3.7 3 [ ]
GPT-PR30R20L10 2.7 0.2 O
GPT-PR30R10L15 0.1 O
15 0.3 D4 50 3.7 3
GPT-PR30R20L15 0.2 O
GPT-PR40R0O5L08 0.05 O
GPT-PR40R10L08 3.7 8 0.7 0.1 D4 50 3.7 4 O
GPT-PR40R20L08 0.2 [ ]
GPT-PR40RO5L15 0.05 [ ]
GPT-PR40R10L15 15 0.7 0.1 D4 50 3.7 4 [ ]
GPT-PR40R20L15 3.7 0.2 [ J
GPT-PR40R10L22 0.1 @)
22 0.7 D4 50 3.7 4
GPT-PR40R20L22 0.2 @)
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GPT-PR60R20L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Cirlfgonsiéi?l’ ﬁ_lclfz g:gs:’ Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy | temperature Titanium Alloy Hasr?:;ed Ha;?:;ed
Y Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O O ©) O

© Most Suitable O Suitable
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GPT Steel Parts Series

GPT-PR
Profile Turning | ;LEE—QI @

\n\ N f
= o
=t @ \ H
S NS
Continued
Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GPT-PR50R10L15 0.1 O
15 1.2 D5 50 4.7 5
GPT-PR50R20L15 0.2 @)
GPT-PR50R05L20 0.05 O
GPT-PR50R10L20 4.7 20 1.2 0.1 D5 50 4.7 5 @)
GPT-PR50R20L20 0.2 °
GPT-PR50R10L22 0.1 @)
22 1.2 D5 50 4.7 5
GPT-PR50R20L22 0.2 O
GPT-PR60R10L15 0.1 @)
15 1.2 D6 50 5.7 6
GPT-PR60R20L15 0.2 °
GPT-PR60R05L20 0.05 @)
GPT-PR60R10L20 5.7 20 1.2 0.1 D6 50 5.7 6 O
GPT-PR60R20L20 0.2 @)
GPT-PR60R10L22 0.1 O
22 1.2 D6 50 5.7 6
GPT-PR60R20L22 0.2 @)
GPT-PR70R15L25 6.5 25 1.5 0.15 D7 50 6.7 7 O
GPT-PR80R20L22 22 0.2 @)
GPT-PR80R15L30 7.5 30 1.5 0.15 D8 60 7.6 8 O
GPT-PR80R30L30 0.3 O
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GPT-PR60R20L20

Workpiece Material

B MmO D B H

1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Carbon Steel, - Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy = temperature Titanium Alloy Hardened Hardened
Alloy Steel Tool Steel L Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) o @ © @

© Most Suitable O Suitable
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GPT Steel Parts Series

GPT-GR

Grooving
162= .
‘ L1
‘ L2
N
m S
Minimum
Order No. W S L1 R F D L2 H Machining In Stock
Diameter
GPT-GR30WO05L05 0.5 1.0 [ ]
GPT-GR30WO08L05 0.8 1.0 @)
5 0.05 2.8 D3 40 2.7 3
GPT-GR30W10L05 1.0 1.0 @)
GPT-GR30W15L05 1.5 1.0 @)
GPT-GR40WO05L05 0.5 1.0 [ ]
GPT-GR40W08L05 0.8 1.0 @)
5 0.05 3.8 D4 40 3.7 4
GPT-GR40W10L05 1.0 1.5 O
GPT-GR40W15L05 1.5 1.5 @)
GPT-GR50W10L05 1.0 1.5 [ ]
GPT-GR50W12L05 1.2 1.5 @)
5 0.1 4.8 D5 40 4.7 5
GPT-GR50W15L05 1.5 2.0 O
GPT-GR50W20L05 2.0 2.0 O
GPT-GR60W10L06 1.0 2.0 O
GPT-GR60W15L06 1.5 2.0 O
6 0.15 5.8 D6 40 5.7 6
GPT-GR60W20L06 2.0 2.0 O
GPT-GR60W25L06 2.5 2.5 @)
GPT-GR80W10L10 1.0 3.0 O
GPT-GR80OW15L10 1.5 3.0 @)
10 0.15 7.8 D8 50 7.6 8
GPT-GR80W20L10 2.0 3.0 @)
GPT-GR80W25L10 2.5 3.0 @)
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GPT-GR60B15L12
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
C:r”bon steel, - Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy | temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I - Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O 0 © O

© Most Suitable O Suitable
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GPT Steel Parts Series

GPT-GR

Grooving “LED 1 °I Q

L1 ‘
L2

Continued
Minimum
Order No. W S L1 R F D L2 H Machining In Stock
Diameter
GPT-GR40WO05L10 0.5 1.0 [
GPT-GR40W08L10 0.8 1.0 [
10 0.05 3.8 D4 50 3.7 4
GPT-GR40W10L10 1.0 1.5 [
GPT-GR40W15L10 1.5 15 @)
GPT-GR50W10L10 1.0 1.5 @)
GPT-GR50W12L10 1.2 1.5 @)
10 0.1 4.8 D5 50 4.7 5
GPT-GR50W15L10 1.5 2.0 [
GPT-GR50W20L10 2.0 2.0 @)
GPT-GR60W10L12 1.0 2.0 [
GPT-GR60W15L12 1.5 2.0 12 [
0.15 5.8 D6 50 5.7 6
GPT-GR60W20L12 2.0 2.0 @)
GPT-GR60W25L16 2.5 2.5 16 @)
GPT-GR80OW10L16 1.0 3.0 O
GPT-GR80W15L16 1.5 3.0 @)
16 0.15 7.8 D8 50 7.6 8
GPT-GR80W20L16 2.0 3.0 [
GPT-GR80W25L16 2.5 3.0 @)
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GPT-GR60B15L12

Workpiece Material

B MmO D B H

1234 5 123 12 12 4 123 4 1 2
Forged

Gray CastIron, Aluminum High-

Cir”tgonsi;?j" ﬁ_lcl)%); g::::’ Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy = temperature Titanium Alloy Hag?:er}ed Hasr?:é}ed
Y Iron Aluminium Alloy

Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) o @ © @

© Most Suitable O Suitable
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GPT Steel Parts Series

GPT-FR
Grooving D ﬂ Q

Minimum
Order No. B L1 T W R D L2 H Machining In Stock
Diameter
GPT-FR40WO05L15 1.0 0.5 [ ]
GPT-FR40WO08L15 1.5 0.75 @)
1.95 15 0.05 D4 50 3.5 6
GPT-FR40W10L15 1.5 1.0 @)
GPT-FR40W15L15 2.8 1.5 @)
GPT-FR50W08L22 1.5 0.75 @)
GPT-FR50W10L22 1.5 1.0 @)
2.45 22 0.1 D5 50 4.5 6
GPT-FR50W15L22 2.5 1.5 @)
GPT-FR50W20L22 4.0 2.0 @)
GPT-FR60WO08L22 1.5 0.75 [ ]
GPT-FR60W10L22 2.0 1.0 [ ]
GPT-FR60W15L22 2.95 22 3.0 1.5 0.1 D6 50 5.5 8 O
GPT-FR60W20L22 4.0 2.0 O
GPT-FR60W25L22 5.0 2.5 O
GPT-FR80W15L20 4.0 1.5 O
GPT-FR80W20L20 4.0 2.0 O
3.95 20 0.2 D8 50 7.5 10
GPT-FR80W25L20 5.0 2.5 @)
GPT-FR80W30L20 6.0 3.0 O
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GPT-FR80B15L22
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Cirlfgonsiéi?l’ ﬁ_lclfz g:gs:’ Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy | temperature Titanium Alloy Hasr?:;ed Ha;?:;ed
Y Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O 0 © O

© Most Suitable O Suitable
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GPT Steel Parts Series

GPT-IR

Threading for 60° Tool Alignment @ J Q
N————7

Minimum
Order No. E L1 S R D L2 H Machining In Stock
Diameter
GPT-IR15A60L05 1.4 5 0.4 0 D4 50 3.7 1.5 O
GPT-IR20A60L07 1.8 7 0.6 0 D4 50 3.7 2 O
GPT-IR25A60L07 2.4 7 0.6 0 D4 50 3.7 2.5 O
GPT-IR31A60L12 3.0 12 0.8 0.03 D4 50 3.7 3.1 O
GPT-IR40A60L10 385 10 1.0 0.05 D4 50 3.7 4 @)
GPT-IR40A60L15 ' 15 1.0 0.05 D4 50 3.7 4 O
GPT-IR50A60L15 48 15 1.5 0.08 D5 50 4.7 5 @)
GPT-IR50A60L22 ' 22 1.5 0.08 D5 50 4.7 5 O
GPT-IR60A60L15 15 @)
5.6 1.8 0.1 D6 50 5.7 6
GPT-IR60A60L20 20 O
GPT-IR80A60L22 7.8 22 2.2 0.1 D8 50 7.6 8 (@)
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GPT-IR60A60L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray Cast Iron, Aluminum High-
C%Fc’n steel, - Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) O @) @) @)

© Most Suitable O Suitable
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GPT Steel Parts Series

GPT-IR

Threading for 55° Tool Alignment D[ Q

L

L2

Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GPT-IR40A55L15 3.85 15 1.0 0.05 D4 50 3.7 4 O
GPT-IR50A55L15 4.8 15 1.5 0.08 D5 50 4.7 5 @)
GPT-IR60A55L20 5.6 20 1.8 0.1 D6 50 5.7 6 O
GPT-IR80A55L22 7.8 22 2.2 0.1 D8 50 7.6 8 @)
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GPT-IR60A55L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
C?,_\'ilbon Steel, | Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy | temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O @) O ©) @]

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-AR
Universal Type-internal Hole Turning t]yu\ih‘— °I Q
| L1 -H ]

s ] o

Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GHT-ART0RO5L03 0.8 3 0.2 0.05 D4 40 3.7 1 ([ ]
GHT-AR15R10L05 1.2 5 0.2 0.1 D4 40 3.7 1.5 [
GHT-AR20R10LO7 1.7 7 0.2 0.1 D4 40 3.7 2 [ ]
GHT-AR25R10L07 7 O
23 0.4 0.1 D4 40 3.7 2.5
GHT-AR25R10L12 12 @)
GHT-AR30R10L10 10 O
2.7 0.4 0.1 D4 50 3.7 3
GHT-AR30R10L15 15 @)
GHT-AR35R15L10 10 O
3.2 0.5 0.15 D4 50 3.7 35
GHT-AR35R15L15 15 [ ]
GHT-AR40R15L10 10 [
GHT-AR40R15L15 3.7 15 0.5 0.15 D4 50 3.7 4 [ ]
GHT-AR40R15L20 20 O
GHT-AR45R15L15 15 (@)
3.98 0.7 0.15 D4 50 3.7 4.5
GHT-AR45R15L20 20 O
GHT-AR50R20L15 15 ([ ]
GHT-AR50R20L20 4.7 20 0.9 0.2 D6 50 5.7 5 [
GHT-AR50R20L25 25 ©)
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GPT-AR60R20L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray Cast Iron, Aluminum High-
Cirl:oon steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@] O O O © o © O

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-AR
Universal Type-internal Hole Turning u[ D[
JLU&M— Q

n _— I O

e — %L £
) Continued
Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GHT-AR55R20L15 15 [ J
GHT-AR55R20L20 5.2 20 0.9 0.2 D6 50 5.7 5.5 (@)
GHT-AR55R20L25 25 (@)
GHT-AR60R20L15 15 (@)
GHT-AR60R20L20 5.7 20 0.9 0.2 D6 50 5.7 6 [ ]
GHT-AR60R20L25 25 (]
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GPT-AR60R20L20

Workpiece Material

1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Carbon steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy | temperature Titanium Alloy Hardened Hardened
Alloy Steel Tool Steel L Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O O ©) O (©) O

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-TR
Durable Type-internal Hole Turning i]V[LD_“— /] Q

Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GHT-TR10R00LO4 0 (@]
0.85 4 0.15 D4 40 3.7 1
GHT-TR10R10L04 0.1 [
GHT-TR15R05L05 0.05 [ ]
1.3 5 0.2 D4 40 3.7 1.5
GHT-TR15R10L05 0.1 [
GHT-TR20R05L06 0.05 [ ]
1.8 6 0.25 D4 40 3.7 2
GHT-TR20R10L06 0.1 [
GHT-TR25R05L07 0.05 [ ]
23 7 0.3 D4 40 3.7 2.5
GHT-TR25R10L07 0.1 [
GHT-TR30R05L06 0.05 [ ]
GHT-TR30R10L06 2.7 6 0.3 0.1 D4 50 3.7 3 [
GHT-TR30R20L06 0.2 [ ]
GHT-TR30RO5L10 0.05 [
GHT-TR30R10L10 2.7 10 0.3 0.1 D4 50 3.7 3 [ ]
GHT-TR30R20L10 0.2 [
GHT-TR30R10L15 0.1 ([ ]
2.7 15 0.3 D4 50 3.7 3
GHT-TR30R20L15 0.2 [
GHT-TR35R10L12 0.1 ([ ]
33 12 0.3 D4 50 3.7 3.5
GHT-TR35R20L12 0.2 [
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GPT-TR60R20L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray Cast Iron, Aluminum High-
Cirl:oon steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@] O O O © o © O

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-TR
Durable Type-internal Hole Turning :[yU,D_“—) 5 Q

TR 5 p—
5 1= ol
,,,,,,, A N4
of ol ‘;
Continued
Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GHT-TR40R05L08 0.05 [ ]
GHT-TR40R10L08 3.7 8 0.4 0.1 D4 50 3.7 4 [ J
GHT-TR40R20L08 0.2 [ ]
GHT-TR40R10L10 0.1 [ J
3.7 10 0.4 D4 50 3.7 4
GHT-TR40R20L10 0.2 [
GHT-TR40RO5L15 0.05 [
GHT-TR40R10L15 3.7 15 0.4 0.1 D4 50 3.7 4 [
GHT-TR40R20L15 0.2 [
GHT-TR40R10L22 0.1 [
3.7 22 0.4 D4 50 3.7 4
GHT-TR40R20L22 0.2 [
GHT-TR50R10L12 0.1 [
4.7 12 0.5 D5 50 4.7 5
GHT-TR50R20L12 0.2 [ J
GHT-TR50R10L20 0.1 [
4.7 20 0.5 D5 50 4.7 5
GHT-TR50R20L20 0.2 [
GHT-TR50R10L22 0.1 [ ]
4.7 22 0.5 D5 50 4.7 5
GHT-TR50R20L22 0.2 [ J
GHT-TR60R10L12 0.1 [ ]
5.7 12 0.5 D6 50 5.7 6
GHT-TR60R20L12 0.2 [ J
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GPT-TR60R20L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Cirliaon steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O O (©) O ©) O

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-TR
Durable Type-internal Hole Turning i]V[LD_“— /] Q

[y '%TEE:*

Continued
Minimum
Order No. E L1 S R D L2 H Machining In Stock
Diameter
GHT-TR60R10L20 0.1 [
GHT-TR60R20L20 20 0.5 0.2 D6 50 5.7 6 [
GHT-TR60R40L20 5.7 0.4 o
GHT-TR60R10L22 0.1 [
22 0.5 D6 50 5.7 6
GHT-TR60R20L22 0.2 °
GHT-TR70R20L25 6.5 25 0.5 0.2 D7 50 6.7 7 [
GHT-TR80R20L30 0.2 (]
7.5 30 0.5 D8 60 7.6 8
GHT-TR80R40L30 0.4 [
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GPT-TR60R20L20

Workpiece Material

1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Carbon Steel, - Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy = temperature Titanium Alloy Hardened Hardened
Alloy Steel Tool Steel - Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O (@) O ©) O ©) (@)

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-PR
Profile Turning “I QU D[ Q

L2
Loy
l | =N {
m | [ / i
i 5
77777777 @ \ £
(:,V N £

Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GHT-PR10R00L04 0 [ ]
0.85 4 0.15 D4 40 3.7 1
GHT-PR10R05L04 0.05 [ ]
GHT-PR20R05L06 0.05 [ ]
1.8 6 0.3 D4 40 3.7 2
GHT-PR20R10L06 0.1 @)
GHT-PR30R05L06 0.05 [ ]
GHT-PR30R10L06 2.7 6 0.3 0.1 D4 50 3.7 3 O
GHT-PR30R20L06 0.2 [
GHT-PR30R0O5L10 0.05 [
GHT-PR30R10L10 10 0.1 [ ]
GHT-PR30R20L10 2.7 0.3 0.2 D4 50 3.7 3 [
GHT-PR30R10L15 1s 0.1 [
GHT-PR30R20L15 0.2 [
GHT-PR40R05L08 0.05 [
GHT-PR40R10L08 3.7 8 0.7 0.1 D4 50 3.7 4 [ J
GHT-PR40R20L08 0.2 [ ]
GHT-PR40R05L15 0.05 O
GHT-PR40R10L15 15 0.1 [ ]
GHT-PR40R20L15 3.7 0.7 0.2 D4 50 3.7 4 [ J
GHT-PR40R10L22 2 0.1 [ ]
GHT-PR40R20L22 0.2 [ ]
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GHT-PR60R20L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Cir”bon steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy = temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I " Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@ @ O O (©) O ©) O

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-PR
Profile Turning - ;LEE—QI Q

Continued
Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter

GHT-PR50R10L15 0.1 ([ ]
GHT-PR50R20L15 " 0.2 [
GHT-PR50R05L20 0.05 [ ]
GHT-PR50R10L20 4.7 20 1.2 0.1 D5 50 4.7 5 [
GHT-PR50R20L20 0.2 [ ]
GHT-PR50R10L22 0.1 [
GHT-PR50R20L22 2 0.2 [ ]
GHT-PR60OR10L15 0.1 [
GHT-PR60R20L15 " 0.2 [ ]
GHT-PR60RO5L20 0.05 [
GHT-PR60R10L20 5.7 20 1.2 0.1 D6 50 5.7 6 [ ]
GHT-PR60R20L20 0.2 [
GHT-PR60R10L22 0.1 [ ]
GHT-PR60R20L22 2 0.2 [
GHT-PR70R15L25 6.5 25 1.5 0.15 D7 50 6.7 7 ([ ]
GHT-PR80R20L22 22 0.2 [}
GHT-PR80OR15L30 7.5 1.5 0.15 D8 60 7.6 8 ([ ]
GHT-PR80R30L30 %0 0.3 (]

@Stock OAvailable Upon Order Unit (mm)

Ordering example: GHT-PR60R20L20

Workpiece Material

1234 5 123 12 12 4 123 4 1 2
Forged
Gray Cast Iron, Aluminum High-
Carbon Steel, - Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy Hardened Hardened
Alloy Steel Tool Steel L Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@] O O O © o © O

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-QR

Profile Turning

= -

D[Q

L2

//‘
/ \\
\ X
i
e

Minimum
Order No. F L1 S R D L2 H Machining In Stock
Diameter
GHT-QR30R10L10 0.1 O
2.9 10 0.6 D4 50 3.7 3
GHT-QR30R20L10 0.2 @)
GHT-QR40R10L10 0.1 O
3.9 10 0.8 D4 50 3.7 4
GHT-QR40R20L10 0.2 @)
GHT-QR50R10L15 0.1 O
4.9 15 1.0 D5 50 4.7 5
GHT-QR50R20L15 0.2 @)
GHT-QR60R10L15 0.1 O
5.9 15 1.0 D6 50 5.7 6
GHT-QR60R20L15 0.2 O
GHT-QR70R20L20 6.5 20 1.5 0.2 D7 50 6.7 7 O
GHT-QR80R10L25 0.1 @)
7.5 25 2.0 D8 60 7.6 8
GHT-QR80R20L25 0.2 O
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GHT-QR60R20L15
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Cirltnon steel, - Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy | temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O O ©} O ©) O

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-GR

Grooving D
lLJ_l:! [ GI
%_u | L
| L2
- i i ] s
:‘% mmeecam—— /7
- ¥
Minimum
Order No. W S L1 R F D L2 H Machining  In Stock
Diameter
GHT-GR30WO05L05 0.5 1.0 [
GHT-GR30WO08L05 0.8 1.0 [
5 0.05 2.8 D3 40 2.7 3
GHT-GR30W10L05 1.0 1.0 [
GHT-GR30W15L05 1.5 1.0 [
GHT-GR40WO05L05 0.5 1.0 [
GHT-GR40WO08L05 0.8 1.0 [
5 0.05 3.8 D4 40 3.7 4
GHT-GR40W10L05 1.0 1.5 [
GHT-GR40W15L05 1.5 1.5 [
GHT-GR50W10L05 1.0 1.5 [
GHT-GR50W12L05 1.2 1.5 [
5 0.1 4.8 D5 40 4.7 5
GHT-GR50W15L05 1.5 2.0 [
GHT-GR50W20L05 2.0 2.0 [
GHT-GR60W10L06 1.0 2.0 [
GHT-GR60W15L06 1.5 2.0 [
6 0.15 5.8 D6 40 5.7 6
GHT-GR60W20L06 2.0 2.0 [
GHT-GR60W25L06 2.5 2.5 [
GHT-GR80OW10L10 1.0 3.0 [
GHT-GR80W15L10 1.5 3.0 [
10 0.15 7.8 D8 50 7.6 8
GHT-GR80W20L10 2.0 3.0 [
GHT-GR80W25L10 2.5 3.0 @)
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GHT-GR60B15L12

Workpiece Material

B MmO O B H

1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
Carbon Steel, - Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy = temperature Titanium Alloy Hardened Hardened
Alloy Steel Tool Steel - Steel Steel
Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O o @ O ©) 0 ©) O

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-GR

Grooving
162= .
‘ L1
‘ L2
- T i | ] <
Minimum
Order No. W S L1 R F D L2 H Machining  In Stock
Diameter
GHT-GR40WO05L10 0.5 1.0 [ ]
GHT-GR40WO08L10 0.8 1.0 [ ]
10 0.05 3.8 D4 50 3.7 4
GHT-GR40W10L10 1.0 1.5 [ ]
GHT-GR40W15L10 1.5 1.5 [ ]
GHT-GR50W10L10 1.0 1.5 @)
GHT-GR50W12L10 1.2 1.5 [ ]
10 0.1 4.8 D5 50 4.7 5
GHT-GR50W15L10 1.5 2.0 [ ]
GHT-GR50W20L10 2.0 2.0 [ ]
GHT-GR60W10L12 1.0 2.0 [ ]
GHT-GR60W15L12 1.5 2.0 12 [ ]
0.15 5.8 D6 50 5.7 6
GHT-GR60W20L12 2.0 2.0 [ ]
GHT-GR60W25L16 2.5 2.5 16 [
GHT-GR80OW10L16 1.0 3.0 [
GHT-GR80W15L16 1.5 3.0 [
16 0.15 7.8 D8 50 7.6 8
GHT-GR80W20L16 2.0 3.0 [ ]
GHT-GR80W25L16 2.5 3.0 [ ]
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GHT-GR60B15L12
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
C%:Doonsféifl’ A.‘I_lcl)%): 2:22:’ Stainless Steel Nodular Cast | Alloy, Cast | Copper Alloy = temperature Titanium Alloy Ha;?:er}ed Hag?ee;ed
Y Iron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O @ O O (©) O ©) O

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-FR
Grooving E j @

[
L1 .

e

Minimum
Order No. F L1 T W R D L2 H Machining  In Stock
Diameter
GHT-FR40WO05L15 1.0 0.5 [ ]
GHT-FR40WO08L15 1.5 0.75 [
1.95 15 0.05 D4 50 3.5 6
GHT-FR40W10L15 1.5 1.0 [
GHT-FR40W15L15 2.8 1.5 [
GHT-FR50W08L22 1.5 0.75 [
GHT-FR50W10L22 1.5 1.0 [
2.45 22 0.1 D5 50 4.5 6
GHT-FR50W15L22 25 1.5 [
GHT-FR50W20L22 4.0 2.0 [
GHT-FR60W08L22 1.5 0.75 [
GHT-FR60W10L22 2.0 1.0 [
GHT-FR60W15L22 2.95 22 3.0 1.5 0.1 D6 50 5.5 8 [
GHT-FR60W20L22 4.0 2.0 [
GHT-FR60W25L22 5.0 2.5 [
GHT-FR80W15L20 4.0 1.5 [
GHT-FR80W20L20 4.0 2.0 [
3.95 20 0.2 D8 50 7.5 10
GHT-FR80W25L20 5.0 2.5 [ J
GHT-FR80W30L20 6.0 3.0 [
@Stock OAvailable Upon Order Unit (mm)
Ordering example: GHT-FR80B15L22
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray CastIron, Aluminum High-
C%Ibon steel,  Alloy Steel, Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy = temperature Titanium Alloy Hardened Hardened
oy Steel Tool Steel I L Steel Steel
ron Aluminium Alloy
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O o O O ©) O ©) O

© Most Suitable O Suitable

GESAC _ 265



HOLEMAKING TOOLS | Boring System

GHT Hardness Steel Series

GHT-IR

Threading for 60° Tool Alignment [
L1 Q
L2
=N\ £
. ,@
)t \ 52
| N H
N ¢ St
e
Minimum
Order No. E L1 S R D L2 H Machining  In Stock
Diameter
GHT-IR15A60L05 1.4 5 0.4 0 D4 50 3.7 1.5 O
GHT-IR20A60L07 1.8 7 0.6 0 D4 50 3.7 2 @)
GHT-IR25A60L07 2.4 7 0.6 0 D4 50 3.7 2.5 @)
GHT-IR31A60L12 3.0 12 0.8 0.03 D4 50 3.7 3.1 @)
GHT-IR40A60L10 3.85 10 1.0 0.05 D4 50 3.7 4 @)
GHT-IR40A60L15 3.85 15 1.0 0.05 D4 50 3.7 4 @)
GHT-IR50A60L15 4.8 15 1.5 0.08 D5 50 4.7 5 O
GHT-IR50A60L22 4.8 22 1.5 0.08 D5 50 4.7 5 @)
GHT-IR60A60L15 5.6 15 1.8 0.10 D6 50 5.7 6 @)
GHT-IR60A60L20 5.6 20 1.8 0.10 D6 50 5.7 6 @)
GHT-IR80A60L22 7.8 22 2.2 0.10 D8 50 7.6 8 O
@stock OAvailable Upon Order Unit (mm)
Ordering example: GHT-IR60A60L20
Workpiece Material
1234 5 123 12 12 4 123 4 1 2
Forged
Gray castiron, aluminum High-
Carbon steel,  Alloy steel, Stainless steel| nodular cast = alloy, cast = Copper alloy = temperature Titanium alloy Hardened Hardened
alloy steel tool steel . e Steel Steel
iron aluminium alloy
alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@ @ O O (©) O ©) O

© Most Suitable O Suitable
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GHT Hardness Steel Series

GHT-IR

Threading for 55° Tool Alignment
L1 -H |
L2
55°
Minimum
Order No. F L1 S R D L2 H Machining  In Stock
Diameter
GHT-IR40A55L15 3.85 15 1.0 0.05 D4 50 3.7 4 O
GHT-IR50A55L15 4.8 15 1.5 0.08 D5 50 4.7 5 @)
GHT-IR60A55L20 5.6 20 1.8 0.10 D6 50 5.7 6 O
GHT-IR80A55L22 7.8 22 2.2 0.10 D8 50 7.6 8 O
@Stock OAvailable Upon Order Unit (mm)

Ordering example: GHT-IR60A55L20

Workpiece Material

B MmO O B H

1234 5 123 12 12 4 123 4 1 2
Forged
Carbon Steel,  Alloy Steel, Gray CastIron, - Aluminum Righ- Hardened Hardened

Stainless Steel Nodular Cast | Alloy, Cast = Copper Alloy | temperature Titanium Alloy

Alloy Steel Tool Steel Iron Aluminium Alloy Steel Steel
Alloy
<35HRC 35-48HRC <35HRC Si<12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O O ©) O (@) ©

© Most Suitable O Suitable
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Boring System

SIT Flat-shank Positioning Sleeve

SIT

)

2000

@)

04

L©)

(DSIT-series Name

@ Sleeve Shank Diameter

®3) Tool Shank Diameter

2000-20mm 04-4mm
2540-25.4mm 10-10mm
olo| | a
d
Order No. D d Order No. D d Order No. D d
SIT1600-03 3 SIT2000-03 3 SIT2500-03 3
SIT1600-04 4 SIT2000-04 4 SIT2500-04 4
SIT1600-05 5 SIT2000-05 5 SIT2500-05 5
16 20 25

SIT1600-06 6 SIT2000-06 6 SIT2500-06 6
SIT1600-07 7 SIT2000-07 7 SIT2500-07 7
SIT2000-08 8 SIT2500-08 8

Order No. D d Order No. D d Order No. D d
SIT1905-03 3 SIT2200-03 3 SIT2540-03 3
SIT1905-04 4 SIT2200-04 4 SIT2540-04 4
SIT1905-05 5 SIT2200-05 5 SIT2540-05 5

19.05 22 25.4

SIT1905-06 6 SIT2200-06 6 SIT2540-06 6
SIT1905-07 7 SIT2200-07 7 SIT2540-07 7
SIT1905-08 8 SIT2200-08 8 SIT2540-08 8
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Recommended Cutting Data

L . . Cutting Speed Feed Cutting Depth
Machining Type Machined Material e e Ap (mm)
n Plain Steel 40-140 0.01-0.08 0-0.05
M Stainless Steel 40-140 0.01-0.08 0-0.03
Boring

m Aluminum Alloy 90-200 0.01-0.08 0-0.06
B Difficult-to-machine Materials 30-100 0.01-0.08 0-0.02
n Plain Steel 40-140 0.01-0.08 0-0.05
Threading A Stainless Steel 40-140 0.01-0.08 0-0.03
m Aluminum Alloy 90-200 0.01-0.08 0-0.06

n Plain Steel 40-140 0.01-0.03 /

M Stainless Steel 40-140 0.01-0.03 /

Internal
Diameter Slot

m Aluminum Alloy 90-200 0.01-0.03 /

B Difficult-to-machine Materials 30-100 0.01-0.03 /

n Plain Steel 40-140 0.01-0.05 /

M Stainless Steel 40-140 0.01-0.05 /

End Face Slot
m Aluminum Alloy 90-200 0.01-0.05 /
B Difficult-to-machine Materials 30-100 0.01-0.05 /
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Tap Product Application List

Tap

| HOLEMAKING TOOLS

Series Dimensional  Threaded Tool Cooling  Tap Diameter M
Positioning Standards Type Mode Range
DIN Fluteless Tap ECXter.”a' M4-M30 T118-FDN —
ooling
Internal T118-FDC
DIN Fluteless Tap Cooling M4-M30 T118-FDR —
DIN Spiral Fluted Tap ECXter.”a' M4-M16 T118-SDN —
) ooling
High
performance
DIN  Spiral Pointed Tap ECXter.”a' M4-M16 T118-PDN —
ooling
DIN  Straight Fluted Tap ECXter.”a' M5-M16 — — — T128-HDN
ooling
. Internal T128-HDC
DIN Straight Fluted Tap Cooling M5-M16 — — — T128-HDR
JIS FutelessTap | XMl i Mi6 ETI38-FN | ETI68-FN | ET166-FN -
Cooling
JIS Spiral Fluted Tap Egggﬁ:;' M1-M16 | ET138-SJN | ET168-SN  ET166-SN —
. . . External
Economical JIS Spiral Pointed Tap Cooling M1-M16 ET138-PJN = ET168-PJN = ET166-PJN —
JIS Straight Fluted Tap. €3l s m16 — — — ET128-H)N
Cooling
) Internal ET128-H)C
JIS Straight Fluted Tap Cooling M5-M16 — — — ET128-HJR
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Representation Rules for Tap Order No.

T 118 - S D C

L© @) L©) L© L ©)

(@ Tap Category (2 Tap Series Number 3 Tap Type
. General Machining Series, .
T High-performance Tap 118 Mainly for Machining PKM S Spiral Fluted Tap
ET Economic Tap 128 Cast Iron Machining Series P Spiral Pointed Tap
138 Steel Machining Series H Straight Fluted Tap
Copper Aluminum Alloy F Fluteless Ta
166 o, h p
Machining Series
Stainless Steel Machining
168 X
Series
@ Tap Size Standard (® Cooling Mode
D German DIN Standard N External Cooling
Internal Cooling of Central
J Japanese JIS Standard C Outlet Water
Internal Cooling of Side Outlet
R
Water
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030 050 C - 6HX

) L© L© )

. @ Pitch (Metric)/Number of Threads
® Thread Diameter per Inch (mperial) (9 Tap Accuracy Grade
030 Metric Tap Diameter M3 mm 030 Metric Tap Pitch 0.5 mm 6hx Tap Accuracy Grade
uo American Standard No.0 12 American System 12 Threads P2 Tap Accuracy Grade
per Inch
U916 = American System 9/16 Inch Rh10 Tap Accuracy Grade
Cutting tap length
A Cutting tap length of straight fluted tap 6-8P (pitch)
B Cutting tap length of spiral pointed tap 3.5-5.5P (pitch)
c Cutting tap length of straight fluted tap or spiral fluted tap 2-3P (pitch), or extrusion tap length of fluteless tap
2-3P (pitch)
b Cutting tap length of straight fluted tap or spiral fluted tap 3.5-5P (pitch), or extrusion tap length of fluteless tap
3-5.5P (pitch)
£ Cutting tap length of straight fluted tap or spiral fluted tap 1.5-2P (pitch), or extrusion tap length of fluteless tap
1.5-2P (pitch)
r Cutting tap length of straight fluted tap or spiral fluted tap 1-1.5P (pitch), or extrusion tap length of fluteless tap

1-1.5P (pitch)
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T118-FDN eaoal B B2 ER B RN 1AW

High-performance General Machining Fluteless Tap

il 4

gﬁ@

DCON
-
c
DCON

DCON

TCL .
e Type-5 %, T Type-13
g — g
a = - -

1D,
"

Type-14
§L e yp

THL Lsa TH Lsa THL Lsa
LF LF LF
: Sl In
Order No. Thread Size TD TP TCTR TCL THCHT matlc LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock
Diagram

T118-FDN-040070D-6HX M4x0.7 | 4 0.7 6HX 4P D 13 639 21 45 | 34 6 45x34 100 4 370 O
T118-FDN-040070C-6HX M4x0.7 4 0.7 6HX 25P C 14 63 9 21 45 34 6 45x34 100 4 370 @
T118-FDN-050080D-6HX M5x0.8 | 5 0.8 6HX 4P D 13 70 110 25 6 49 8  6x49 125 4 464 O
T118-FDN-050080C-6HX M5x0.8 5 0.8 6HX 2.5P C 14 70 10 25 6 49 8  6%x49 125 4 464 @
T118-FDN-060100D-6HX M6x1 6 1 6HX 4P D 13 80 10 30 6 49 8  6x49 150 4 553 O
T118-FDN-060100C-6HX M6x1 6 1 6HX 2.5P C 14 80 10 30 6 49 8  6x49 150 4 553 @
T118-FDN-070100D-6HX M7x1 7 1 6HX 4P D 5 80 10 30 7 55 8 7x55 175 4 653 O
T118-FDN-070100C-6HX M7x1 7 1 6HX 2.5P C 5 80 10 30 7 55| 8  7x55 | 175 4 653 O
T118-FDN-080125D-6HX | M8x1.25 8 1.25 6HX 4P D 5 90 13 35 8 62 9 8x62 200 8 740 O
T118-FDN-080125C-6HX M8x1.25 8 1.25 6HX 2.5P C 5 90 13 35 8 62 9 8x62 200 8 740 @
T118-FDN-080100D-6HX M8x1 8 1 6HX 4P D 5 90 13 35 8 62 9 8x62 200 8 753 O
T118-FDN-080100C-6HX M8x1 8 1 ' 6HX 2.5P C 5 90 13 35 8 62 9 8x62 200 8 753 O
T118-FDN-100150D-6HX | M10x1.5 10 1.5 6HX 4P D 5 100 15 39 10 8 11 10x8 | 25.0 10 9.26 O
T118-FDN-100150C-6HX M10x1.5 10 1.5 6HX 2.5P C 5 100 15 39 10 8 11| 10x8  25.0 10 926 @
T118-FDN-100125D-6HX | M10x1.25 10 1.25 6HX 4P D 5 100 15 39 10 8 11 10x8 ' 25.0 10 940 O
T118-FDN-100125C-6HX | M10x1.25 10 1.25 6HX 2.5P C 5 100 15 39 10 8 11 10x8 250 10 9.40 @
T118-FDN-100100D-6HX M10x1 10 1 |6HX 4P D 5 100 15 39 10 8 11| 10x8 | 25.0 10 953 O
T118-FDN-100100C-6HX M10x1 10 1 |6HX 2.5P C 5 100 15 39 10 8 11 10x8 | 25.0 10 953 O
T118-FDN-120175D-6HX | M12x1.75 12 1.75 6HX 4P D 5 110 17 /49 9 7 10 9x7 300 10 11.13 O
T118-FDN-120175C-6HX | M12x1.75 12 1.75 6HX 2.5P C 5 110 17 /49 9 7 10 9x7 300 10 11.13 @
T118-FDN-120150D-6HX | M12x1.5 12 1.5 6HX 4P D 5 110 17 /49 9 7 10 9x7 30.0 10 11.26 O
T118-FDN-120150C-6HX M12x1.5 12 1.5 6HX 2.5P C 5 110 17 49 9 7 10 9x7 300 10 11.26 @
@Stock OAvailable Upon Order Unit (mm)

Notes:
Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.

Workpiece Material

A ~m 3 N H O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca'st Copper  Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum .| temperature
Tool Steel | Martensitic|  Steel Nodular = CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel CastIron
Alloy
<35HRC | 35-48HRC <35HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O O ©) ©)
© Most Suitable O Suitable Recommended Cutting Data % P287
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High-performance General Machining Fluteless Tap
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Continued
) Sy In

Order No. Thread Size TD TP TCTR TCL THCHT matlc LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock

Diagram

T118-FDN-120125D-6HX | M12x1.25 12 1.25 6HX 4P D 5 110 17 149 9 7 10 9x7 30.0 10 1140 O
T118-FDN-120125C-6HX  M12x1.25 12 1.25 6HX 2.5P C 5 110 17 49 9 7 10 9x7 300 10 1140 @
T118-FDN-120100D-6HX M12x1 12 1 | 6HX 4P D 5 110 17 /49 9 7 10 9x7 30.0 | 10 11.53 O
T118-FDN-120100C-6HX M12x1 12 1 | 6HX 2.5P C 5 110 17 49 9 7 10 9x7 30.0 10 11.53 O
T118-FDN-140200D-6HX M14x2 14 2 6HX 4P D 5 1110 20 53 11 9 12 1x9 350 10 1299 O
T118-FDN-140200C-6HX M14x2 14 2 | 6HX 2.5P C 5 110 20 53 11 9 12 11x9 | 35.0 10 1299 @
T118-FDN-140150D-6HX | M14x1.5 14 1.5 6HX 4P D 5 1110 20 53 1M 9 12 11x9 350 10 1326 O
T118-FDN-140150C-6HX M14x1.5 14 1.5 6HX 2.5P C 5 110 20 53 11 9 12 11x9 350 10 1326 @
T118-FDN-140125D-6HX | M14x1.25 14 1.25 6HX 4P D 5 110 20 53 1 9 12 11x9 | 350 10 1340 O
T118-FDN-140125C-6HX  M14x1.25 14 1.25 6HX 2.5P C 5 110 20 53 11 9 12 11x9  35.0 10 1340 O
T118-FDN-140100D-6HX M14x1 14 1 6HX 4P D 5 110 20 53 11 9 12 1Mx9 350 10 1353 O
T118-FDN-140100C-6HX M14x1 14 1 | 6HX 2.5P C 5 110 20 53 11 9 [12| 11x9 |35.0 10 13.53 O
T118-FDN-160200D-6HX M16x2 16 2 6HX 4P D 5 110 20 54 12 9 12 12x9 | 40.0 12 1499 O
T118-FDN-160200C-6HX M16x2 16 2 | 6HX 2.5P C 5 110 20 54 12 9 12 12x9 | 40.0 12 1499 @
T118-FDN-160150D-6HX | M16x1.5 16 1.5 6HX 4P D 5 110 20 54 12 9 12 12x9 | 40.0 12 1526 O
T118-FDN-160150C-6HX M16x1.5 16 1.5 6HX 2.5P C 5 110 20 54 12 9 12 12x9 400 12 1526 @
T118-FDN-160125D-6HX | M16x1.25 16 1.25 6HX 4P D 5 110 20 54 12 9 12 12x9 | 40.0 12 1540 O
T118-FDN-160125C-6HX  M16x1.25 16 1.25 6HX 2.5P C 5 110 20 54 12 9 12 12x9 | 40.0 12 1540 O
T118-FDN-160100D-6HX M16x1 16 1 6HX 4P D 5 110 20 54 12 9 12 12x9 | 40.0 12 1553 O
T118-FDN-160100C-6HX M16x1 16 1 | 6HX 2.5P C 5 110 20 54 12 9 12 12x9 | 40.0 12 1553 O
T118-FDN-180250D-6HX | M18x2.5 18 2.5 6HX 4P D 5 125 25 61 14 11 14 14x11 450 12 16.72 O
T118-FDN-180250C-6HX M18x2.5 18 2.5 6HX 2.5P C 5 125 25 61 14 11 14 14x11 450 12 1672 O

@Stock OAvailable Upon Order Unit (mm)

Notes:
Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.

Workpiece Material

A m [ N H O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast - )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper  Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum -, temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <35HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) @) O O (©)
© Most Suitable O Suitable Recommended Cutting Data % P287
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High-performance General Machining Fluteless Tap
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g —1 2= . . ! S - ~
THL Lsa THL LsQ THL LsQ
L LF LF
Continued
Sche- i
Order No. Thread Size TD TP TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock
Diagram
T118-FDN-180200D-6HX M18x2 18| 2 | 6HX 4P 5 125 25 61 14 11 14 14x11 450 12 [16.99 O

T118-FDN-180200C-6HX M18x2 18 2 | 6HX 2.5P
T118-FDN-180150D-6HX | M18x1.5 18 1.5 6HX 4P
T118-FDN-180150C-6HX M18x1.5 18 1.5 6HX 2.5P
T118-FDN-200250D-6HX | M20x2.5 20 2.5 6HX 4P
T118-FDN-200250C-6HX | M20x2.5 20 2.5 6HX 2.5P
T118-FDN-200200D-6HX M20x2 20 2 6HX 4P
T118-FDN-200200C-6HX M20x2 20 2 6HX 25P
T118-FDN-200150D-6HX | M20x1.5 20 1.5 6HX 4P
T118-FDN-200150C-6HX M20x1.5 20 1.5 6HX 2.5P
T118-FDN-220250D-6HX | M22x2.5 122 2.5 6HX 4P
T118-FDN-220250C-6HX M22x2.5 22 2.5 6HX 2.5P
T118-FDN-220200D-6HX M22x2 22 2 6HX 4P
T118-FDN-220200C-6HX M22x2 22 2 6HX 2.5P
T118-FDN-220150D-6HX | M22x1.5 22 1.5 6HX 4P
T118-FDN-220150C-6HX M22x1.5 22 1.5 6HX 2.5P
T118-FDN-240300D-6HX M24x3 24 3 6HX 4P
T118-FDN-240300C-6HX M24x3 24 3 6HX 2.5P
T118-FDN-240250D-6HX | M24x2.5 24 2.5 6HX 4P
T118-FDN-240250C-6HX = M24x2.5 24 2.5 6HX 2.5P
T118-FDN-240200D-6HX M24x2 24 2 6HX 4P
T118-FDN-240200C-6HX M24x2 24 2 | 6HX 25P

125 25 61 14 11 14 14x11 | 450 12 16.99
125 2561 14 11 14 14x11 | 450 12 17.26
125 25 61 14 | 11 14 14x11 450 12 17.26
140 25 69 16 | 12 15 16x12 50.0 12 1872
140 25 69 16 12 15 16x12 50.0 12 18.72
140 25 69 16 12 15 16x12 50.0 12 18.99
140 25 69 16 12 15 16x12 | 50.0 12 18.99
140 25 69 16 | 12 15 16x12 50.0 12 19.26
140 25 69 16 12 15 16x12 50.0 12 19.26
140 25 69 18 | 145 17 18x145 55.0 12 20.72
140 25 69 18 145 17 18x145 55.0 12 20.72
140 25 69 18 145 17 18x145 55.0 12 20.99
140 25 69 18 145 17 18x145 55.0 12 20.99
140 25 69 18 145 17 18x145 55.0 12 21.26
140 25 69 18 145 17 18x145  55.0 12 21.26
160 30 78 18 | 145 17 18x145 60.0 12 2245
160 30 78 18 145 17 18x145 60.0 12 2245
160 30 78 18 145 17 18x145 60.0 12 22.72
160 30 78 18 145 17 18x145 60.0 12 22.72
160 30 78 18 145 17 18x145 60.0 12 22.99
160 30 78 18 145 17 18x145) 60.0 12 22.99

N O N O N TN TN O0ONn N onNn O0OnNn O nNn O n O
[CERC R RNV RN ERC R NG ERC RRT RN G ERC T RN R RRT RN RN R RET)
oo/ o o000 00000000000

@Stock OAvailable Upon Order Unit (mm)

Notes:
Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.

Workpiece Material

A ~m 3 N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cgst Copper  Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum -1 temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastlIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <35HRC 35-45HRC| Si<12% | Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) @) @) @) ©)
© Most Suitable O Suitable Recommended Cutting Data % P287
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High-performance General Machining Fluteless Tap
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Continued
Sche- n
Order No. Thread Size TD TP TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock
Diagram
T118-FDN-270300D-6HX M27x3 27 3 6HX 4P D 5 160 30 78 20 16 19 20x16 675 12 2545 O
T118-FDN-270300C-6HX M27x3 27 3 6HX 25P C 5 160 30 78 20 16 19 20x16 67.5 12 2545 O
T118-FDN-270250D-6HX | M27x2.5 27 2.5 6HX 4P D 5 160 30 78 20 16 19 20x16 675 12 2572 O
T118-FDN-270250C-6HX M27x2.5 27 2.5 6HX 2.5P C 5 160 30 78 20 16 19 20x16 675 12 2572 O
T118-FDN-270200D-6HX M27x2 27 2 6HX 4P D 5 160 30 78 20 16 19 20x16 675 12 2599 O
T118-FDN-270200C-6HX M27x2 27 2 6HX 25P C 5 160 30 78 20 16 19 20x16 675 12 2599 O
T118-FDN-300350D-6HX | M30x3.5 30 3.5 6HX 4P D 5 180 35 88 22 18 21 22x18  75.0 12 2818 O
T118-FDN-300350C-6HX M30x3.5 30 3.5 6HX 2.5P C 5 180 35 88 22 18 21 22x18  75.0 12 2818 O
T118-FDN-300300D-6HX M30x3 30 3 6HX 4P D 5 180 35 83 22 18 21 22x18 | 75.0 12 2845 O
T118-FDN-300300C-6HX M30x3 30 3 6HX 25P C 5 180 35 88 22 18 21 22x18  75.0 12 2845 O
T118-FDN-300250D-6HX | M30x2.5 30 2.5 6HX 4P D 5 180 35 88 22 18 21 22x18  75.0 12 2872 O
T118-FDN-300250C-6HX M30x2.5 30 2.5 6HX 2.5P C 5 180 35 88 22 18 21 22x18  75.0 12 2872 O
T118-FDN-300200D-6HX M30x2 30 2 6HX 4P D 5 180 35 88 22 18 21 22x18 ' 75.0 12 2899 O
T118-FDN-300200C-6HX M30x2 30 2 6HX 25P C 5 180 35 88 22 18 21 22x18  75.0 12 2899 O
@Stock OAvailable Upon Order Unit (mm)
Notes:
Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast Alz%:?:jm Cast High-
St Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy : Copper | Composite 9 Titanium | Hardened | Hardened
eel, Tool Steel | M " Steel Nodul Castl Alloy, Cast | Aluminum Al Material | temperature Steel Steel
Alloy Stee| | 100! Steel | Martensitic tee odular | Castlron |\ & Allo oy ateria Allo oy tee tee
y Steel Cast Iron Y Y
Alloy
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) @) (@) O @)
© Most Suitable O Suitable Recommended Cutting Data % P287
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High-performance Internal Cooling General Machining Fluteless Tap
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THL LsQ
THL LsQ
LF LF
Sche- i
Order No. Thread Size TD TP TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock
Diagram
T118-FDC-040070C-6HX M4x0.7 | 4 0.7 6HX 2.5P 11 63 9 |21 45 34 6 45x34 100 4 370 O
T118-FDC-050080C-6HX M5x0.8 5 0.8 6HX 2.5P 11 70 10 25 6 | 49 8 6x49 125 4 464
T118-FDC-060100C-6HX M6x1 6 1 | 6HX 2.5P 11 8 10 30 6 49 8 6x49 150 4 553
T118-FDC-070100C-6HX M7x1 7 1 6HX 25P 12 80 10 30 7 55 8 7x55 175 4 653
T118-FDC-080125C-6HX | M8x1.25 ' 8 1.25 6HX 2.5P 1290 1335 8 62 9 8x62 200 8 7.40
T118-FDC-080100C-6HX M8x1 8 1 6HX 25P 12 90 13 35 8 9 8x62 200 8 7.53

T118-FDC-100150C-6HX | M10x1.5 10 1.5 6HX 25P
T118-FDC-100125C-6HX = M10x1.25 10 1.25 6HX 2.5P
T118-FDC-100100C-6HX M10x1 10| 1 6HX 2.5P
T118-FDC-120175C-6HX | M12x1.75 12 1.75 6HX 2.5P
T118-FDC-120150C-6HX | M12x1.5 12 1.5 6HX 25P
T118-FDC-120125C-6HX | M12x1.25 12 1.25 6HX 2.5P
T118-FDC-120100C-6HX M12x1  112] 1 6HX 2.5P
T118-FDC-140200C-6HX M14x2 14| 2 6HX 2.5P
T118-FDC-140150C-6HX | M14x1.5 14 1.5 6HX 25P
T118-FDC-140125C-6HX = M14x1.25 14 1.25 6HX 2.5P
T118-FDC-140100C-6HX M14x1 14| 1 6HX 2.5P
T118-FDC-160200C-6HX M16x2 16| 2 6HX 2.5P
T118-FDC-160150C-6HX | M16x1.5 16 1.5 6HX 25P
T118-FDC-160125C-6HX | M16x1.25 16 1.25 6HX 2.5P
T118-FDC-160100C-6HX M16x1 16| 1 6HX 2.5P
T118-FDC-180250C-6HX =~ M18x2.5 18 2.5 6HX 2.5P

12 /100 15 39 10
12100 1539 10
12 /100 15 39 10
12110 17 49 9
121110 17 49 9
121110 17 49 9
12 /110 17 49 9
12 110 20 53| 11
12110 20 53| 11
12 1110 20 (53 11
12110 20 53| 11
12110 20 54 12
12110 20 54 12
12 110 20 54 12
12 110 20 54 12
12 1125 25 61 14

11 10x8 25.0 10 9.26
11 10x8 | 25.0 10 9.40
11 10x8 25.0 10 9.53
10 9x7  30.0 10 11.13
10  9x7 30.0 10 11.26
10  9x7  30.0 10 11.40
10  9x7 30.0 10 11.53
12 11x9  35.0 10 12.99
12 11x9 350 10 13.26
12 11x9 | 350 10 13.40
12 1x9 350 10 1353
12 12x9  40.0 12 14.99
12 12x9  40.0 12 15.26
12 12x9  40.0 12 15.40
12 12x9  40.0 12 1553
14 14x11 | 45.0 12 16.72

O NN 0000 00000000 N0 N0 0 N0 0N
O W VW VW VW VW VW VW N N NN N 00 oo o ﬁ:

O/0|0O|O|O|0O|0O|0O/0O|0|0O|C/@®@O|0C @O @ O | e O

=
—

@Stock OAvailable Upon Order Unit (mm)

Notes:
Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.

Workpiece Material

A ~m 3 N B O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cgst Copper  Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum -, temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <35HRC 35-45HRC| Si<12% | Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
@) O © @) O
© Most Suitable O Suitable Recommended Cutting Data % P287
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High-performance Internal Cooling General Machining Fluteless Tap
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1 = SE
THL LsQ
THL LsQ
LF LF
Continued
Sche- i
Order No. Thread Size TD TP TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
Diagram Stock
T118-FDC-180200C-6HX M18x2 118 2 6HX 25P C 12 1125 25 61 14 11 14 14x11 450 12 1699 O
T118-FDC-180150C-6HX M18x1.5 18 1.5 6HX 25P C 12 1125 25 61 14 11 14 14x11 450 12 1726 O
T118-FDC-200250C-6HX M20x2.5 20 2.5 6HX 25P C 12 140 25 69 16 12 15 16x12 50.0 12 1872 O
T118-FDC-200200C-6HX M20x2 20 2 6HX 25P C 12 140 25 69 16 12 15 16x12 50.0 12 1899 O
T118-FDC-200150C-6HX M20x1.5 20 1.5 6HX 25P C 12 140 25 69 16 12 15 16x12  50.0 12 19.26 O
T118-FDC-220250C-6HX M22x2.5 22 25 6HX 25P C 12 140 25 69 18 145 17 18x145 550 12 2072 O
T118-FDC-220200C-6HX M22x2 122 2 6HX 25P C 12 140 25 69 18 145 17 18x145 550 12 2099 O
T118-FDC-220150C-6HX M22x1.5 22 1.5 6HX 25P C 12 140 25 69 18 145 17 18x145 550 12 21.26 O
T118-FDC-240300C-6HX M24x3 124 3 6HX 25P C 12 1160 30 78 18 145 17 18x145 60.0 12 2245 O
T118-FDC-240250C-6HX M24x2.5 24 25 6HX 25P C 12 160 30 78 18 145 17 18x145 60.0 12 2272 O
T118-FDC-240200C-6HX M24x2 124 2 6HX 25P C 12 1160 30 78 18 145 17 18x145 60.0 12 2299 O
T118-FDC-270300C-6HX M27x3 27 3 6HX 25P C 12 160 30 78 20 16 19 20x16 675 12 2545 O
T118-FDC-270250C-6HX M27%x2.5 27 2.5 6HX 25P C 12 160 30 78 20 16 19 20x16 675 12 2572 O
T118-FDC-270200C-6HX M27x2 127 2 6HX 25P C 12 160 30 78 20 16 19 20x16 675 12 2599 O
T118-FDC-300350C-6HX M30x3.5 30 3.5 6HX 25P C 12 180 35 83 22 18 21 22x18 75.0 12 2818 O
T118-FDC-300300C-6HX M30x3 30 3 6HX 25P C 12 180 35 83 22 18 21 22x18 75.0 12 2845 O
T118-FDC-300250C-6HX M30x2.,5 30 2.5 6HX 25P C 12 1180 35 88 22 18 21 22x18 75.0 12 2872 O
T118-FDC-300200C-6HX M30x2 30 2 6HX 25P C 12 180 35 88 22 18 21 22x18 75.0 12 2899 O
@Stock OAvailable Upon Order Unit (mm)
Notes:
Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast Alz%:?:jm Cast High-
St Alloy Steel, | Ferritic/ | Stainless Iron, | High Alloy ; Copper  Composite 9 Titanium | Hardened = Hardened
eel, Tool Steel | M - Steel Nodul Castl Alloy, Cast = Aluminum Al Material temperature Al Steel Steel
Alloy Stee| | 100! Steel | Martensitic teel odular astlron \iim | Allo oy ateria Allo oy teel teel
Y Steel Cast Iron Y Y
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 = <HB400 |45-55HRC|55-60HRC
©) o ©) ©) ©)
© Most Suitable O Suitable Recommended Cutting Data % P287
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1D
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High-performance Internal Cooling General Machining Fluteless Tap

DCON

LF

4&@9[

Q
@

Order No.

T118-FDR-040070D-6HX
T118-FDR-050080D-6HX
T118-FDR-060100D-6HX
T118-FDR-070100D-6HX
T118-FDR-080125D-6HX
T118-FDR-080100D-6HX
T118-FDR-100150D-6HX
T118-FDR-100125D-6HX
T118-FDR-100100D-6HX
T118-FDR-120175D-6HX
T118-FDR-120150D-6HX
T118-FDR-120125D-6HX
T118-FDR-120100D-6HX
T118-FDR-140200D-6HX
T118-FDR-140150D-6HX
T118-FDR-140125D-6HX
T118-FDR-140100D-6HX
T118-FDR-160200D-6HX
T118-FDR-160150D-6HX
T118-FDR-160125D-6HX
T118-FDR-160100D-6HX
T118-FDR-180250D-6HX

Thread Size TD TP TCTR

M4x0.7
M5x0.8
M6x1
M7x1
M8x1.25
M8x1
M10x1.5
M10x1.25
M10x1
M12x1.75
M12x1.5
M12x1.25
M12x1
M14x2
M14x1.5
M14x1.25
M14x1
M16x2
M16x1.5
M16x1.25
M16x1
M18x2.5

4107 6HX
5 0.8 6HX
6 1 6HX
7 1 6HX
8 6HX
6HX
6HX
6HX
6HX
6HX
6HX
6HX
6HX
6HX
6HX
6HX
6HX
6HX
6HX
6HX
6HX
6HX

1.25
8 1
10 1.5
10 1.25
10 1
1211.75
1215
12 1.25
12 1

1.5
1.25

1.5
1.25
16 1

18 25

@Stock OAvailable Upon Order

Notes:

LF

TCL THCHT Dfsrf:t‘ieé LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD StI(?ck
iagram

4P D 11 63 9 21 45 34 6 45x34 100 4 370 O
4P D 11 70 10 25 6 49 8 | 6x49 125 4 464 O
4P D 11 80 10 30 6 49 8  6x49 150 4 553 O
4p D 12 80 10 30 7 55 8 7x55 175 4 653 O
4p D 12 190 13 35 8 62 9 8x62 200 8 740 O
4p D 12 /90 13 35 8 62 9 8x62 200 8 753 O
4p D 12 /100 15 39 10 8 11| 10x8 250 10 926 O
4p D 12100 15 39 10 8 11 10x8 250 10 940 O
4P D 12 /100 15 39 10 8 11 10x8 250 10 953 O
4p D 12 110 17 49 9 7 10 9x7 30.0 10 11.13 O
4p D 12 1110 17 49 9 7 10 9x7 300 10 11.26 O
4p D 12 110 17 49 9 7 10 9x7 30.0 10 1140 O
4p D 12 110 17 49 9 7 10 9x7 300 10 1153 O
4p D 12 110 20 53 11 9 12| 11x9 |35.0 10 (1299 O
4p D 12 110 20 53 11 9 12 11x9 350 10 1326 O
4P D 12 110 20 53 11 9 12 11x9 350 10 1340 O
4P D 12 /110 20 53 11 9 12 11x9 350 10 1353 O
4p D 12 110 20 54 12 9 12 12x9 | 40.0 12 1499 O
4p D 12110 20 54 12 9 12 12x9 | 40.0 12 1526 O
4p D 12 110 20 54 12 9 12| 12x9 | 40.0 12 1540 O
4p D 12110 20 54 12 9 12 12x9 | 40.0 12 1553 O
4P D 12 125 25 61 14 11 14 14x11 450 12 1672 O

Unit (mm)

Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.

M

12

Workpiece Material

1234 5 67 123 3 12 3 4
PH and Gray Forged
Carbon o ) ) B aluminum Cast
Alloy steel,  ferritic/ | Stainless | castiron, = High alloy ’ Copper
steel, - ) alloy, cast | aluminum
tool steel ' martensitic.  steel nodular | castiron i alloy
alloy steel ) aluminium = alloy
steel cast iron
alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% @ Si>12% <HB200
O O © @) O
© Most Suitable O Suitable

280 _ GESAC

5 123 4 1 2
. High -
Composite Titanium | Hardened = Hardened
-1 temperature
material alloy alloy steel steel

<HB450 <HB400 45-55HRC 55-60HRC

Recommended Cutting Data 3 P287



Tap | HOLEMAKING TOOLS

cega, erg HSS- .
T118-FDR e e E1EEEREA RN LD
High-performance Internal Cooling General Machining Fluteless Tap

Lu § ) 3
TCL Type-11 =1 % TCL Type-12 8 %,
= — ::%::::::: Dt ===cldae=db === X
1 = SE
THL LsQ
THL LsQ
LF LF
Continued
Sche- i
Order No. Thread Size TD TP TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
Diagram Stock
T118-FDR-180200D-6HX M18x2 118 2 | 6HX 4P D 12 125 25 61 14 11 14 14x11 450 12 1699 O
T118-FDR-180150D-6HX M18x1.5 18 1.5 6HX 4P D 12 1125 25 61 14 11 14 14x11 450 12 1726 O
T118-FDR-200250D-6HX M20x2.5 20| 2.5 6HX 4P D 12 140 25 69 16 12 |15 16x12 50.0 12 1872 O
T118-FDR-200200D-6HX M20x2 20 2 6HX 4P D 12 140 25 69 16 12 |15 16x12 50.0 12 18.99 O
T118-FDR-200150D-6HX M20x1.5 20| 1.5 6HX 4P D 12 140 25 69 16 12 |15 16x12 50.0 12 19.26 O
T118-FDR-220250D-6HX M22x2.5 22 2.5 6HX 4P D 12 140 25 69 18 145 17 18x145 55.0 12 20.72 O
T118-FDR-220200D-6HX M22x2 122 2 6HX 4P D 12 1140 25 69 18 145 17 18x145 55.0 12 2099 O
T118-FDR-220150D-6HX M22x1.5 22 1.5 6HX 4P D 12 1140 25 69 18 145 17 18x145 55.0 12 2126 O
T118-FDR-240300D-6HX M24x3 124 3 | 6HX 4P D 12 1160 30 78 18 145 17 18x145 60.0 12 2245 O
T118-FDR-240250D-6HX M24x2.5 241 2.5 6HX 4P D 12 160 30 78 18 145 17 18x145 60.0 12 2272 O
T118-FDR-240200D-6HX M24x2 124 2 6HX 4P D 12 1160 30 78 18 145 17 18x145 60.0 12 2299 O
T118-FDR-270300D-6HX M27x3 27 3 6HX 4P D 12 160 30 78 20 16 19 20x16 675 12 2545 O
T118-FDR-270250D-6HX M27x2.5 27| 2.5 6HX 4P D 12 160 30 78 20 16 19 20x16 675 12 2572 O
T118-FDR-270200D-6HX M27x2 27 2 6HX 4P D 12 160 30 78 20 16 19 20x16 675 12 2599 O
T118-FDR-300350D-6HX M30x3.5 30| 3.5 6HX 4P D 12 1180 35 83 22 18 21 22x18 750 12 2818 O
T118-FDR-300300D-6HX M30x3 30 3 6HX 4P D 12 180 35 83 22 18 21 22x18 75.0 12 2845 O
T118-FDR-300250D-6HX M30x2.5 30| 2.5 6HX 4P D 12 1180 35 88 22 18 |21 22x18  75.0 12 2872 O
T118-FDR-300200D-6HX M30x2 30 2 6HX 4P D 12 180 35 88 22 18 121 22x18 75.0 12 28.99 O
@Stock OAvailable Upon Order Unit (mm)
Notes:
Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AIZ?TZ?:Sm Cast High-
St Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy ; Copper  Composite 9 Titanium | Hardened = Hardened
el ToolSteel Martensitic Steel | Nodular | Castlron /oY% Cast Aluminum 7 Material | (SMPerature Steel Steel
Alloy Steel ool Steel | Martensitic ee odular astlron |\ ium Alloy oy ateria Alloy oy ee ee
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 = <HB400 |45-55HRC|55-60HRC
©) o ©) ©) ©)
© Most Suitable O Suitable Recommended Cutting Data % P287
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HOLEMAKING TOOLS | Tap

RTUP T HSs- foman 1SO |+
T118-SDN e 20 EE 68 B RN 1D W

High-performance General Machining Spiral Fluted Tap

Ly

ToL Type-5 -
ype %, L. TCoL Type-13
ot I T é ;@5 - -
= [

DCON
—
c

DCON

D,

THL LsQ THL LsSQ
LF LF
. Schg- i
Order No. Thread Size TD TP TCTR TCL THCHT Dirgggcm LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock

T118-SDN-040070C-6HX M4x0.7 | 4 0.7 6HX 25P C 13 63 9 21 45 34 6 45x34 100 3 330 @
T118-SDN-050080C-6HX M5x0.8 5 0.8 6HX 25P C 13 170 10 25 6 49 8  6x49 125 3 420 @
T118-SDN-060100C-6HX M6x1 6 1 6HX 25P C 13 80 1030 6 49 8 | 6x49 150 3 500 @
T118-SDN-070100C-6HX M7x1 7 1 6HX 25P C 5 80 10 30 7 55 8  7x55 175 3 6.00 O
T118-SDN-080125C-6HX = M8x1.25 = 8 [1.25 6HX 2.5P C 5 90 13 /35 8 62 9 8x62 200 3 675 @
T118-SDN-080100C-6HX M8x1 8 1 6HX 25P C 5 90 13 35 8 62 9 8x62 200 3 700 @
T118-SDN-100150C-6HX = M10x1.5 10| 1.5 6HX 2.5P C 5 1100 15 39 10 8 11 10x8 250 3 850 @
T118-SDN-100125C-6HX = M10x1.25 10/1.25 6HX 2.5P  C 5 100 15 39 10 8 11 10x8 250 3 875 @
T118-SDN-100100C-6HX M10x1 110 1 6HX 25P C 5 100 15 39 10 8 11 10x8 250 3 9.00 O
T118-SDN-120175C-6HX = M12x1.75 12/1.75 6HX 2.5P  C 5 110 17 49 9 7 10 9x7 300 3 1025 @
T118-SDN-120150C-6HX = M12x1.5 12| 1.5 6HX 2.5P C 5 110 17 49 9 7 10 9x7 300 3 1050 @
T118-SDN-120125C-6HX = M12x1.25 12/1.25 6HX 2.5P C 5 [110[17 |49| 9 7 10 9x7 300 3 1075 @
T118-SDN-120100C-6HX M12x1 112 1 6HX 25P C 5 110 17 49 9 7 10 9x7 300 3 11.00 O
T118-SDN-140200C-6HX M14x2 14 2 6HX 25P C 5 110 20 53 11 9 12 11x9 350 4 1200 @
T118-SDN-140150C-6HX | M14x1.5 14 1.5 6HX 25P C 5 110 20 53 11 9 12 1M1x9 350 4 1250 @
T118-SDN-140125C-6HX | M14x1.25 14 1.25 6HX 25P C 5 110 20 53 11 9 |12 11x9 | 350 4 [1275 O
T118-SDN-140100C-6HX M14x1 114 1 6HX 25P C 5 110 20 53 M 9 12 1Mx9 350 4 13.00 O
T118-SDN-160200C-6HX M16x2 16 2 6HX 25P C 5 110 20 54 12 9 12 12x9 400 4 1400 @
T118-SDN-160150C-6HX = M16x1.5 16| 1.5 6HX 2.5P C 5 110 20 54 12 9 12 12x9 400 4 1450 @
T118-SDN-160125C-6HX = M16x1.25 16 /1.25 6HX 2.5P  C 5 110 20 54 12 9 12| 12x9 400 4 1475 O
T118-SDN-160100C-6HX M16x1 16 1 6HX 25P C 5 /110 20 54 12 9 12 12x9 | 40.0 4 15.00 O
@Stock OAvailable Upon Order Unit (mm)

Notes:
Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum - temperature
Tool Steel ' Martensitic Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
© O @) O O O O O
© Most Suitable O Suitable Recommended Cutting Data % P287
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T118-PDN

LU
TCL

DCON

Type-5

TRy

THL LsQ

LF

Order No. ngzesd
T118-PDN-040070B-6HX M4x0.7
T118-PDN-050080B-6HX M5x0.8
T118-PDN-060100B-6HX M6x1
T118-PDN-070100B-6HX M7x1
T118-PDN-080125B-6HX M8x1.25
T118-PDN-080100B-6HX M8x1
T118-PDN-100150B-6HX M10x1.5
T118-PDN-100125B-6HX | M10x1.25
T118-PDN-100100B-6HX M10x1
T118-PDN-120175B-6HX | M12x1.75
T118-PDN-120150B-6HX M12x1.5
T118-PDN-120125B-6HX | M12x1.25
T118-PDN-120100B-6HX M12x1
T118-PDN-140200B-6HX M14x2
T118-PDN-140150B-6HX M14x1.5
T118-PDN-140125B-6HX | M14x1.25
T118-PDN-140100B-6HX M14x1
T118-PDN-160200B-6HX M16x2
T118-PDN-160150B-6HX M16x1.5
T118-PDN-160125B-6HX | M16x1.25
T118-PDN-160100B-6HX M16x1

@Stock OAvailable Upon Order

Notes:
Pre-hole size is for reference only.

M

1234 5 67 123
Carbon PH and
Alloy Steel, | Ferritic/ | Stainless
Steel, -
Tool Steel Martensitic|  Steel
Alloy Steel

Steel
<35HRC 35-48HRC
© O

© Most Suitable O Suitable

Tap | HOLEMAKING TOOLS

M’-W‘ M‘W’ HSS- | biNz7y/ 1SO |-
P p
omre | " g | T

High-performance General Machining Spiral Pointed Tap

LU P
B —fTeL Type-13 8 &
a
a8
THL LsQ
LF
Sche- i
TD TP TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock
Diagram
4 0.7 6HX 5P B 13 63 9 21 45 34 6 45x34 100 3 330 @
5 0.8 6HX 5P B 13 70 |10 |25 6 49 8  6x49 125 3 420 @
6 1 6HX 5P B 13 80 1030 6 49 8  6x49 150 3 500 @
7 1 6HX 5P B 5 80 10 30 7 55 8 7x55 175 3 6.00 O
8 1.25 6HX 5P B 5 90 1335 8 62 9 8x6.2 200 3 675 @
8 1 6HX 5P B 5 90 1335 8 62 9 8x62 200 3 700 @
10/ 1.5 6HX| 5P B 5 100 15 39 10 8 11| 10x8 250 3 850 @
10 1.25 6HX 5P B 5 100 15 39 10 8 11| 10x8 250 3 875 @
10 1 | 6HX| 5P B 5 100 15 39 10 8 11| 10x8 250 3 9.00 O
12/1.75 6HX | 5P B 5 110 17 49 9 7 10 9x7 300 4 1025 @
12/ 1.5 6HX| 5P B 5 110 17 49 9 7 10 9x7 300 4 1050 @
12/1.25 6HX | 5P B 5 110 17 49 9 7 10 9x7 300 4 1075 @
12 1 | 6HX| 5P B 5 110 17 149, 9 7 10 9x7 300 4 11.00 O
14 2 6HX| 5P B 5 110 20 53 11 9 12 11x9 350 4 1200 @
141 1.5 6HX| 5P B 5 110 20 53 11 9 12 1M1x9 350 4 1250 @
14 1.25 6HX 5P B 5 110 20 53 11 9 12 1M1x9 350 4 1275 O
14 1 | 6HX| 5P B 5 110 20 53 11 9 12 11x9 350 4 13.00 O
16/ 2 6HX| 5P B 5 110 20 54 12 9 12 12x9 400 4 1400 @
16/ 1.5 6HX| 5P B 5 110 20 54 12 9 12 12x9 400 4 1450 @
16/1.25 6HX | 5P B 5 110 20 54 12 9 12 12x9 400 4 1475 O
16/ 1 | 6HX| 5P B 5 110 20 54 12 9 12 12x9 400 4 1500 O
Unit (mm)
Workpiece Material
12 3 12 3 4 5 123 4 1 2
Gray Cast . Alz%?:jm Cast . -
Y Moy ot A G RS mprre T Mo Hardne
CastIron Aluz?;on}llum Alloy Alloy
<35HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 ' <HB400 |45-55HRC|55-60HRC

@)

O
O )

Recommended Cutting Data % P287
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HOLEMAKING TOOLS | Tap

U Hss- |ons 15O |+nici
T128-HDN PR o [ 85 Jros{ ] W (R

High-performance Cast Iron Machining Straight Fluted Tap

- s g

Ly

ToL Type-5 -
ype %, L. TCoL Type-13
ot I T é ;@5 - -
= [

DCON
—
c

DCON

D,

THL LsQ THL LsSQ
LF LF
Thread i In
Order No. S TD TP TCTR TCL THCHT DESI'EIaCm LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock

T128-HDN-050080C-6HX M5x0.8 5 0.8 6HX 25P C 13 70 10 25 6 49 8  6x49 125 3 420 @
T128-HDN-060100C-6HX M6x1 6 1 6HX 25P C 13 8 10 30 6 49 8  6x49 150 3 500 @
T128-HDN-070100C-6HX M7x1 7 1 6HX 25P C 13 8 10 30 7 55 8  7x55 175 3 6.00 O
T128-HDN-080125C-6HX = M8x1.25 8 [1.25 6HX 2.5P C 5 90 13 35 8 62 9 8x62 200 4 675 @
T128-HDN-080100C-6HX M8x1 8 1 6HX 25P C 5 90 1335 8 62 9 8x62 200 4 7.00 O
T128-HDN-100150C-6HX = M10x1.5 10| 1.5 6HX 2.5P C 5 100 15 39 10 8 11| 10x8 250 4 850 @
T128-HDN-100125C-6HX  M10x1.25 10/1.25 6HX 2.5P C 5 100 15 39 10 8 11 10x8 250 4 875 @
T128-HDN-100100C-6HX M10x1 10 1 6HX 25P| C 5 1100 15 39 10 8 11 10x8 250 4 9.00 O
T128-HDN-120175C-6HX  M12x1.75 12 1.75 6HX 2.5P C 5 110 17 49 9 7 10 9x7 300 4 1025 @
T128-HDN-120150C-6HX = M12x1.5 12| 1.5 6HX 2.5P C 5 110 17 49 9 7 10 9x7 300 4 1050 @
T128-HDN-120125C-6HX  M12x1.25 12/1.25 6HX 2.5P C 5 110 17 49 9 7 10 9x7 300 4 1075 O
T128-HDN-120100C-6HX M12x1 12 1 6HX 25P| C 5 |110/17 |49, 9 7 10 9x7 300 4 11.00 O
T128-HDN-140200C-6HX M14x2 14 2 ' 6HX 2.5P| C 5 1110 20 53 11 9 12 11x9 350 4 12.00 @
T128-HDN-140150C-6HX = M14x1.5 14 1.5 6HX 25P C 5 110 20 53 11 9 12 11x9 350 4 1250 @
T128-HDN-140125C-6HX  M14x1.25 14 1.25 6HX 25P C 5 110 20 53 11 9 12 1Mx9 350 4 1275 O
T128-HDN-140100C-6HX M14x1 14 1 6HX 25P C 5 /110 20 53 11 9 12 11x9 350 4 13.00 O
T128-HDN-160200C-6HX M16x2 16 2 ' 6HX 25P| C 5 110 20 54 12 9 12 12x9 400 4 1400 @
T128-HDN-160150C-6HX = M16x1.5 16 1.5 6HX 2.5P C 5 110 20 54 12 9 12 12x9 400 4 1450 @
T128-HDN-160125C-6HX  M16x1.25 16/1.25 6HX 2.5P C 5 1110 20 54 12 9 12 12x9 400 4 1475 O
T128-HDN-160100C-6HX M16x1 16 1 6HX 2.5P C 5 110 20 54 12 9 12| 12x9 400 4 15.00 O
@Stock OAvailable Upon Order Unit (mm)

Notes:
Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum cht Copper  Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum | temperature
Tool Steel ' Martensitic  Steel Nodular | CastIron i Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <35HRC 35-45HRC| Si<12% | Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
O O
© Most Suitable O Suitable Recommended Cutting Data % P287
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Tap | HOLEMAKING TOOLS

)UFS Hss- 3 ISO [rintci
T128-HDC eriea EEE ER BRI 1LY

High-performance Straight Fluted Tap for Internal Cooling Cast Iron

Machining e s 4
LU 3 LU 3
TCL Type-11 8 < . TCL Type-12 8 3
'_* —— ::%::::::: Et ====d=== ":::::: &
THL Lea THL LsaQ
LF F
Thread Sl In
Order No. S| TD TP TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
ize Diagram Stock
T128-HDC-050080C-6HX | M5x0.8 = 5.000 0.8 6HX 2.5P C N 70 10 25 6 49 8 6x49 125 3 420 O
T128-HDC-060100C-6HX = M6x1 6.000 1 6HX 25P C 11 80 10 30 6 49 8 6x49 15 3 500 O
T128-HDC-070100C-6HX = M7x1 7.000 1 6HX 25P C 11 80 10 30 7 55 8 7x55 175 3 6.00 O
T128-HDC-080125C-6HX | M8x1.25 8.000 1.25 6HX 2.5P C 12 90 13| 35 8 62 9 8x62 20 4 675 O
T128-HDC-080100C-6HX = M8x1 8.000 1 6HX 25P C 12 /90 13|35 8 62 9 8x62 20 4 7.00 O
T128-HDC-100150C-6HX | M10x1.5 10.000 1.5 6HX 2.5P C 12 /100 15 39 10 8 11 10x8 25 4 850 O
T128-HDC-100125C-6HX [M10%1.25 10.000 1.25 6HX 2.5P C 12 /100 15 39 10 8 11 10x8 25 4 875 O
T128-HDC-100100C-6HX =~ M10x1  10.000 1 6HX 2.5P C 12 100 15 39 10 8 11 10x8 | 25 4 9.00 O
T128-HDC-120175C-6HX M12x1.75 12.000 1.75 6HX 2.5P C 12 110 17 49 9 7 10 9x7 30 4 1025 O
T128-HDC-120150C-6HX | M12x1.5 12.000 1.5 6HX 2.5P C 12 110 17 | 49 9 7 10 9x7 30 4 1050 O
T128-HDC-120125C-6HX M12x1.25 12.000 1.25 6HX 2.5P C 12110017 49 9 7 10 9x7 30 4 1075 O
T128-HDC-120100C-6HX | M12x1 12.000 1 6HX 2.5P C 12 110 17 | 49 9 7 10 9x7 30 4 11.00 O
T128-HDC-140200C-6HX | M14x2  14.000 2 6HX 25P C 12 110 20 53 M 9 12 11x9 35 4 12.00 O
T128-HDC-140150C-6HX | M14x1.5 14.000 1.5 6HX 2.5P C 12 110 20 53 11 9 12 11x9 | 35 | 4 1250 O
T128-HDC-140125C-6HX M14x1.25 14.000 1.25 6HX 2.5P C 12 110 20 53 | 11 9 12 1Mx9 | 35 4 1275 O
T128-HDC-140100C-6HX = M14x1 14.000 1 6HX 2.5P C 12 110 20 53 | 11 9 12 11x9 | 35 4 13.00 O
T128-HDC-160200C-6HX | M16x2  16.000 2 6HX 2.5P C 12 110 20 54 12 9 12 12x9 40 4 14.00 O
T128-HDC-160150C-6HX | M16x1.5 16.000 1.5 6HX 2.5P C 12 /110 20 54 12 9 12 12x9 40 4 1450 O
T128-HDC-160125C-6HX M16x1.25 16.000 1.25 6HX 2.5P C 12 /110 20 54 12 9 12 12x9 40 4 1475 O
T128-HDC-160100C-6HX | M16x1 16.000 1 6HX 2.5P C 12 /110 20 54 12 9 12 12x9 40 4 15.00 O
@Stock OAvailable Upon Order Unit (mm)
Notes:
Pre-hole size is for reference only.
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast Alzon:?:Sm Cast High-
s Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy : Copper | Composite g Titanium | Hardened = Hardened
teel 'fooiSteel Martensitic  Steel | Nodular | Castlron | Aoy Cast| Aluminum T Material | (SmPerature. Steel Steel
Alloy Steel ool Steel | Martensitic eel odular astlron )\ um Alloy oy ateria Alloy oy ee ee
Steel Cast Iron
Alloy
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P287
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HOLEMAKING TOOLS | Tap

U Hss- |ons 150 |- nic:
T128-HDR P o (o] 85 Jros{ 1] O [l

High-performanceStraight Fluted Tap for Internal Cooling Cast

Iron Machining —-—— v
Lu Rl L P
TCL Type-11 8 b& TCL Type-12 8 ),
'_f — ::%::::::: ei ===—H=== "::::::
TH — THL LsQ
LF LF
Thread sche- In
Order No. 5 TD TP TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
ize Diagram Stock
T128-HDR-050080C-6HX M5x0.8 5 0.8 6HX 25P C 11 70 10 25| 6 49 8  6x49 125 3 420 O
T128-HDR-060100C-6HX M6x1 6 1 6HX 25P C 11 80 10 30 6 49 8  6x49 150 3 500 O
T128-HDR-070100C-6HX M7x1 7 1 [6HX 25P C 11 80 10 30 7 55 8  7x55 175 3 600 O
T128-HDR-080125C-6HX M8x1.25 8 1.25 6HX |2.5P C 12 9 13 35 8 62 9 8x62 200 4 675 O
T128-HDR-080100C-6HX M8x1 8 1 |6HX 25P C 12 90 13 35 8 62 9  8x62 200 4 700 O
T128-HDR-100150C-6HX M10x1.5 10 1.5 6HX | 25P C 12 1100 15 39 10 8 11 10x8 250 4 850 O
T128-HDR-100125C-6HX  M10x1.25 10 1.25 6HX 2.5P C 12 /100 15 39 10 8 11| 10x8 250 4 875 O
T128-HDR-100100C-6HX M10x1 10 1 6HX 25P C 12100 15 39 10 8 11| 10x8 ' 250 4 9.00 O
T128-HDR-120175C-6HX  M12x1.75 12 1.75 6HX 2.5P C 12110 17 49 9 7 10 9x7 30.0 4 1025 O
T128-HDR-120150C-6HX M12x1.5 12 1.5 6HX | 25P C 12 110 17 49 9 7 10 9x7 300 4 1050 O
T128-HDR-120125C-6HX  M12x1.25 12 1.25 6HX 2.5P C 12 110 17 49 9 7 10 9x7 300 4 1075 O
T128-HDR-120100C-6HX M12x1 12 1 6HX|25P C 12 110 17 49 9 7 10 9x7 300 4 11.00 O
T128-HDR-140200C-6HX M14x2 14 2 6HX|25P C 12 110 20 53 11 9 12 11x9 350 4 1200 O
T128-HDR-140150C-6HX M14x1.5 14 1.5 6HX | 25P C 12 110 20 53 11 9 12| 11x9 350 /| 4 [1250 O
T128-HDR-140125C-6HX  M14x1.25 14 1.25 6HX 25P C 12110 20 53 N 9 12 11x9 350 4 1275 O
T128-HDR-140100C-6HX M14x1 14 1 6HX 25P C 12 110 20 53 11 9 12| 11x9 |35.0 4 (13.00f O
T128-HDR-160200C-6HX M16x2 16 2 6HX|25P C 12 110 20 54 12 9 12 12x9 400 4 1400 O
T128-HDR-160150C-6HX M16x1.5 16 1.5 6HX | 2.5P C 12 110 20 54 12 9 12 12x9 400 | 4 1450 O
T128-HDR-160125C-6HX  M16x1.25 16 1.25 6HX 2.5P C 12 110 20 54 12 9 12 12x9 400 | 4 1475 O
T128-HDR-160100C-6HX M16x1 16 1 6HX | 25P C 12 1110 20 54 12 9 12 12x9 400 4 15.00 O
@Stock OAvailable Upon Order Unit (mm)
Notes:
Pre-hole size is for reference only.
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AIE%?;Sm Cast High-
St Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy h Copper  Composite 9 Titanium | Hardened = Hardened
eel, Tool Steel | M - Steel Nodul Cast1 Alloy, Cast = Aluminum Al Material temperature All Steel Steel
Alloy Stee] | 100! Steel | Martensitic tee odular astlron . iim Allo oy ateria Allo oy tee teel
y Steel Cast Iron y Y
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 @ <HB400 45-55HRC 55-60HRC
O O
© Most Suitable O Suitable Recommended Cutting Data % P287
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Tap | HOLEMAKING TOOLS

Recommended Cutting Data-high-performance Taps

T118-FDC T128-HDC
T118-FDN T118-FDR T118-SDN T118-PDN T128-HDN T128-HDR
Workpiece Material
External Internal . Internal
Cooling Cooling itz Cee i Cooling
Low-carbon Steel
(<125HB) 10-25 15-30 15-25 15-25
High-carbon Steel and
Alloy Steel 8-20 15-25 10-20 10-20
n (<35HRO)
Quenched and
Tempered Steel and Tool 5.12 5.15 5.15 5.15 5.20
Steel
(35-48HRC)

Austenitic Stainless
Steels 10-25 15-30 10-25 10-25
(130-200HB)

M High Strength Austenitic
and Cast Stainless Steel 8-20 15-25 10-25 10-25
(<25HRQ)

Duplex Stainless Steel

(<30HRC) 5-12 5-15 5-12 5-12

Gray Cast Iron and
Nodular Cast Iron 10-20 10-20 20-40 30-50

m (<35HRQ)

High Alloy Cast Iron
(<43HRCQ)

Forged Aluminum Alloy
and Cast Aluminium
Alloy
(Si<12%)

m Cast Aluminum Alloy 10-35 10-35

(Si>12%)

5-15 5-15 10-25 15-35

20-50 30-60 20-50 20-50

Copper Alloy

(<HB200) 20-50 30-60 20-50 20-50

Unit (m/min)
Notes:
1. It is recommended to use a machine with high rigidity for machining.
2. It is recommended to use a special tap shank for machining.
3. The cutting data in the table are recommended data. Please adjust the cutting data according to the actual machining situation.
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ET138-FJN enioaineliol EE EREARN 1L1(W

Economical Fluteless Tap for Steel Machining

- o e
4 ’

4 LU 3
o] TCL Type-5 2
.. TCcL Type-1 a -
I — % %o
a T1 at T I
= L] = [
THL LsQ *_\ THL LsQ
LF LF
Z| z
g g
- TCL
i TCL Type-2 a % Type-6 [ o%
a4 g Et [
THL, LsQ THL LsQ
LF LF
. Schematic In
Order No. Thread Size TD  TP/TPI TCTR TCL THCHT .. LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
Diagram Stock
ET138-F)N-010025D-RH4 M1x0.25 1 0.25 | RH4 4P D 1 32 45| — 3 2.5 3 3x2.5 25 - 1092 O
ET138-FJN-010025E-RH4 M1x0.25 1 0.25 RH4 2P E 2 31 |35| — 3 2.5 3 3x2.5 25 - (092 O
ET138-FJN-012025D-RH4 M1.2x0.25 1.2 0.25 | RH4 | 4P D 1 32 45 — 3 25 3 3%x2.5 3.0 - 112 O
ET138-FJN-012025E-RH4 M1.2x0.25 1.2 0.25 | RH4 | 2P E 2 gl 85 = B 25 3 3%x2.5 3.0 - 112 O
ET138-FJN-014030D-RH4 M1.4x0.3 1.4 0.3 RH4 | 4P D 1 37 65 — 3 25 3 3x2.5 35 - 1129 O
ET138-FJN-014030E-RH4 M1.4x0.3 1.4 0.3 RH4 | 2P E 2 36 65| — 3 2.5 3 3x2.5 35 - (129 O
ET138-F)N-016035D-RH4 M1.6x0.35 1.6 035 | RH4 @ 4P D 1 37 8 | — 3 2.5 3 3x2.5 4.0 — [146 O
ET138-FJN-016035E-RH4 M1.6x0.35 1.6 035  RH4 2P E 2 355 8 | — 3 2.5 3 3%x2.5 4.0 - (146 O
ET138-F)N-017035D-RH4 M1.7x0.35 1.7 035 | RH4 @ 4P D 1 37 8 | — 3 2.5 3 3x2.5 43 - 15 O
ET138-FJN-017035E-RH4 M1.7x0.35 1.7 0.35 | RH4 | 2P E 2 355 8 | — 3 25 3 3%x2.5 4.3 - 156 O
ET138-FJN-020040D-RH5 M2x0.4 2 0.4 RH5 | 4P D 1 45 110 — 3 25 3 3x2.5 5.0 - 18 @
ET138-FJN-020040E-RH5 M2x0.4 2 0.4 RH5 | 2P E 2 435 10 — 3 25 B] 3%x2.5 5.0 - 18 @
ET138-FJN-023040D-RH5 M2.3x0.4 23 0.4 RH5 | 4P D 1 45 110 | — 3 2.5 3 3x2.5 5.8 - 215 O
ET138-FJN-023040E-RH5 M2.3x0.4 23 0.4 RH5 | 2P E 2 435 10 | — 3 25 3 3x2.5 5.8 — 1215 O
ET138-FJN-025045D-RH5 M2.5x0.45 25 0.45 | RH5 @ 4P D 1 45 113 | — 3 2.5 3 3x2.5 6.3 - 1232 @
ET138-FJN-025045E-RH5 M2.5%0.45 25 0.45 | RH5 | 2P E 2 435 13 — 3 25 3 3%x2.5 6.3 - 232 @
ET138-FJN-026045D-RH5 M2.6x0.45 2.6 0.45 | RH5 | 4P D 1 45 | 13 | — 3 25 3 3%x2.5 6.5 - 1242 O
ET138-FJN-026045E-RH5 M2.6x0.45 2.6 045 | RH5 & 2P E 2 435 13 | — B 25 B] 3%x2.5 6.5 — 242 @
ET138-F)N-030050D-RH7 M3x0.5 3 0.5 RH7 | 4P D 1 50 16 | — 4 3.2 6 4x3.2 7.5 - 282 @
@Stock OAvailable Upon Order Unit (mm)
Notes: Pre-hole size is calculated based on an 85% per-
centage of thread engagement, for reference only.
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AIE?;?:Sm Cast High-
Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy ’ Copper | Composite 9 Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum - temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Tap | HOLEMAKING TOOLS

ET138-FJN T oo vese| s Lol | | W [

Economical Fluteless Tap for Steel Machining

- - ———— .
| ’

3| LU g
o TCL Type-5 2
.. TCL Type-1 a -
— b o
fa) 71 01 T I
= L] = [
THL LsQ +_\ THL LsQ
LF LF
Z z
3 3
- TCL Type-2 a > e Type-6 e 2 %
g [l 2| [
THL, LsQ THL LsQ
LF LF
Continued
. Schematic In
Order No. Thread Size TD  TP/TPI TCTR TCL THCHT ~.. LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
Diagram Stock
ET138-FJN-030050E-RH7 M3x0.5 3 0.5 RH7 | 2P E 2 48 16 | — 4 3.2 6 4x3.2 73 - 282 @
ET138-FJN-035060D-RH7 M3.5x0.6 35 0.6 RH7 | 4P D 1 50 16 | — 4 3.2 6 4x3.2 8.8 — 326 @
ET138-FJN-035060E-RH7 M3.5x0.6 3.5 0.6 RH7 | 2P E 2 48 16 — 4 3.2 6 4x3.2 8.8 — 326 @
ET138-FJN-040070D-RH7 M4x0.7 4 0.7 RH7 | 4P D 1 57 18 | — 5 4 7 5x4 10.0 - 371 @
ET138-FJN-040070E-RH7 M4x0.7 4 0.7 RH7 | 2P E 2 55 | 18 | — 5 4 7 5x4 10.0 - (371| @
ET138-FJN-050080D-RH7 M5x0.8 5 0.8 RH7 | 4P D 1 66 20  — 55 4.5 7 | 5.5%x45 125 — |465 @
ET138-FJN-050080E-RH7 M5x0.8 5 0.8 RH7 | 2P E 2 635 20 — 55 4.5 7 | 55%x45 125 — |465 @
ET138-FJN-060100D-RH7 M6x1 6 1 RH7 | 4P D 1 69 27  — 6 4.5 7 6x4.5 15.0 2 555 @
ET138-FJN-060100E-RH7 M6x1 6 1 RH7 | 2P E 2 66.5 27  — 6 4.5 7 6x4.5 15.0 2 (555 @
ET138-FJN-070100D-RH7 M7x1 7 1 RH7 | 4P D 5 70 113 23 6.2 5 8 6.2x5 17.5 2 655 O
ET138-FJN-070100E-RH7 M7x1 7 1 RH7 | 2P E 5 70 [ 13 |23 | 6.2 5 8 6.2x5 17.5 2 (655 O
ET138-FJN-080125D-RH7 M8x1.25 8 1.25 | RH7 | 4P D 5 70 13 36 6.2 5 8 6.2x5 20.0 31741 @
ET138-FJN-080125E-RH7 M8x1.25 8 1.25 RH7 | 2P E 5 70 13 36 6.2 5 8 6.2x5 20.0 3 741 @
ET138-FJN-100150D-RH8 M10x1.5 10 1.5 RH8 | 4P D 5 75 | 15 43 7 5.5 8 7x5.5 25.0 6 929 O
ET138-FJN-100150E-RH8 M10x1.5 10 1.5 RH8 | 2P E 5 75 | 15 43 7 5.5 8 7%x5.5 25.0 6 929 @
ET138-FJN-120175D-RH9 M12x1.75 12 1.75 | RH9 | 4P D 5 82 17 42 85 6.5 9 | 85x%6.5  30.0 6 1116 O
ET138-FJN-120175E-RH9 M12x1.75 12 1.75 | RH9 | 2P E 5 82 17 42 85 6.5 9  8.5x%6.5  30.0 6 11.16 @
ET138-FJN-140200D-RH10 M14x2 14 2 RH10 | 4P D 5 88 20 51 105 8 11 | 10.5x8 = 35.0 6 13.04 O
ET138-FJN-140200E-RH10 M14x2 14 2 RH10 2P E 5 88 20 51 105 8 11 | 10.5x8 = 35.0 6 13.04 @
@Stock OAvailable Upon Order Unit (mm)
Notes: Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AIZ?TZ?:Sm Cast High-
Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy ; Copper | Composite 9 Titanium | Hardened | Hardened
Steel, . Alloy, Cast | Aluminum - temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 = <HB400 |45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321
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ET138-FJN enioaineliol EE EREARN 1L1(W

Economical Fluteless Tap for Steel Machining o = -

4 LU 3
Q ToL Type-5 8
.. TCcL Type-1 a v ype- '5’%,
a T1 at T I
[= 11 = I
THL, LsQ THL LsQ
LF LF
Z| z
2 g
i TCL Type-2 a > ToL Type-6 =| O,
ot 1 ¥ a S
S = g [
THL LsQ TH Lsa
LF LF
Continued
. Schematic In
Order No. Thread Size TD  TP/TPI TCTR TCL THCHT .. LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
Diagram Stock
ET138-FJN-160200D-RH10 M16x2 16 2 RH10 @ 4P D 5 95 20 52 125 10 13 1 12.5x10 @ 40.0 6 15.04 O
ET138-FJN-160200E-RH10 M16x2 16 2 RH10 2P E 5 95 20 52 125 10 13 | 12.5x10  40.0 6 15.04 @
ET138-FJN-U164D-RH4 NO.1-64UNC = 1.854 64 RH4 | 4P D 1 379 — 3 2.5 3 3%x2.5 4.6 - 169 O
ET138-FJN-U164E-RH4 NO.1-64UNC = 1.854 64 RH4 | 2P E 2 355 9 | — B 2.5 3 3%x2.5 4.6 - 169 O
ET138-FJN-U256D-RH4 NO.2-56UNC | 2.184 56 RH4 | 4P D 1 45 112 | — 3 2.5 3 3x2.5 5.5 - 1199 O
ET138-FJN-U256E-RH4 NO.2-56UNC = 2.184 56 RH4 | 2P E 2 435| 12 | — B 2.5 3 3x2.5 5.5 - (199 O
ET138-FJN-U348D-RH4 NO.3-48UNC | 2.515 48 RH4 | 4P D 1 45 15 — 3 2.5 3 3x2.5 6.3 - 1228 O
ET138-FJN-U348E-RH4 NO.3-48UNC | 2.515 48 RH4 | 2P E 2 435 15 | — 3 2.5 3 3x2.5 6.3 - 228 O
ET138-F)N-U440D-RH4 NO.4-40UNC | 2.845 40 RH4 | 4P D 1 45 115 | — 3 2.5 3 3x2.5 71 — 255 O
ET138-FJN-U440E-RH4 NO.4-40UNC = 2.845 40 RH4 | 2P E 2 435 15 — 3 2.5 3 3%x2.5 7.1 — [255| @
ET138-F)N-U540D-RH4 NO.5-40UNC | 3.175 40 RH4 | 4P D 1 50 15| — 4 3.2 6 4x3.2 7.9 — 1288 O
ET138-FJN-U540E-RH4 NO.5-40UNC @ 3.175 40 RH4 | 2P = 2 48 |15 | — 4 3.2 6 4x3.2 7.9 — 28 @
ET138-FJN-U632D-RH7 NO.6-32UNC | 3.505 32 RH7 | 4P D 1 50 16  — 4 3.2 6 4x3.2 8.8 - 316 @
ET138-FJN-U632E-RH7 NO.6-32UNC | 3.505 32 RH7 | 2P E 2 48 16 — 4 3.2 6 4x3.2 8.8 — |316| @
ET138-FJN-U832D-RH7 NO.8-32UNC | 4.166 32 RH7 | 4P D 1 57 18 | — 5 4 7 5x4 10.4 - /382 @
ET138-FJN-U832E-RH7 NO.8-32UNC | 4.166 32 RH7 | 2P E 2 545 18 | — 5 4 7 5x4 104  — 38 @
ET138-FJN-U1024D-RH7 NO.10-24UNC | 4.826 24 RH7 | 4P D 1 66 20 — | 55 4.5 7  55%x45 121 — 434 @
ET138-FJN-U1024E-RH7 NO.10-24UNC = 4.826 24 RH7 | 2P E 2 63.5| 20 | — | 5.5 4.5 7 | 55%x45 121 — 434 @
ET138-FJN-U1224D-RH7 NO.12-24UNC | 5.486 24 RH7 | 4P D 1 66 23 — | 55 4.5 7 | 55%x45 | 13.7 — |500 @
@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > ,
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum cht Copper  Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum -, temperature
Tool Steel ' Martensitic  Steel Nodular | CastIron i Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 | <HB400 |45-55HRC|55-60HRC
©) O
© Most Suitable O Suitable Recommended Cutting Data % P321
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ET138-FJN T oo vese| s Lol | | W [

Economical Fluteless Tap for Steel Machining

- - ———— .
| ’

3| LU g
TCL  Type-1 2 TCL Type-5 &
i b o
Ja) 71 01 T I
= L] = [
THL LsQ THL LsQ
LF LF
Z z
3 3
i TOL Type-2 a 3 TCL Type-6 a o/@
g g a |
THL, LsQ THL Lsa
LF LF
Continued
. Schematic In
Order No. Thread Size TD  TP/TPI TCTR TCL THCHT ~.. LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
Diagram Stock
ET138-FJN-U1224E-RH7 NO.12-24UNC | 5.486 24 RH7 | 2P E 2 63523 | — | 55 4.5 7 | 55%x45 137 — 500 @
ET138-FJN-U1420D-RH7 1/4-20UNC | 6.350 20 RH7 | 4P D 6 62 27  — 6 4.5 7 6x4.5 15.9 2 (575 @
ET138-FJN-U1420E-RH7 1/4-20UNC | 6.350 20 RH7 | 2P E 6 62 | 27 | — 6 4.5 7 6x4.5 15.9 2 575 @
ET138-FJN-U51618D-RH8 5/16-18UNC | 7.938 18 RH8 | 4P D 5 70 15 30 6.1 5 8 6.1x5 19.8 31727 @
ET138-FJN-U51618E-RH8 5/16-18UNC = 7.938 18 RH8 | 2P E 5 70 15 30 6.1 5 8 6.1x5 19.8 3 1727 @
ET138-FJN-U3816D-RH8 3/8-16UNC | 9.525 16 RH8 | 4P D 5 75 16 | 43 7 5.5 8 7x5.5 238 6 877 @
ET138-FJN-U3816E-RH8 3/8-16UNC | 9.525 16 RH8 | 2P E 5 75 | 16 43 7 5.5 8 7x5.5 238 6 877 @
ET138-FJN-U71614D-RH8 7/16-14UNC  11.113 | 14 RH8 | 4P D 5 80 | 20 |40 8 6 9 8%6 27.8 6 1023 O
ET138-FJN-U71614E-RH8 7/16-14UNC  11.113 | 14 RH8 | 2P E 5 80 | 20 40 8 6 9 8%6 27.8 6 1023 O
ET138-FJN-U1213D-RH8 1/2-13UNC 112,700 13 RH8 | 4P D 5 85 21 48 9 7 10 9x7 318 6 1174 O
ET138-FJN-U1213E-RH8 1/2-13UNC 112,700 13 RH8 | 2P E 5 85 21 48 9 7 10 9x7 31.8 6 1174 @
ET138-FJN-U91612D-RH9 9/16-12UNC | 14.288 12 RH9 | 4P D 5 90 21 50 105 8 11 | 10.5x8 = 35.7 6 1325 O
ET138-FJN-U91612E-RH9 9/16-12UNC  14.288 12 RH9 | 2P E 5 90 21 50 105 8 11 | 10.5x8 = 35.7 6 [13.25) O
ET138-FJN-U5811D-RH10 5/8-11TUNC  15.875 (N RH10 = 4P D 5 95 23 /48 12 9 12 12x9 39.7 6 1475 O
ET138-FJN-U5811E-RH10 5/8-11TUNC  15.875 11 RH10 2P E 5 95 23 48 12 9 12 12x9 39.7 6 1475 @
@Stock OAvailable Upon Order Unit (mm)
Notes: Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast A|i?1:?:3m Cast High-
Alloy Steel, | Ferritic/ | Stainless Iron, | High Alloy ; Copper  Composite 9 Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum -, temperature
Tool Steel Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321
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ET138-SJN T oy esef o [esgefoc | 1 9 (R

Economical Spiral Tap for Steel Machining

DCON
—
c
DCON
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o

TCL
TCL  Type-1 . TCL Type-3 - Type-5 S
[ o o < c
E; Bl ]7 - 8 - . I r

THL, LsQ THL LsQ THL LsQ
LE LF i

Continued Continue
) St In

Order No. Thread Size TD  TP/TPI TCTR TCL THCHT rnatlc LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock

Diagram

ET138-SJN-025045C-P2 M2.5x0.45 2.5 0.45 P2 2.5P C 1 45 12| — 3 2.5 3 3x2.5 6.3 2 205 @
ET138-SJN-030050C-P2 M3x0.5 3 0.5 P2 2.5P C 3 50 5 18 4 3.2 6 4x3.2 7.5 3 250 @
ET138-SJN-035060C-P2 M3.5x0.6 35 0.6 P2 | 25P C 3 50 6 | 19 4 3.2 6 4x3.2 8.8 3 .29 O
ET138-SJN-040070C-P2 M4x0.7 4 0.7 P2 | 2.5P C 3 57 1 9 | 20 5 4 7 5x4 100 3 330 @
ET138-SJN-050080C-P2 M5x%0.8 5 0.8 P2 | 2.5P C 3 66 | 8 | 25 5.5 4.5 7 1 55x45 125 3 420 @
ET138-SJN-060100C-P2 M6x1 6 1 P2 | 2.5P C 3 69 12 24 6 4.5 7 6x45 | 150 3 500 @
ET138-SJN-070100C-P3 M7x1 7 1 P3 2.5P C 3 78 13 23 6.2 5 8 6.2x5 175 3 600 @
ET138-SJN-080125C-P3 M8x1.25 8 1.25 P3 2.5P C 5 70 13 36 6.2 5 8 6.2x5 200 3 675 @
ET138-SJN-080100C-P3 M8x1 8 1 P3 2.5P C 5 70 13 36 6.2 5 8 6.2x5 200 3 700 @
ET138-SJN-100150C-P4 M10x1.5 10 1.5 P4 2.5P C 5 75 15 43 7 5.5 8 7%5.5 250 3 850 @
ET138-SJN-100125C-P3 M10x1.25 10 1.25 P3 | 2.5P C 5 75 13 43 7 5.5 8 7x55 | 250 3 875 @
ET138-SJN-100100C-P3 M10x1 10 1 P3 | 2.5P C 5 75 13 | 43 7 5.5 8 7x5.5 | 250 3 9.00 O
ET138-SJN-120175C-P4 M12x1.75 12 1.75 P4 2.5P C 5 82 17 42 8.5 6.5 9 85x65 300 3 1025 @
ET138-SJN-120150C-P4 M12x1.5 12 1.5 P4 2.5P C 5 82 17 42 8.5 6.5 9 85x65 300 3 1050 @
ET138-SJN-120125C-P4 M12x1.25 12 1.25 P4 2.5P C 5 82 13 42 8.5 6.5 9 85x65 30.0 3 1075 @
ET138-SJN-120100C-P3 M12x1 12 1 P3 2.5P C 5 82 13 42 8.5 6.5 9 85x65 300 3 11.00 O
ET138-SJN-140200C-P5 M14x2 14 2 P5 | 2.5P C 5 88 20 51 10.5 8 11 | 10.5x8 350 3 12.00 @
ET138-SJN-140150C-P4 M14x1.5 14 1.5 P4 = 2.5P C 5 88 20 51 10.5 8 11 | 10.5x8 350 3 1250 @
ET138-SJN-140125C-P4 M14x1.25 14 1.25 P4 2.5P C 5 88 20 51 10.5 8 11 | 105x8 350 3 1275 O
ET138-SJN-140100C-P3 M14x1 14 1 P3 2.5P C 5 88 20 51 10.5 8 11 | 10.5x8  35.0 3 13.00 O
ET138-SJN-160200C-P5 M16x2 16 2 P5 2.5P C 5 95 20 52 12.5 10 13 [ 12.5x10 | 40.0 | 3 1400 @
ET138-SJN-160150C-P4 M16x1.5 16 1.5 P4 2.5P C 5 95 20 52 12.5 10 13 | 12510 40.0 | 3 1450 @
ET138-SJN-160125C-P4 M16x1.25 16 1.25 P4 2.5P C 5 95 20 52 12.5 10 13 [ 12.5x10 | 40.0 | 3 1475 O

@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > ,
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum c""?‘ Copper  Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum -, temperature
Tool Steel ' Martensitic  Steel Nodular | CastIron i Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 | <HB400 |45-55HRC|55-60HRC
©) O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Tap for Steel Machining

TCL  Type-1 § & TCtU Type-3 § e TOL B Type-5 g %,
d ﬂ%—u]iype = &L@ e— ~ & g — —1 &L{
f THL, Lsa | *_] THL LsQ THL LsQ
LF IF G

Continued
: St In

Order No. Thread Size TD  TP/TPI TCTR TCL THCHT matlc LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock

Diagram

ET138-SJN-160100C-P3 M16x1 16 1 P3 2.5P C 5 95 20 52 125 10 13 | 12.5x10  40.0 | 3 15.000 O
ET138-SJN-UO80F-P1 NO.0-80UNF | 1.524 80 P1 1.5P F 1 37 10| — 3 25 3 3x2.5 3.8 2 121 O
ET138-SJN-U164F-P1 NO.1-64UNC | 1.854 64 P1 1.5P F 1 37 1 = 3 25 3 3x2.5 4.6 2 146 | O
ET138-SJN-U256C-P1 NO.2-56UNC | 2.184 56 P1 2.5P C 1 45 12 - 3 25 3 3x2.5 5.5 2 173 O
ET138-SJN-U348C-P1 NO.3-48UNC | 2.515 48 P1 2.5P C 1 45 14 - 3 25 3 3%x2.5 6.3 2 (199 | O
ET138-SJN-U440C-P2 NO.4-40UNC | 2.845 40 P2 | 25P C 1 45 6 16 3 25 3 3x2.5 71 3 221 @
ET138-SJN-U540C-P2 NO.5-40UNC | 3.175 40 P2 2.5P @ 3 50 7 19 4 3.2 6 4x3.2 7.9 3 1254 O
ET138-SJN-U632C-P2 NO.6-32UNC | 3.505 32 P2 2.5P C 3 50 8 20 4 3.2 6 4x3.2 8.8 3 271 @
ET138-SJN-U640C-P2 NO.6-40UNF | 3.505 40 P2 2.5P C 3 50 8 20 4 3.2 6 4x3.2 8.8 3 1287| O
ET138-SJN-U832C-P2 NO.8-32UNC | 4.166 32 P2 | 25P C 3 57 | 8 215 5 4 7 5x4 104 | 3 337 @
ET138-SJN-U836C-P2 NO.8-36UNF = 4.166 36 P2 | 25P @ 3 57 | 8 215 5 4 7 5%4 104 3 346 O
ET138-SJN-U1024C-P2 NO.10-24UNC | 4.826 24 P2 | 2.5P @ 3 66 | 10 | 26 55 4.5 7 | 55x45 121 3 377 @
ET138-SJN-U1224C-P2 NO.12-24UNC | 5.486 24 P2 25 @ 3 66 | 10 | 26 5.5 4.5 7 | 55x45 137 3 443 O
ET138-SJN-U1420C-P2 1/4-20UNC | 6.350 20 P2 2.5P C 3 69 12 29 6 4.5 7 6x4.5 159 | 3 508 @
ET138-SJN-U1428C-P2 1/4-28UNF 6.350 28 P2 2.5P C 3 69 12 29 6 4.5 7 6x4.5 159 | 3 544 @
ET138-SJN-U51618C-P3 5/16-18UNC | 7.938 18 P3 | 25P C 5 70 15 30 6.1 5 8 6.1x5 1 198 3 653 @
ET138-SJN-U51624C-P3 5/16-24UNF = 7.938 24 P3 2.5P C 5 70 11 30 6.1 5 8 6.1x5 198 3 683 @
ET138-SJN-U3816C-P3 3/8-16UNC | 9.525 16 P3 | 25P @ 5 75 | 16 | 43 7 5.5 8 7x55 1238 3 794 @
ET138-SJN-U3824C-P3 3/8-24UNF | 9.525 24 P3 | 25P @ 5 75 | 11 | 43 7 5.5 8 7x55 238 3 847 @
ET138-SJN-U71614C-P4 7/16-14UNC | 11.113 14 P4 | 2.5P C 5 80 | 20 | 40 8 6 9 8%6 278 | 3 1930 O
ET138-SJN-U71620C-P3 7/16-20UNF  11.113 20 P3 2.5P C 5 80 13 40 8 6 9 8x6 278 | 3 1984 O
ET138-SJN-U1213C-P4 1/2-13UNC 1 12.700 13 P4 | 25P C 5 85 21 48 9 7 10 9x7 31.8 | 3 [10.75 O
ET138-SJN-U1220C-P3 1/2-20UNF  12.700 20 P3 2.5P C 5 85 13 48 9 7 10 9x7 318 | 3 (1143 @

@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Calst Copper  Composite High- Titanium | Hardened = Hardened
Steel, " Alloy, Cast = Aluminum - temperature
Tool Steel | Martensitic  Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel CastIron
Alloy
<35HRC |35-48HRC <35HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Tap for Steel Machining

DCON
—
c
DCON
DCON

o

TCL
TCL  Type-1 . TCL Type-3 - Type-5 S
[ o o < c
E; Bl ]7 - 8 - . I r

THL, LsQ THL LsQ THL LsQ
LF LF LF
Continued
Sche- In
Order No. Thread Size TD  TP/TPI TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock
Diagram
ET138-SJN-U91612C-P4 9/16-12UNC | 14.288 12 P4 2.5P C 5 90 21 50 10.5 8 11 | 10.5x8 | 35.7 3 1217 O
ET138-SJN-U91618C-P3 9/16-18UNF | 14.288 18 P3 2.5P C 5 9 15 50 10.5 8 11 | 10.5x8 | 35.7 3 1288 O
ET138-SJN-U5811C-P4 5/8-11TUNC | 15.875 1M P4 2.5P C 5 95 | 23 | 48 12 9 12 12x9 39.7 3 1357 O
ET138-SJN-U5818C-P3 5/8-18UNF  15.875 18 P3 2.5P C 5 95 23 48 12 9 12 12x9 39.7 | 3 1446 O
@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ .
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum -, temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
©) O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Pointed Tap for Steel Machining

TCL  Type-1 § & TCtU Type-3 § e TOL B Type-5 g %,
e = &‘@ = & d —— &Q
! ,m,\ LsQ THL Lsa THL LsQ

LF LF LF

Order No. ThreadSize TD  TP/TPI TCTR TCL THCHT SSM€MatC oy |y DCON DRVS LSQ CZCMS TDRM NOF PHD "
Diagram Stock

ET138-PJN-010025B-P1 | M1x0.25 1 025  P1 5P B 1 37 45 — 3 253 325 25 2 075 O
ET138-PJN-012025B-P1 | M12x025 12 025 P1 5P B 1 37/ 55| — | 3 | 25| 3| 3x25 | 30 | 2 |095| O
ET138-PJN-014030B-P1 | M1.4x03 14 03  P1  5P B 1 37 9 — 3 253 3x5 35 2 110 O
ET138-PJN-016035B-P2 | M1.6x0.35 1.6 035 P2 5P B 1 37 8 — 3  25|3 3x5 40 2 125 O
ET138-PJN-020040B-P2  M2x0.4 2 04 | P2 5P B 1 45, 11— 3 25 3 325 50 2 160 @
ET138-PJN-025045B-P2 | M2.5x045 25 045 P2 5P B 1 45/ 12 — 3 25 3| 325 | 63 2 205 @
ET138-PJN-030050B-P2  M3x0.5 3 05 | P2 5P B 3 50 12 19 4 32 6 432 75 3 250 @
ET138-PJN-035060B-P2 | M35x06 35 06 P2 5P B 3 50 13 20 4 32 6 432 88 3 29 O
ET138-PJN-040070B-P2  M4x0.7 4 07 | P2 5P B 3 57 14 21 5 4 7 5x4 100 3 330 @
ET138-PJN-050080B-P2  M5x0.8 5 08 | P2 5P B 3 66 16 25| 55 45 | 7  55x45 125 3 420 @
ET138-PJN-060100B-P2  M6x1 6 1 P2 | 5 B 3 69 195 29 6 45 7  6x45 150 3 500 @
ET138-PJN-070100B-P3  M7x1 7 1 P3 5 B 3 |78 13 23 62 5 |8 625 175 3 600 @
ET138-PJN-080125B-P3 | M8x1.25 8 | 125 P35 | B 5 70 22 |37 62 5 8 | 62x5 200 3 675 @
ET138-PJN-080100B-P3  M8x1 8 1 P3 5 B 5 70| 22 |37 62 | 5 8 | 62x5 200 3 700 @
ET138-PJN-100150B-P4 | M10x15 10 15 P4 5P B 5 75 24 43 7 5 '8 7x5 | 250 3 850 @
ET138-PJN-100125B-P3 | M10x125 10 125 P3 5P B 5 |75 24 | 43 7 5 |8 7x5 | 250 3 875 @
ET138-PJN-100100B-P3 | M10x1 10 1 P3 5 B 5 75 24 43 7 5 8 7x5 | 250 3 9.00 O
ET138-PJN-120175B-P4 = M12x1.75 12 175 P4 5P B 5 82 29 4 85 65 9  85x65 300 3 1025 @
ET138-PJN-120150B-P4 | M12x1.5 12 15 P4 5P B 5 82 29 46 85 65 9  85x65 300 3 1050 @
ET138-PJN-120125B-P4 | M12x1.25 12 | 125 P4 5P B 5 82| 29 46 85 65 9  85x65 300 3 1075 @
ET138-PJN-120100B-P3 | M12x1 12 1 P3 5 B 5 82 29 46 85 65 9  85x65 300 3 11.00 O
ET138-PJN-140200B-P5 | M14x2 14 2 PS 5P B 5 88| 20 51 105 8 11| 105x8 350 3 1200 @
ET138-PJN-140150B-P4 | M14x15 14 15 P4 5P B 5 88| 20 51 105 8 11 105x8 350 3 1250 @
@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum - temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 = <HB400 |45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321

GESAC __295



HOLEMAKING TOOLS | Tap

ET138-PJN anioaline)ioel E2 R EARN (W)

Economical Spiral Pointed Tap for Steel Machining

Type-1 § TCIL-U Type-3 g —efie TCL - Type-5 g
! THL, LsQ THL Lsa@ THL LsQ
LF LF '

Continued
Order No. ThreadSize TD  TP/TPL TCTR TCL THCHT “SM®M3UC e 7 LU DCON DRVS LSQ CZCMS TDRM NOF PHD "
Diagram Stock
ET138-PJN-140125B-P4 | M14x125 14 125 P4 5P B 5 8| 20 51 105 8 11 105x8 350 3 1275 O
ET138-PJN-140100B-P3 | M14x1 14 1 P3 5P B 5 88 20 51 105 8 11 105x8 350 3 13.00 O
ET138-PJN-160200B-P5 ~ M16x2 16 2 PS  5p | B 5 95 20 52 125 10 13 | 125x10 400 @3 1400 @
ET138-PJN-160150B-P4 | M16x1.5 =~ 16 1.5 P4 | 5P B 5 95 20 52 125 10 13 | 125x10 400 @3 1450 @
ET138-PJN-160125B-P4 = M16x1.25 16 125 P4 5P | B 5 195/ 20 52 125 10 13 125x10 400 3 1475 O
ET138-PJN-160100B-P3 | M16x1 16 1 P3 5P B 5 195 20 52 125 10 13 125x10 400 3 1500 O
ET138-PJN-UOSOB-PT  NO.O-80UNF 1524 80 | P1 5P B 1 37/ 10 | — | 3 | 25| 3| 3x25 | 38 | 2 [121] O
ET138-PJN-UT64B-P1 |NO.1-64UNC 1.854 64 = P1 5P | B 1 37 11— 3 25 3 3x25 46 2 146 O
ET138-PJN-U256B-P1 | NO.2-56UNC 2184 56 = P1 5P | B 1 45/ 12 | — | 3 | 25| 3| 3x25 | 55 | 2 [173| O
ET138-PJN-U348B-P1 | NO.3-48UNC 2515 48  P1 | 5P B 1 45 14 - 3 253 3x25 63 2 199 O
ET138-PJN-U440B-P2 | NO.4-40UNC 2.845 40 P2 | 5P B 1 45, 13— 3 25| 3| 325 71 | 3 221 @
ET138-PJN-U540B-P2 |NO.5-40UNC 3175 40 | P2 5P | B 3 50 12 19 4 32 6 4x32 79 3 254 O
ET138-PJN-U632B-P2 |NO.6-32UNC 3505 32 = P2 5P | B 3 50| 13 20 4 32 6 4x32 88 3 271 @
ET138-PJN-U832B-P2 |NO.8-32UNC 4166 32 @ P2 5P | B 3 57135 215 5 4 7| s5x4 104 3 (337 @
ET138-PJN-U1024B-P2 NO.10-24UNC 4826 24 = P2 5P B 3  |66|165 26| 55 | 45 | 7  55x45 | 121 | 3 (377 @
ET138-PJN-U1032B-P2 \NO.10-32UNF 4826 32 & P2 5P | B 3 66 165 26 55 45 7  55x45 121 3 403 O
ET138-PJN-U1224B-P2 NO.12-24UNC 5486 24 P2 | 5P B 3 66 165 26 55 45 7 | 55x45 137 | 3 443 O
ET138-PJN-U1228B-P2 NO.12-28UNF 5486 28 = P2 5P | B 3 66 165 26 55 45 7 55x45 137 3 458 O
ET138-PJN-U1420B-P2 | 1/4-20UNC 6350 20 = P2 5P | B 3 69195 29 6 45 7 6x45 159 3 508 @
ET138-PJN-U1428B-P2 | 1/4-28UNF 6350 28 @ P2 5P | B 3 69195 29 6 45 7  6x45 159 3 544 @
ET138-PJN-U51618B-P3 | 5/16-18UNC 7.938 18 = P3 5P @ B 5 70/ 23 38 61 5 8 61x5 198 3 653 @
ET138-PJN-U51624B-P3 | 5/16:24UNF 7938 24 = P3 5P | B 5 70 23 38 61 5 8 61x5 198 3 688 @
ET138-PJN-U3816B-P3 | 3/8-16UNC 9525 16 = P3 5P B 5 75 25 43 7 55 8 7x55 238 3 794 @
@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast - .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum -, temperature
Tool Steel ' Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC Si<12%  Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Pointed Tap for Steel Machining

g o § ToL N §
one TCL  Type-1 8 & . TCL Type-3 8 - Type-5 ) %,
l ° Lo o L - >,
Ee=I—— B g ~ ~ ei —
f THL, LsQ THL LsQ THL LsQ
LF LF LF
Continued
. Schematic In
Order No. Thread Size TD TP/TPI TCTR TCL THCHT . LF THL LU DCON DRVS LSQ CzZCMS TDRM NOF PHD
Diagram Stock
ET138-PJN-U3824B-P3 | 3/8-24UNF | 9.525 24 P3 5P B 5 75| 25 43 7 5.5 8 7x5.5 23.8 3 847 @
ET138-PJN-U71614B-P4 | 7/16-14UNC  11.113 14 P4 5P B 5 80| 29 45 8 6 9 8x6 27.8 3 (930 O
ET138-PJN-U71620B-P3 | 7/16-20UNF | 11.113 20 P3 5P B 5 80 29 45 8 6 9 8x6 27.8 3 1984 O
ET138-PJN-U1213B-P4 | 1/2-13UNC  12.700 13 P4 5P B 5 85 30 48 9 7 10 9x7 31.8 3 1075 O
ET138-PJN-U1220B-P3 | 1/2-20UNF | 12.700 20 P3 5P B 5 85 30 48 9 7 10 9x7 31.8 3 1143 @
ET138-PJN-U91612B-P4 | 9/16-12UNC  14.288 12 P4 5P B 5 90 30 50 10.5 8 11 10.5%8 35.7 3 1217 O
ET138-PJN-U91618B-P3 | 9/16-18UNF  14.288 18 P3 5P B 5 90 30 50 10.5 8 1M 10.5%8 35.7 3 1288 O
ET138-PJN-U5811B-P4 | 5/8-11UNC ' 15.875 11 P4 5P B 5 95| 23 48 12 9 12 12x9 39.7 3 (1357 O
ET138-PJN-U5818B-P3 | 5/8-18UNF | 15.875 18 P3 5P B 5 95| 23 48 12 9 12 12x9 39.7 3 1446 O
@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; '
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Ca,St Copper Composite High- Titanium | Hardened | Hardened
Steel, . Alloy, Cast = Aluminum - temperature
Tool Steel Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Fluteless Tap for Stainless Steel Machining
A — s

4 LU 3
o] TCL Type-5 2
.. TCcL Type-1 a -
I — % %o
a T1 at T I
= 1] = [l
THL LsQ *_\ THL LsQ
LF LF
Z| z
3 3
- TCL
: TCL Type-2 Jal % Type-6 a o%
S ==I{ 2l [
THL, LsQ THL LsQ
LF LF
Sche- In
Order No. Thread Size TD TP/TPI TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock
Diagram
ET168-F)N-010025D-RH4 M1x0.25 1 0.25 | RH4 @ 4P D 1 32 |45 — 3 2.5 3 3x2.5 25 - 092 O
ET168-FJN-010025E-RH4 M1x0.25 1 0.25  RH4 2P E 2 31 |35]|— 3 25 3 3x2.5 2.5 - 1092| O
ET168-FJN-012025D-RH4 M1.2x0.25 1.2 0.25 | RH4 4P D 1 32 45 — 3 25 3 3%x2.5 30  — 112 O
ET168-FJN-012025E-RH4 M1.2x0.25 1.2 0.25 | RH4 2P E 2 gl 85 = 3 25 3 3%x2.5 30 | —[112| O
ET168-FJN-014030D-RH4 M1.4x0.3 1.4 0.3 RH4 | 4P D 1 37 65 — 3 25 3 3%x2.5 3.5 - 1129 O
ET168-FJN-014030E-RH4 M1.4x0.3 1.4 0.3 RH4 | 2P E 2 36 |65 — 3 25 3 3x2.5 35 - 1129 O
ET168-F)N-016035D-RH4 M1.6x0.35 1.6 035 | RH4 @ 4P D 1 37 8 - 3 2.5 3 3x2.5 4.0 - 146 O
ET168-FJN-016035E-RH4 M1.6x0.35 1.6 0.35 RH4 2P E 2 B B = 3 215) 3 3%x2.5 40 | — 146 O
ET168-F)N-017035D-RH4 M1.7x0.35 1.7 035 | RH4 @ 4P D 1 37 8 - 3 2.5 3 3x2.5 4.3 - 15 O
ET168-FJN-017035E-RH4 M1.7x0.35 1.7 0.35  RH4 2P E 2 355 | 8 | — 3 25 3 3%x2.5 43 | — 156 O
ET168-FJN-020040D-RH5 M2x0.4 2 0.4 RH5 = 4P D 1 45 10 — 3 25 3 3%x2.5 50  — 185 @
ET168-F)N-020040E-RH5 M2x0.4 2 0.4 RH5 2P E 2 435 10 — 3 25 3 3%x2.5 5.0 — 185 @
ET168-F)N-023040D-RH5 M2.3x0.4 23 0.4 RH5 | 4P D 1 45 110  — 3 25 3 3x2.5 5.8 - 215 O
ET168-FJN-023040E-RH5 M2.3x0.4 23 0.4 RH5 | 2P E 2 435 10 — 3 25 3 3x2.5 5.8 — 1215 O
ET168-F)N-025045D-RH5 M2.5%0.45 25 0.45 | RH5 @ 4P D 1 45 113 — 3 25 3 3x2.5 6.3 - 1232 @
ET168-FJN-025045E-RH5 M2.5%0.45 25 0.45  RH5 2P E 2 435 | 13 | — 3 25 3 3%x2.5 63 — 232 @
ET168-FJN-026045D-RH5 M2.6x0.45 2.6 0.45 | RH5 4P D 1 45 13 — 3 25 3 3%x2.5 65 | — 242 O
ET168-FJN-026045E-RH5 M2.6x0.45 2.6 045  RH5 2P E 2 435 | 13 | — 3 25 3 3%x2.5 65 | — 242 @
ET168-F/N-030050D-RH7 M3x0.5 3 0.5 RH7 | 4P D 1 50 | 16  — 4 3.2 6 4x3.2 7.5 — 282 @
@Stock OAvailable Upon Order Unit (mm)
Notes: Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum .| temperature
Tool Steel ' Martensitic Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% @ Si>12%  <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Fluteless Tap for Stainless Steel Machining
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o TCL Type-5 2
.. TCL Type-1 a -
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fa) 71 01 T T
[= 11 = [
THL, LsQ THL Lsa
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Z z
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i TOL Type-2 a 3 TCL Type-6 a ) 2
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THL, Lsa THL Lsa
LF LF
Continued
Sche- In
Order No. Thread Size TD  TP/TPI TCTR TCL THCHT  matic LF THL LU DCON DRVS LSQ CzZCMS TDRM NOF PHD Stock
Diagram
ET168-FJN-030050E-RH7 M3x0.5 3 0.5 RH7 | 2P E 2 48 | 16 | — 4 32 6 4x3.2 7.5 — 282 @
ET168-FJN-035060D-RH7 M3.5x0.6 35 0.6 RH7 | 4P D 1 50 |16  — 4 3.2 6 4x3.2 88 — 326 @
ET168-FJN-035060E-RH7 M3.5x0.6 3.5 0.6 RH7 | 2P E 2 48 | 16 | — 4 3.2 6 4x3.2 88 — 326 @
ET168-FJN-040070D-RH7 M4x0.7 4 0.7 RH7 | 4P D 1 57 |18  — 5 4 7 5x4 100  — 371 @
ET168-FJN-040070E-RH7 M4x0.7 4 0.7 RH7 | 2P E 2 55 | 18 | — 5 4 7 5x4 100  — 371 @
ET168-FJN-050080D-RH7 M5x0.8 5 0.8 RH7 | 4P D 1 66 | 20  — 5.5 4.5 7 55x45 125 | — 465 @
ET168-FJN-050080E-RH7 M5x0.8 5 0.8 RH7 | 2P E 2 63520 | — 5.5 4.5 7 55x45 125 | — 465 @
ET168-FJN-060100D-RH7 M6x1 6 1 RH7 | 4P D 1 69 | 27  — 6 4.5 7 6x4.5 150 | 2 555 @
ET168-FJN-060100E-RH7 M6x1 6 1 RH7 | 2P E 2 66.5 27  — 6 4.5 7 6x4.5 150 | 2 555 @
ET168-FJN-070100D-RH7 M7x1 7 1 RH7 | 4P D 5 70 |13 23 6.2 5 8 6.2x5 175 2 655 O
ET168-FJN-070100E-RH7 M7x1 7 1 RH7 | 2P E 5 70 | 13 23 6.2 5 8 6.2x5 175 | 2 |655| O
ET168-FJN-080125D-RH7 M8x1.25 8 1.25 | RH7 | 4P D 5 70 | 13 36 6.2 5 8 6.2x5 200 3 741 @
ET168-FJN-080125E-RH7 M8x1.25 8 1.25 RH7 @ 2P E 5 70 | 13 36| 6.2 5 8 6.2x5 200 3 741 @
ET168-FJN-100150D-RH8 M10x1.5 10 1.5 RH8 | 4P D 5 75 | 15 43 7 5.5 8 7x5.5 250 6 929 O
ET168-FJN-100150E-RH8 M10x1.5 10 1.5 RH8 | 2P E 5 75 | 15 43 7 5.5 8 7x5.5 250 6 929 @
ET168-FJN-120175D-RH9 M12x1.75 12 1.75 | RH9 | 4P D 5 82 | 17 42 85 6.5 9 8.5x6.5 | 30.0 | 6 11.16 O
ET168-FJN-120175E-RH9 M12x1.75 12 1.75 | RH9 | 2P E 5 82 | 17 42 85 6.5 9 8.5x6.5  30.0 | 6 11.16 @
ET168-FJN-140200D-RH10 M14x2 14 2 RH10 @ 4P D 5 88 | 20 51 105 8 " 10.5%8 350 6 13.04 O
ET168-FJN-140200E-RH10 M14x2 14 2 RH10 2P E 5 88 | 20 51 10.5 8 11 10.5x8 350 6 13.04 @
@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum - temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 = <HB400 |45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Fluteless Tap for Stainless Steel Machining
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Continued
Sche- In
Order No. Thread Size TD TP/TPI TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stock
Diagram
ET168-FJN-160200D-RH10 M16x2 16 2 RH10 @ 4P D 5 95 | 20 52 125 10 13 | 12.5x10 # 40.0 | 6 15.04 O
ET168-FJN-160200E-RH10 M16x2 16 2 RH10 2P = 5 95 | 20 52 125 10 13 | 12.5%10 | 40.0 6 1504 @
ET168-F)N-U164D-RH4 NO.1-64UNC | 1.854 64 RH4 | 4P D 1 37 9 - 3 2.5 3 3x2.5 46 | — 169 O
ET168-FJN-U164E-RH4 NO.1-64UNC | 1.854 64 RH4 | 2P E 2 355| 9 |— 3 2.5 3 3x2.5 46 | — 169 O
ET168-FJN-U256D-RH4 NO.2-56UNC | 2.184 56 RH4 | 4P D 1 45 |12 — 3 2.5 3 3x2.5 5.5 - 199 O
ET168-FJN-U256E-RH4 NO.2-56UNC | 2.184 56 RH4 = 2P E 2 435 12 | — 3 25 3 3x2.5 5.5 — 1199 O
ET168-FJN-U348D-RH4 NO.3-48UNC | 2.515 48 RH4 | 4P D 1 45 15 - 3 25 3 3x2.5 6.3 - 228 O
ET168-FJN-U348E-RH4 NO.3-48UNC | 2.515 48 RH4 | 2P E 2 435 15  — 3 25 3 3x2.5 6.3 — 1228 O
ET168-FJN-U440D-RH4 NO.4-40UNC | 2.845 40 RH4 | 4P D 1 45 |15 | — 3 25 3 3x2.5 71 — 255 O
ET168-FJN-U440E-RH4 NO.4-40UNC | 2.845 40 RH4 = 2P E 2 435 15  — 3 2.5 3 3x2.5 71 — [255| @
ET168-F)N-U540D-RH4 NO.5-40UNC | 3.175 40 RH4 | 4P D 1 50 | 15 — 4 3.2 6 4x3.2 7.9 — 288 O
ET168-FJN-U540E-RH4 NO.5-40UNC = 3.175 40 RH4 | 2P E 2 48 | 15 | — 4 3.2 6 4x3.2 7.9 — 28 @
ET168-FJN-U632D-RH7 NO.6-32UNC | 3.505 32 RH7 | 4P D 1 50 16 - 4 3.2 6 4x3.2 8.8 — 316 @
ET168-FJN-U632E-RH7 NO.6-32UNC | 3.505 32 RH7 | 2P E 2 48 16 - 4 3.2 6 4x3.2 8.8 — 316 @
ET168-FJN-U832D-RH7 NO.8-32UNC | 4.166 32 RH7 | 4P D 1 57 118 | — 5 4 7 5x4 104 — 382 @
ET168-FJN-U832E-RH7 NO.8-32UNC | 4.166 32 RH7 | 2P E 2 545 18  — 5 4 7 5x4 104 — 382 @
ET168-FJN-U1024D-RH7 NO.10-24UNC | 4.826 24 RH7 | 4P D 1 66 | 20 — 55 4.5 7 5.5%x45 121 | — 434 @
ET168-FJN-U1024E-RH7 NO.10-24UNC | 4.826 24 RH7 | 2P E 2 635 20  — 5.5 4.5 7 55%x45 121  — 434 @
ET168-FJN-U1224D-RH7 NO.12-24UNC | 5.486 24 RH7 | 4P D 1 66 | 23 | — 5.5 4.5 7 55%x45 137 | — 500 @
@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum -\ temperature
Tool Steel ' Martensitic Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
©) O
© Most Suitable O Suitable Recommended Cutting Data 3% P321

300 _ GESAC



Tap | HOLEMAKING TOOLS

ET168-FJN T oo sse| s Lot oo | M | W [

Economical Fluteless Tap for Stainless Steel Machining
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Continued
Sche- In
Order No. Thread Size TD TP/TPI TCTR TCL THCHT matic LF THL LU DCON DRVS LSQ CzZCMS TDRM NOF PHD Stock
Diagram
ET168-FJN-U1224E-RH7 NO.12-24UNC | 5.486 24 RH7 | 2P E 2 635 | 23 | — 5.5 4.5 7 55%x4.5 137 — 500 @
ET168-FJN-U1420D-RH7 1/4-20UNC 6.350 20 RH7 | 4P D 6 62 | 27  — 6 4.5 7 6x4.5 159 | 2 575 @
ET168-FJN-U1420E-RH7 1/4-20UNC 6.350 20 RH7 | 2P E 6 62 | 27  — 6 4.5 7 6x4.5 159 | 2 |575| @
ET168-FJN-U51618D-RH8 | 5/16-18UNC | 7.938 18 RH8 | 4P D 5 70 | 15 30| 6.1 5 8 6.1x5 198 | 3 727 @
ET168-FJN-U51618E-RH8 5/16-18UNC | 7.938 18 RH8 | 2P E 5 70 | 15 30| 6.1 5 8 6.1x5 198 3 727 @
ET168-FJN-U3816D-RH8 3/8-16UNC 9.525 16 RH8 | 4P D 5 75 | 16 43 7 5.5 8 7x5.5 238 6 877 @
ET168-FJN-U3816E-RH8 3/8-16UNC 9.525 16 RH8 | 2P E 5 75 | 16 43 7 5.5 8 7x5.5 238 6 877 @
ET168-FJN-U71614D-RH8 | 7/16-14UNC | 11.113 14 RH8 | 4P D 5 80 | 20 40 8 6 9 8x6 278 | 6 10.23 O
ET168-FJN-U71614E-RH8 7/16-14UNC | 11.113 | 14 RH8 | 2P E 5 80 | 20 40 8 6 9 8x6 278 | 6 10.23 O
ET168-FJN-U1213D-RH8 1/2-13UNC | 12.700 13 RH8 | 4P D 5 85 | 21 48 9 7 10 9x7 318 | 6 11.74 O
ET168-FJN-U1213E-RH8 1/2-13UNC | 12.700 13 RH8 | 2P E 5 85 | 21 48 9 7 10 9x7 318 6 11.74 @
ET168-FJN-U91612D-RH9 | 9/16-12UNC | 14.288 12 RH9 | 4P D 5 90 | 21 50 10.5 8 " 10.5x8 357 6 13.25 O
ET168-FJN-U91612E-RH9 9/16-12UNC | 14.288 | 12 RH9 | 2P E 5 90 21 50| 10.5 8 11 10.5x8 357 | 6 13.25 O
ET168-FJN-U5811D-RH10 5/8-11TUNC | 15.875 11 RH10 4P D 5 95 | 23 48 12 9 12 12x9 39.7 6 1475 O
ET168-FJN-U5811E-RH10 5/8-11TUNC | 15.875 11 RH10 2P E 5 95 | 23 48 12 9 12 12x9 397 6 1475 @
@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum - temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 = <HB400 |45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Fluted Tap for Stainless Steel Machining
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TCL Type-l § Tctu Type-3 g ﬁ—ﬂw Type-5 8 %
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! THL, LsQ THL Lsa@ THL LsQ
LF LF LF
Order No. ThreadSize TD | TP/TPL TCTR TcL THCHTSMeMAYC & 1y |y DCON DRVS LSQ CZCMS TDRM NOF PHD "
Diagram Stock
ET168-5JN-010025F-P1 M1x0.25 1 025 P1  15P F 1 37 45 — 3 25 3 | 3x25 25 2 075 O
ET168-SJN-012025F-P1  M1.2x025 12 | 025 P1 15P F 1 3755 | — | 3 | 25| 3| 3x25 | 30 | 2 095 O
ET168-5JN-014030F-P1 M1.4x03 14 | 03 Pl 15P F 1 37 65 — 3 |25 3 3x25 35 2 110 O
ET168-S)N-016035F-P1  M1.6x035 1.6 | 035 P1  15P F 1 37 8 — 3 25 3| 325 | 40 2 125 O
ET168-5JN-020040C-P2 M2x0.4 2 04 P2 25P C 1 45 11— 3 25 3| 325 | 50 2 160 O
ET168-5N-025045C-P2 = M25x045 25 045 P2  25P | C 1 45, 12 — 3 25| 3| 325 | 63 2 205 O
ET168-SJN-030050C-P2 M3x0.5 3 05 P2 25P | C 3 50 5 18 4 326 432 | 75 3 250 @
ET168-SJN-035060C-P2 = M35x06 35 06 P2 25P C 3 50 6 19 4 32| 6| 432 | 88 3 290 O
ET168-5JN-040070C-P2 M4x0.7 4 07 P2 25P | C 3 57,9 20 5 4 | 7| 54 100 3 330 @
ET168-SJN-050080C-P2 M5x0.8 5 08 P2 25P C 3 66 8 25 55 45 7  55x45 125 3 420 @
ET168-SJN-060100C-P2 M6x1 6 1 P2 | 25P | C 3 69 12 24 6 45| 7 | 6x45 | 150 3 500 @
ET168-5JN-070100C-P3 M7x1 7 1 P3  25P C 3 78/ 13 23| 62 | 5 | 8| 62x5 | 175 3 600 O
ET168-SN-080125C-P3  M8x1.25 8 125  P3 25P  C 5 70 13 36 62 5 | 8  62x5 | 200 3 675 @
ET168-5JN-080100C-P3 M8x1 8 1 P3 | 25P | C 5 70/ 13 36 62 5 | 8 | 62x5 | 200 3 7.00 O
ET168-SN-100150C-P4 | MI10x15 10 15 | P4 25P C 5 75 15 43 7 | 55| 8 | 7x55 | 250 3 850 @
ET168-SN-100125C-P3 | M10x1.25 10 | 125 P3  25P | C 5 |75/ 13 | 43| 7 | 55| 8| 755 | 250 | 3 |875 O
ET168-S)N-100100C-P3 M10x1 10 1 P3  25P C 5 7513 43 7 55| 8 | 7x55 | 250 3 9.00 O
ET168-SN-120175C-P4 | M12x1.75 12 | 175 P4 25P | C 5 82 17 42 85 65| 9 | 85x65 300 3 1025 @
ET168-SN-120150C-P4 | M12x15 12 15 | P4 25P  C 5 82 17 42 85 65| 9 | 85x65 300 3 1050 O
ET168-SN-120125C-P4 | M12x1.25 12 | 125 P4  25P | C 5 8| 13 42 85 65| 9 | 85x65 | 300 3 1075 O
ET168-SJN-120100C-P3 M12x1 12 1 P3  25P C 5 82 13 42 85 65| 9 | 85x65 300 3 11.00 O
ET168-5JN-140200C-P5 M14x2 14 2 PS5  25P  C 5 88 20 51 105 8 | 11| 105x8 | 350 3 1200 @
ET168-SN-140150C-P4 | M14x15 | 14 15 | P4 25P C 5 88 20 51 105 8 | 11| 105x8 | 350 3 1250 @
@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > ,
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum C""?‘ Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum -, temperature
Tool Steel ' Martensitic Steel Nodular | CastIron o Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Fluted Tap for Stainless Steel Machining _
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Continued
Order No. ThreadSize TD | TP/TPL TCTR TCL THCHT SMMaUC |ty |y DCON DRVS LSQ CZCMS TDRM NOF PHD "
Diagram Stock
ET168-SIN-140125C-P4  M14x125 14 125 P4 25P  C 5 88 20 | 51 105 8 |11 105x8 350 3 1275 O
ET168-SJN-140100C-P3 M14x1 14 1 P3  25P C 5 88 20 |51 105 8 | 11 105x8 350 3 13.00 O
ET168-SJN-160200C-P5 M16x2 16 2 PS5  25P  C 5 95 20 52 125 10 13 125x10 400 3 1400 @
ET168-SN-160150C-P4 | M16x1.5 | 16 15 P4 | 25P | C 5 95 20 | 52 125 10 | 13 125x10 400 3 1450 O
ET168-SIN-160125C-P4  M16x1.25 16 = 125 P4  25P C 5 95/ 20 | 52 | 125 10 | 13 125x10 400 3 1475 O
ET168-SJN-160100C-P3 M16x1 16 1 P3  25P C 5 95 20 | 52 125 10 | 13 125x10 400 3 1500 O
ET168-SJN-UOSOF-P1 NO.O-80UNF 1524 8  P1 15P F 1 370 10 | — | 3 | 25| 3| 325 | 38 | 2 [121| O
ET168-SJN-U164F-P1 NO.T-64UNC 1854 64 | P1 15 F 1 37 11— 3 25 3| 3x25 46 2 146 O
ET168-SJN-U256C-P1 NO.2-56UNC 2.184 56 | P1  25P | C 1 45| 12 | — | 3 | 25| 3| 3x25 | 55 | 2 173 O
ET168-SJN-U348C-P1 NO.3-48UNC 2.515 48 | P1  25P | C 1 45 14 - 3 25 3| 325 | 63 2 199 O
ET168-SIN-U440C-P2 | NO.4-40UNC| 2.845 40 P2 | 25P C 3 |45 6 16| 3 |25 3| 325 | 71 |3 221 O
ET168-SIN-US40C-P2  NOS5-40UNC 3175 40 P2 25P | C 3 50 7 19 4 32 6 432 | 79 3 254 O
ET168-SIN-U632C-P2  NO6-32UNC 3505 32 P2  25P  C 3 50 8 20 4 |32 6 432 88 3 271 O
ET168-S/N-US32C-P2  NOS8-32UNC 4166 32 P2 25P  C 3 57 8 215 5 4 7| 54 | 104 3 337 O
ET168-SIN-UT024C-P2  NO.10-24UNC 4.826 24 P2  25P C 3 |66 10 | 26| 55 | 45 | 7 | 55%45 | 121 | 3 377 O
ET168-5JN-UT032C-P2  NO.10-32UNF 4.826 32 P2  25P | C 3 66 10 26 55 45 7 | 5545 121 3 403 O
ET168-SIN-U1224C-P2  NO.12-24UNC 5486 24 P2 | 25P C 3 66 10 26 55 45 7 | 55x45 137 3 443 O
ET168-SIN-U1228C-P2  NO.12-28UNF 5486 28 P2  25P  C 3 66 10 26 55 45 7 | 55x45 137 3 458 O
ET168-SIN-U1420C-P2  1/4-20UNC 6350 20 P2  25P C 3 169 12 29 6 |45 7 | 645 159 3 508 O
ET168-5IN-U1428C-P2  1/4-28UNF 6350 28 P2 25P C 3 69 12 29 6 45 7 | 645 | 159 3 544 O
ET168-SIN-US1618C-P3  5/16-18UNC 7.938 18  P3  25P  C 5 |70/ 15 |30 | 61 | 5 | 8 61x5 198 3 653 O
ET168-SIN-US1624C-P3  5/16-24UNF 7.938 24  P3  25P C 5 70 11 |30 61 5 | 8 61x5 198 3 688 O
ET168-5)N-U3816C-P3  3/8-16UNC 9525 16  P3  25P C 5 75/ 16 |43 7 | 55| 8 7x55 238 3 794 O
@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is calculated based on an 85% percentage of thread engagement, for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum - temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 = <HB400 |45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Fluted Tap for Stainless Steel Machining
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Continued
. Schematic In
Order No. Thread Size TD TP/TPI TCTR TCL THCHT "~. LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
Diagram Stock
ET168-SJN-U3824C-P3 3/8-24UNF | 9.525 24 P3 | 2.5P C 5 75 1 43 7 5.5 8 7x5.5 23.8 3 847 O
ET168-SJN-U71614C-P4 | 7/16-14UNC 11.113 14 P4 | 2.5P C 5 80 20 40 8 6 9 8x6 27.8 3 [9.30| O
ET168-SJN-U71620C-P3 7/16-20UNF 1 11.113 20 P3 | 2.5P C 5 80 13 40 8 6 9 8x6 27.8 3 984 O
ET168-SJN-U1213C-P4 1/2-13UNC |12.700 13 P4 | 2.5P C 5 85 21 48 9 7 10 9x7 31.8 3 1075 O
ET168-SJN-U1220C-P3 1/2-20UNF 1 12.700 20 P3 | 2.5P C 5 85 13 | 48 9 7 10 9x7 31.8 | 3 1143 O
ET168-SJN-U91612C-P4 | 9/16-12UNC | 14.288 12 P4 | 2.5P C 5 9 21 50 10.5 8 11 10.5%8 35.7 3 1217, O
ET168-SJN-U91618C-P3 9/16-18UNF | 14.288 18 P3 | 25P C 5 90 15 50 | 10.5 8 11 10.5%8 35.7 3 1288 O
ET168-SJN-U5811C-P4 5/8-11TUNC |15.875 11 P4 | 2.5P C 5 95| 23 48 12 9 12 12x9 39.7 3 1357 O
ET168-SJN-U5818C-P3 5/8-18UNF | 15.875 18 P3 | 2.5P C 5 95 23 48 12 9 12 12x9 39.7 3 1446 O
@Stock OAvailable Upon Order Unit (mm)

Notes: Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast - ’
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca;t Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum | temperature
Tool Steel | Martensitic| ~ Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Pointed Tap for Stainless Steel Machining

TCL  Type-1 § & TCtU Type-3 § e TOL B Type-5 g %,
e = &‘@ = & d —— &Q
! ,m,\ LsQ THL Lsa THL LsQ

LF IF G
Continued
Order No. ThreadSize TD  TP/TPI TCTR TCL THeHT SSMeMatC \c oy |y DCON DRVS LSQ CZCMS TDRM NOF PHD I
Diagram Stock
ET168-PJN-010025B-P1 | M1x0.25 1 025 Pl | 5P B 1 37 45 — 3 25 3| 325 | 25 2 075 O
ET168-PJN-012025B-P1 | M1.2x025 12 | 025 | P1 | 5P B 1 37/ 55| — | 3 | 25|3| 325 | 30 | 2 095 O
ET168-PJN-014030B-P1 = M14x03 14 | 03 Pl 5 B 1 37 9  — 3 253 325 35 2 110 O
ET168-PJN-016035B-P2 = M1.6x0.35 16 | 035 = P2 5P B 1 37 8 | — | 3 | 25| 3| 325 | 40 2 125 O
ET168-PJN-020040B-P2 | M2x0.4 2 04 | P2 | 5P B 1 45 11— 3 25 3| 325 | 50 2 160 O
ET168-PJN-025045B-P2 = M2.5x0.45 25 | 045 = P2 | 5P B 1 45 12 — | 3 |25 3| 325 | 63 | 2 205 O
ET168-PJN-030050B-P2 | M3x0.5 3 05 | P2 | 5p B 3 50 12 19 4 32 6 4x32 | 75 3 250 @
ET168-PJN-035060B-P2 = M3.5x0.6 35 | 06 | P2 | 5P B 3 50 13 20 4 |32 6 4x32 88 3 290 O
ET168-PJN-040070B-P2 | M4x0.7 4 07 | P2 | s B 3 57 14 21 5 4 7 5x4 | 100 3 330 @
ET168-PJN-050080B-P2 | M5x0.8 5 08 | P2 | 5P B 3 66 16 25 55 45 7  55x45 125 3 420 @
ET168-PJN-060100B-P2 | M6x1 6 1 P2 | 5 B 3 69 195 29 6 | 45 7 | 6x45 | 150 3 500 @
ET168-PJN-070100B-P3 | M7x1 7 1 P3 5P B 3 78 13 |23 62 | 5 8 62x5 175 3 600 O
ET168-PJN-080125B-P3 = M8x125 = 8 | 125 | P3 | 5P B 5 70 22 37 62 5 8  62x5 200 3 675 @
ET168-PJN-080100B-P3 | M8x1 8 1 P3 5P B 5 70 22 37 62 | 5 8  62x5 200 3 700 O
ET168-PJN-100150B-P4 = M10x15 10 | 15 | P4 | 5P B 5 75 24 43 7 55 8 7x55 | 250 3 850 @
ET168-PJN-100125B-P3 = M10x125 10 | 125 | P3 | 5P B 5 75 24 43 7 |55 8  7x55 250 3 875 O
ET168-PJN-100100B-P3 = M10x1 10 1 P3 | 5 B 5 75 24 43 7 55 8 | 7x55 | 250 3 900 O
ET168-PJN-1201758-P4 = M12x1.75 12 | 175 | P4 | 5P B 5 82 29 46 85 65 9  85x65 300 3 1025 @
ET168-PJN-120150B-P4 = M12x15 12 | 15 | P4 | 5P B 5 82 29 46 85 65 9 | 85x65 300 3 1050 O
ET168-PJN-120125B-P4 = M12x125 12 | 125 | P4 | 5P B 5 82 29 46 85 65 9  85x65 300 3 1075 O
ET168-PJN-120100B-P3  M12x1 12 1 P3 5P B 5 82 29 46 85 65 9 | 85x65 300 3 11.00 O
ET168-PJN-140200B-P5 | M14x2 14 2 Ps 5P B 5 88 20 51 105 8 11 105x8 350 3 1200 @
ET168-PJN-140150B-P4 = M14x15 14 | 15 | P4 | 5P B 5 88 20 51 105 8 11 105x8 350 3 1250 @
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum - temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 = <HB400 |45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Pointed Tap for Stainless Steel Machining

Tl Type-1 § TCtU Type-3 g . TCL N Type-5 g %)
erﬁﬂl — & E*ﬁ ~ & g — | : &%{
! THL, LsQ THL Lsa@ THL LsQ

LF LF '
Continued

Order No. ThreadSize TD  TP/TPI TCTR TCL THCHT “SPeM3UC ¢t 1y 1y DCON DRVS LSQ CZCMS TDRM NOF PHD "

Diagram Stock
ET168-PJN-140125B-P4 | M14x125 14 | 125 | P4 | 5P B 5 88 20 51 105 8 11| 105x8 | 350 3 1275 O
ET168-PJN-140100B-P3 = M14x1 14 1 P3 | 5 B 5 88 20 51 105 8 11| 105x8 | 350 3 13.00 O
ET168-PJN-160200B-P5 = M16x2 16 2 PS | 5P B 5 95 20 52 125 10 13  125x10 400 3 1400 @
ET168-PIN-160150B-P4 = M16x15 | 16 | 15 P4 5 B 5 95 20 52 125 10 13  125x10 | 400 3 1450 O
ET168-PJN-160125B-P4 | M16x125 16 | 125 | P4 | 5P B 5 95 20 52 125 10 13 | 125x<10 400 3 1475 O
ET168-PJN-160100B-P3 = M16x1 16 1 P3 | 5P B 5 95 20 52 125 10 13 | 12510 400 3 1500 O
ET168-PJN-UOSOB-P1  NO.0-8OUNF 1524 80 PI | 5 B 1 37| 10 | — | 3 [25| 3| 325 |38 |2 121 0O
ET168-PJN-UT64B-PT  NO.1-64UNC 1.854 64 PI | 5 B 1 37 11— 3 25 3| 3x25 | 46 2 146 O
ET168-PJN-U256B-P1  NO.2-56UNC  2.184 56 PI | 5 B 1 45/ 12 | — | 3 | 25| 3| 325 | 55 | 2 [173 O
ET168-PJN-U348B-P1  NO.3-48UNC 2515 48 P15 B 1 45 14 - 3 25 3| 325 | 63 2 19 O
ET168-PJN-U440B-P2  NO.4-40UNC 2.845 40 P2 5 B 1 45| 13 | — | 3 | 25| 3| 325 | 714 | 2 |221| O
ET168-PJN-U540B-P2  NO.5-40UNC| 3.175 40 P2 | 5 B 3 50 12 19 4 32 6 | 4x32 | 79 3 254 O
ET168-PJN-U632B-P2  NO.6-32UNC 3505 32 P2 | 5P B 3 50 13 20 4 32 6 | 4x32 | 88 3 271 O
ET168-PJN-U832B-P2  NO.8-32UNC 4.166 32 P2 | 5 B 3 57 135 215 5 4 7 | 5x4 | 104 3 337 O
ET168-PJN-UT024B-P2 NO.10-24UNC 4.826 24 P2 | 5P B 3 66165 26 | 55 | 45 | 7 | 55x45 | 121 | 3 377 O
ET168-PJN-UT032B-P2 NO.10-32UNF 4.826 32 P2 | 5 B 3 66 165 26 55 45 7 | 55x45 121 3 403 O
ET168-PJN-U1224B-P2 NO.1224UNC 5.486 = 24 P2 5P B 3 66 165 26 55 45 7  55x45 137 3 443 O
ET168-PJN-U1228B-P2 NO.12-28UNF 5.486 28 P2 | 5P B 3 66 165 26 55 45 7 | 55x45 137 3 458 O
ET168-PJN-U1420B-P2 | 1/4-20UNC | 6350 20 P2 | 5P B 3 69 195 29 6 | 45 7 | 6x45 | 159 3 508 O
ET168-PJN-U1428B-P2 | 1/4-28UNF | 6350 28 P2 | 5 B 3 69 195 29 6 45 7 | 6x45 | 159 3 544 O
ET168-PJN-U51618B-P3  5/16-18UNC| 7.938 18 P3 | 5P B 5 70 23 38 61 5 8| 61x5 | 198 3 653 O
ET168-PJN-U51624B-P3 | 5/16-24UNF  7.938 = 24 P3 | 5 B 5 70 23 38 61 5 8 | 61x5 | 198 3 688 O
ET168-PJN-U3816B-P3 | 3/8-16UNC | 9525 16 P3 | 5P B 5 75 25 43 7 55 8 | 7x55 | 238 3 7.94 O
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > ,
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum c""?‘ Copper  Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum -, temperature
Tool Steel ' Martensitic  Steel Nodular | CastIron i Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 | <HB400 |45-55HRC|55-60HRC
©) O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Pointed Tap for Stainless Steel Machining

g o § ToL N §
one TCL  Type-1 8 & . TCL Type-3 8 - Type-5 ) %,
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f THL, LsQ THL LsQ THL LsQ
LF LF L
Continued
. Schematic In
Order No. Thread Size  TD TP/TPI TCTR = TCL THCHT ~_. LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
Diagram Stock
ET168-PJN-U3824B-P3 3/8-24UNF | 9.525 24 P3 5P B 5 75| 25 43 7 5.5 8 7x5.5 23.8 3 847 O
ET168-PJN-U71614B-P4 | 7/16-14UNC | 11.113 14 P4 5P B 5 80| 29 45 8 6 9 8x6 27.8 3 (930 O
ET168-PJN-U71620B-P3 | 7/16-20UNF | 11.113 20 P3 5P B 5 80 29 45 8 6 9 8x6 27.8 3 984 O
ET168-PJN-U1213B-P4 1/2-13UNC | 12.700 13 P4 5P B 5 85 30 48 9 7 10 9x7 31.8 3 [10.75| O
ET168-PJN-U1220B-P3 1/2-20UNF | 12.700 20 P3 5P B 5 85 30 48 9 7 10 9x7 318 | 3 1143 O
ET168-PJN-U91612B-P4 ' 9/16-12UNC | 14.288 12 P4 5P B 5 90 30 50 | 10.5 8 1M 10.5%8 35.7 3 1217 O
ET168-PJN-U91618B-P3 | 9/16-18UNF | 14.288 18 P3 5P B 5 90 30 50 | 10.5 8 " 10.5%8 35.7 3 1288 O
ET168-PJN-U5811B-P4 5/8-11TUNC | 15.875 11 P4 5P B 5 95| 23 48 12 9 12 12x9 39.7 3 13,57, O
ET168-PJN-U5818B-P3 5/8-18UNF | 15.875 18 P3 5P B 5 95| 23 48 12 9 12 12x9 39.7 3 1446 O
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; )
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Ca.St Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast | Aluminum - temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 = <HB400 |45-55HRC 55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Fluteless Tap for copper-aluminum Machining
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. Schematic In
Order No. Thread Size TD TP/TPI TCTR TCL THCHT . LF THL LU DCON DRVS LSQ CzZCMS TDRM NOF PHD
Diagram Stock
ET166-FJN-010025D-RH4 M1x0.25 1 0.25 RH4 4P D 1 32 45 -— 3 25 3 3x2.5 2.5 - 092 O
ET166-FJN-010025E-RH4 M1x0.25 1 0.25 RH4 2P E 2 31 35 -— 3 2.5 3 3x2.5 2.5 - 1092 | O
ET166-FJN-012025D-RH4 | M1.2x0.25 1.2 0.25 RH4 | 4P D 1 32 45 — 3 2.5 3 3x2.5 3.0 - 112 O
ET166-FJN-012025E-RH4 = M1.2x0.25 1.2 0.25 RH4 | 2P E 2 31 35 -— 3 2.5 3 3x2.5 3.0 - 1112 | O
ET166-F)N-014030D-RH4 M1.4x0.3 1.4 0.3 RH4 4P D 1 37 65 — 3 2.5 3 3x2.5 3.5 - 129 O
ET166-FJN-014030E-RH4 M1.4x0.3 1.4 0.3 RH4 2P = 2 36 65| — 3 2.5 3 3x2.5 35 - 1129 | O
ET166-FJN-016035D-RH4 = M1.6x0.35 1.6 0.35 RH4 4P D 1 37 8 — 3 25 3 3x2.5 4.0 - 146 O
ET166-FJN-016035E-RH4 | M1.6x0.35 1.6 0.35 RH4 2P E 2 355| 8 = 3 25 3 3x2.5 4.0 — 1146 | O
ET166-FJN-017035D-RH4 = M1.7x0.35 1.7 0.35 RH4 4P D 1 37 8 - 3 2.5 3 3x2.5 4.3 - 15 O
ET166-FJN-017035E-RH4 | M1.7x0.35 1.7 0.35 RH4 | 2P E 2 355| 8 = 3 2.5 2 3x2.5 4.3 — 1156 | O
ET166-F)N-020040D-RH5 M2x0.4 2 0.4 RH5 | 4P D 1 45 10 | — 3 2.5 3 3x2.5 5.0 - 18 @
ET166-FJN-020040E-RH5 M2x0.4 2 0.4 RH5 2P = 2 435| 10 | — 3 2.5 3 3x2.5 5.0 — 185 @
ET166-FJN-023040D-RH5 M2.3x0.4 23 0.4 RH5 4P D 1 45 10 | — 3 25 3 3x2.5 5.8 - 1215 O
ET166-FJN-023040E-RH5 M2.3x0.4 23 0.4 RH5 2P B 2 435| 10 | — 3 25 3 3x2.5 5.8 — 1215 | O
ET166-FJN-025045D-RH5 | M2.5x0.45 25 0.45 RH5 4P D 1 45 13 | — 3 25 3 3x2.5 6.3 - 232 @
ET166-FJN-025045E-RH5 | M2.5x0.45 2.5 0.45 RH5 2P E 2 43513 | — 3 2.5 3 3x2.5 6.3 - 232 @
ET166-FJN-026045D-RH5 | M2.6x0.45 2.6 0.45 RH5 | 4P D 1 45 13| — 3 2.5 3 3x2.5 6.5 - 242 O
ET166-FJN-026045E-RH5 | M2.6x0.45 2.6 0.45 RH5 2P B 2 435| 13 | — 3 2.5 3 3x2.5 6.5 - 242 @
ET166-FJN-030050D-RH7 M3x0.5 3 0.5 RH7 4P D 1 50 16  — 4 3.2 6 4x3.2 7.5 — 282 @
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum -, temperature
Tool Steel ' Martensitic Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Fluteless Tap for Copper-aluminum Machining
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Continued
. Schematic In
Order No. Thread Size TD TP/TPI TCTR TCL THCHT N LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
Diagram Stock
ET166-FJN-030050E-RH7 M3x0.5 3 0.5 RH7 2P E 2 48 16 | — 4 3.2 6 4x3.2 7.5 - 282 @
ET166-FJN-035060D-RH7 | M3.5%0.6 35 0.6 RH7 4P D 1 50 16 — 4 3.2 6 4x3.2 8.8 - 326 @
ET166-FJN-035060E-RH7 M3.5x0.6 3.5 0.6 RH7 2P E 2 48 16 | — 4 3.2 6 4x3.2 8.8 - 326 @
ET166-FJN-040070D-RH7 M4x0.7 4 0.7 RH7 4P D 1 57 18  — 5 4 7 5x4 100 — 371 @
ET166-FJN-040070E-RH7 M4x0.7 4 0.7 RH7 2P Ef 2 55 | 18 | — 5 4 7 5x4 100 — 371 @
ET166-FJN-050080D-RH7 M5x0.8 5 0.8 RH7 4P D 1 66 20 — 5.5 4.5 7 55%x45 125 — 465 @
ET166-FJN-050080E-RH7 M5x0.8 5 0.8 RH7 2P E 2 635 20 -— 5.5 4.5 7 55%x45 125 — 465 @
ET166-FJN-060100D-RH7 M6x1 6 1 RH7 4P D 1 69 27 -— 6 4.5 7 6x4.5 15.0 2 555 @
ET166-FJN-060100E-RH7 M6x1 6 1 RH7 2P E 2 66.5 27 | — 6 4.5 7 6x4.5 15.0 2 555 @
ET166-FJN-070100D-RH7 M7x1 7 1 RH7 4P D 5 70 13 23 6.2 5 8 6.2x5 17.5 2 655 O
ET166-FJN-070100E-RH7 M7x1 7 1 RH7 2P E 5 70 13 23 6.2 5 8 6.2x5 17.5 2 655 O
ET166-FJN-080125D-RH7 M8x1.25 8 1.25 RH7 4P D 5 70 13 36 6.2 5 8 6.2x5 20.0 3 741 @
ET166-FJN-080125E-RH7 M8x1.25 8 1.25 RH7 2P Ef 5 70 13 36 6.2 5 8 6.2x5 20.0 3 741 @
ET166-FJN-100150D-RH8 M10x1.5 10 1.5 RH8 4P D 5 75 15 43 7 5.5 8 7x5.5 25.0 6 929 O
ET166-FJN-100150E-RH8 M10x1.5 10 1.5 RH8 2P E 5 75 15 43 7 5.5 8 7x5.5 25.0 6 929 @
ET166-FJN-120175D-RH9 | M12x1.75 12 1.75 RH9 | 4P D 5 82 17 42 8.5 6.5 9 85%x65 300 6 1116 O
ET166-FJN-120175E-RH9 M12x1.75 12 1.75 RH9 2P E 5 82 17 42 8.5 6.5 9 85%x65 300 6 11.16 @
ET166-FJN-140200D-RH10 M14x2 14 2 RH10 | 4P D 5 88 20 51 10.5 8 11 | 10.5x8 | 35.0 6 13.04 O
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; I
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened | Hardened
Steel, " Alloy, Cast | Aluminum -, temperature
Tool Steel Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) O ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Fluteless Tap for Copper-aluminum Machining
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Continued
. Schematic In
Order No. Thread Size TD TP/TPI TCTR TCL THCHT . LF THL LU DCON DRVS LSQ CzZCMS TDRM NOF PHD
Diagram Stock
ET166-FJN-140200E-RH10 M14x2 14 2 RH10 @ 2P E 5 88 20 51 10.5 8 11 | 10.5x8 @ 35.0 6 13.04 @
ET166-FJN-160200D-RH10 M16x2 16 2 RH10 @ 4P D 5 95 20 52 | 125 10 13 | 12.5x10 @ 40.0 6 1504 O
ET166-FJN-160200E-RH10 M16x2 16 2 RH10 @ 2P E 5 95 20 52 | 125 10 13 12.5x10 400 6 15.04 @
ET166-F)N-U164D-RH4 NO.1-64UNC | 1.854 64 RH4 | 4P D 1 37 | 9 - 3 2.5 3 3x2.5 4.6 - 169 O
ET166-FJN-U164E-RH4 NO.1-64UNC | 1.854 64 RH4 2P = 2 355| 9 = 3 2.5 3 3x2.5 4.6 - 1169 O
ET166-FJN-U256D-RH4 NO.2-56UNC | 2.184 56 RH4 4P D 1 45 12 | — 3 25 3 3x2.5 5.5 - 199 O
ET166-FJN-U256E-RH4 NO.2-56UNC | 2.184 56 RH4 2P B 2 435| 12 | — 3 25 3 3x2.5 5.5 — 1199 | O
ET166-F)N-U348D-RH4 NO.3-48UNC | 2.515 48 RH4 4P D 1 45 15 | — 3 25 3 3x2.5 6.3 - 228 O
ET166-F/N-U348E-RH4 NO.3-48UNC | 2.515 48 RH4 2P E 2 43515 | — 3 2.5 3 3x2.5 6.3 — 1228 | O
ET166-F)N-U440D-RH4 NO.4-40UNC | 2.845 40 RH4 | 4P D 1 45 15| — 3 2.5 3 3x2.5 7.1 - 255 O
ET166-FJN-U440E-RH4 NO.4-40UNC  2.845 40 RH4 | 2P B 2 435| 15 | — 3 2.5 3 3x2.5 7l — 255 | @
ET166-F)N-U540D-RH4 NO.5-40UNC | 3.175 40 RH4 4P D 1 50 15 — 4 3.2 6 4x3.2 7.9 — 288 O
ET166-FJN-U540E-RH4 NO.5-40UNC | 3.175 40 RH4 2P = 2 48 | 15 | — 4 3.2 6 4x3.2 7.9 — 288 @
ET166-FJN-U632D-RH7 NO.6-32UNC | 3.505 32 RH7 4P D 1 50 16  — 4 3.2 6 4x3.2 8.8 - 316 @
ET166-FJN-U632E-RH7 NO.6-32UNC | 3.505 32 RH7 2P E 2 48 16 | — 4 3.2 6 4x3.2 8.8 — 316 @
ET166-F)N-U832D-RH7 NO.8-32UNC | 4.166 32 RH7 | 4P D 1 57 18 | — 5 4 7 5x4 104 — 382 @
ET166-FJN-U832E-RH7 NO.8-32UNC | 4.166 = 32 RH7 | 2P E 2 545 18  — 5 4 7 5x4 104 — 382 @
ET166-FJN-U1024D-RH7 NO.10-24UNC 4.826 24 RH7 4P D 1 66 20 — 5.5 4.5 7 | 5.5%x45 121 - 434 @
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum -\ temperature
Tool Steel ' Martensitic Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
©) O ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Fluteless Tap for Copper-aluminum Machining

>
3| LU §
. TCL  Type-1 8 TCL Type-5 e
[ e %
fa) 71 o T
= 1] '_1 | I
THL, LsQ THL LsQ
LF LF
Z z
S TCL g
- TCL Type-2 a > Type-6 e 2 %
g [l 2| [
THL, Lsa THL Lsa
LF LF
Continued
. Schematic In
Order No. Thread Size TD TP/TPI TCTR TCL THCHT N LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
Diagram Stock
ET166-FJN-U1024E-RH7 NO.10-24UNC 4.826 24 RH7 2P E 2 635| 20 | — 5.5 4.5 7 | 5.5x45 121 — 434 @
ET166-FJN-U1224D-RH7 NO.12-24UNC 5.486 24 RH7 4P D 1 66 23 — 5.5 4.5 7 55%x45 137 — 500 @
ET166-FJN-U1224E-RH7 |NO.12-24UNC 5.486 24 RH7 2P E 2 635| 23 | — 5.5 4.5 7 | 55%x45 137 — 500 @
ET166-FJN-U1420D-RH7 1/4-20UNC | 6.350 20 RH7 4P D 6 62 27 — 6 4.5 7 6x4.5 15.9 2 575 @
ET166-FJN-U1420E-RH7 1/4-20UNC = 6.350 20 RH7 2P Ef 6 62 | 27 | — 6 4.5 7 6x4.5 15.9 2 575 @
ET166-FJN-U51618D-RH8 | 5/16-18UNC | 7.938 18 RH8 4P D 5 70 15 30 6.1 5 8 6.1x5 19.8 3727 @
ET166-FJN-U51618E-RH8 | 5/16-18UNC = 7.938 18 RH8 2P E 5 70 15 30 6.1 5 8 6.1x5 19.8 3 727 @
ET166-FJN-U3816D-RH8 | 3/8-16UNC = 9.525 16 RH8 4P D 5 75 16 43 7 5.5 8 7x5.5 238 6 877 @
ET166-FJN-U3816E-RH8 3/8-16UNC | 9.525 16 RH8 2P E 5 75 16 43 7 5.5 8 7x5.5 238 6 877 @
ET166-FIN-U71614D-RH8 | 7/16-14UNC  11.113 14 RH8 4P D 5 80 | 20 | 40 8 6 9 8x6 278 6 1023 O
ET166-FIN-U71614E-RH8 | 7/16-14UNC 11.113 14 RH8 2P E 5 80 20 40 8 6 9 8x6 27.8 6 10.23| O
ET166-FJN-U1213D-RH8 1/2-13UNC  12.700 13 RH8 4P D 5 85 21 48 9 7 10 9x7 31.8 6 1174 O
ET166-FJN-U1213E-RH8 1/2-13UNC | 12.700 13 RH8 2P Ef 5 85 | 21 48 9 7 10 9x7 31.8 6 1174 @
ET166-FJN-U91612D-RH9 | 9/16-12UNC | 14.288 12 RH9 4P D 5 90 21 50 105 8 11 | 10.5x8 | 35.7 6 1325 O
ET166-FJN-U91612E-RH9 | 9/16-12UNC  14.288 12 RH9 2P E 5 90 21 50 | 10.5 8 11 | 10.5x8 = 35.7 6 [13.25| O
ET166-FJN-U5811D-RH10 | 5/8-11UNC | 15.875 11 RH10 | 4P D 5 95 | 23 | 48 12 9 12 12x9 397 6 1475 O
ET166-FJN-U5811E-RH10 | 5/8-11UNC | 15.875 11 RH10 | 2P E 5 95 23 48 12 9 12 12x9 397 6 1475 @
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened | Hardened
Steel, " Alloy, Cast | Aluminum - temperature
Tool Steel Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
©) O ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Fluted Tap for Copper-aluminum Machining

Tl Type-1 § TCtU Type-3 g . TCL N Type-5 g %)
erﬁﬂl — & E*ﬁ ~ & g — | : &%{
! THL, LsQ THL Lsa@ THL LsQ

LF LF LF

Order No. ThreadSize = TD  TP/TPI TCTR TCL THCHT “SPeMatC r 7y LU DCON DRVS LsQ CzCMs TDRM NOF PHD I
Diagram Stock

ET166-5)N-010025F-P1 | M1x0.25 1025 Pl 15 F 1 37 45 — 3 |25 3 3x25 25 2 075 O
ET166-5)N-012025F-P1  M1.2x025 12 | 025 P1 15 F 1 |37/55| —| 3 | 25| 3| 325 | 30 | 2 (095 O
ET166-5)N-014030F-P1  M1.4x0.3 14 03 P1 15 F 1 37 65 — 3 25 3 325 35 2 110 O
ET166-5N-016035F-P2  M1.6x0.35 1.6 | 035 P2  15P F 1 |37 8 | — | 3 | 25|3| 325 | 40 2 125 O
ET166-5IN-020040C-P2  M2x0.4 2 04 | P2 25P C 145 11— 3 25 3 3x25 50 2 160 @
ET166-5IN-025045C-P2 | M25x0.45 | 25 045 | P2 | 25P  C 1 45 12 | — | 3 |25 |3 | 3x25 | 63 2 205 @
ET166-5)N-030050C-P2  M3x0.5 3 05 P2 25P C 3 50 5 18 4 32 6 432 75 3 250 @
ET166-5)N-035060C-P2 | M35x06 | 35 06 | P2 | 25P  C 3 50 6 19 4 32 6 4x32 | 88 3 290 O
ET166-5)N-040070C-P2  M4x0.7 4 07 P2 25P C 3 57 9 20 5 4 7 54 100 3 330 @
ET166-5)N-050080C-P2  M5x0.8 5 08 P2 25P C 3 66 8 25 55 | 45 7  55x45 125 3 420 @
ET166-SJN-060100C-P2 M6x1 6 1 P2 25P C 3 69 12 24 6 45 7 | 6x45 | 150 3 500 @
ET166-SJN-070100C-P3 M7x1 7 1 P3  25P  C 3 78 13 23 62 5 8 | 62x5 | 175 3 600 O
ET166-SN-080125C-P3 | M8x1.25 8 | 125 P3 25P C 5 |70 13 36 62 5 8 | 62x5 | 200 3 675 @
ET166-SJN-080100C-P3 M8x1 8 1 P3  25P  C 5 |70 13 36 62 5 | 8 | 62x5 | 200 3 700 @
ET166-S5)N-100150C-P4 | M10x1.5 10 15 P4 25 C 5 |75 15 43 7 55 8 | 7x55 | 250 3 850 @
ET166-5)N-100125C-P3  M10x1.25 10 | 125 P3 25 C 5 |75 13 43 7 55| 8 | 7x55 | 250 3 875 @
ET166-5N-100100C-P3 | M10x1 10 1 P3 25P  C 5 |75 13 43 7 55 8 | 7x55 | 250 3 9.00 O
ET166-5N-120175C-P4  M12x1.75 12 | 175 P4 | 25P  C 5 |8 17 42 85 65 9 | 85x65 | 300 3 1025 @
ET166-SN-120150C-P4 | M12x1.5 12 | 15 P4 25 C 5 |8 17 42 85 65 9 | 85x65 | 300 3 1050 @
ET166-SN-120125C-P4  M12x1.25 12 | 125 P4 25P  C 5 |82 13 42 85 65 9 | 85%65 | 300 3 1075 O
ET166-5)N-120100C-P3 | M12x1 12 1 P3 25P  C 5 |82 13 42 85 65 9 | 85x65 | 300 3 11.00 O
ET166-5N-140200C-P5 | M14x2 14 2 P5 25 C 5 |88 20 51 105 8 | 11| 105x8 | 350 3 1200 @
ET166-5N-140150C-P4 | M14x1.5 14 | 15 P4 25 C 5 |88 20 51 105 8 11| 105x8 | 350 3 1250 @
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon - ) ) Aluminum Cast . High- -
Steel, Alloy Steel, Ferritic/ Stainless Iron, High Alloy Alloy, Cast | Aluminum Copper Compqsnte temperature Titanium | Hardened = Hardened
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel CastIron
Alloy
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 A <HB400 |45-55HRC|55-60HRC
©) (©) ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Fluted Tap for Copper-aluminum Machining

DCON
—
c
DCON
DCON

e Typet G, e TeL Type-3 ), T Type-5 %,
g 5| [ E— . X g : - | I I
,_* = I

THL, LsQ | *_] THL Lsa THL LsQ
LF IF G

Continued
Order No. Threadsize =~ TD  TP/TPI TCTR TCL THCHT “SM€MatC e 1y |y DCON DRVS LsQ CZCMS TDRM NOF PHD .7
Diagram Stock
ET166-SIN-140125C-P4 | M14x125 | 14 | 125 | P4  25P  C 5 88 20 51 105 8 11| 105x8 350 3 1275 O
ET166-SIN-140100C-P3 | M14x1 14 1 P3 25 C 5 88 20 51 105 8 11| 105x8 | 350 3 13.00 O
ET166-5)N-160200C-P5 | M16x2 16 2 | P5 25P  C 5 95 20 52 125 10 13 | 125x10 400 3 1400 @
ET166-SIN-160150C-P4  M16x1.5 16 15 P4 25P C 5 95/ 20 52 125 10 | 13 125x10 | 400 | 3 1450 @
ET166-SIN-160125C-P4 | M16x1.25 | 16 | 125 @ P4  25P  C 5 195 20 52 125 10 13 | 125x10 400 3 1475 O
ET166-SIN-160100C-P3 | M16x1 16 1 P3 25 C 5 95 20 52 125 10 13| 12510 | 400 3 1500 O
ET166-SIN-UOSOF-PT  NO.O-8OUNF 1524 80  P1  15P @ F 1 |37| 10| —| 3 | 25| 3| 325 | 38 | 2 [121| O
ET166-SN-UT64F-PT  NO.1-64UNC  1.854 64  P1  15P | F 1037 11 — 3 25 3 3x25 46 2 146 O
ET166-5/N-U256C-P1 | NO.2-56UNC | 2184 56 | P1 | 25P  C 1 |as| 12| —| 3 | 25| 3| 325 | 55 | 2 [173| O
ET166-SIN-U348C-P1  NO.3-48UNC 2515 48  P1  25P @ C 1 |45 14 — 3 25 3 325 63 2 199 O
ET166-SIN-U440C-P2 | NO.4-40UNC | 2.845 40 | P2 25P  C 3 45 6 16 3 25 3| 3x5 71 3 221 @
ET166-SIN-US40C-P2 | NO5-40UNC | 3175 40 | P2 | 25P  C 3 50 7 19 4 32 6| 432 | 79 3 254 O
ET166-5IN-U632C-P2 | NO.6-32UNC | 3.505 32 | P2 25P  C 3 50 8 20 4 32 6 432 88 3 271 @
ET166-5/N-U832C-P2 | NO.8-32UNC | 4166 32 | P2  25P  C 3 57 8 215 5 4 7| 54 | 104 3 337 @
ET166-5/N-UT024C-P2 | NO.10-24UNC | 4.826 24 | P2 25P  C 3 |66 10 26| 55 | 45 7 | 55%45 | 121 | 3 377 @
ET166-5/N-UT032C-P2 | NO.10-32UNF | 4826 32 | P2  25P  C 3 66 10 26 55 45 7 | 5545 | 121 3 403 O
ET166-SIN-U1224C-P2  NO.12-24UNC 5486 24 P2  25P @ C 3 66 10 26 55 45 7 | 55x45 137 3 443 O
ET166-SIN-U1228C-P2 | NO.12-28UNF | 5486 = 28 | P2 | 25P  C 3 66 10 26 55 45 7 | 55x45 | 137 3 458 O
ET166-SIN-U1420C-P2 | 1/4-20UNC | 6350 20 | P2 25P  C 3 69 12 29 6 45 7 | 645 159 3 508 @
ET166-SIN-U1428C-P2 | 1/4-28UNF | 6350 28 | P2 | 25P  C 3 69 12 29 6 45 7 | 645 | 159 3 544 @
ET166-5)N-US1618C-P3| 5/16-18UNC | 7.938 18 | P3  25P  C 5 70 15 30 61 5 8 | 61x5 | 198 3 653 @
ET166-5IN-US1624C-P3| 5/16-24UNF | 7.938 24 | P3| 25P  C 5 70 11 30 61 5 8 | 61x5 | 198 3 688 @
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened | Hardened
Steel, " Alloy, Cast | Aluminum - temperature
Tool Steel Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
©) ©) ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Fluted Tap for Copper-aluminum Machining

4 4

g - § TCL N §
one TCL  Type-1 8 T Type-3 8 | Type-5 3 %
o L G S e X — %
= 'Iiji - [ - . Ei | L
! THL, LsQ THL LsQ THL Lsa
LF LF LF
Continued
. Schematic In
Order No. Thread Size TD  TP/TPI TCTR TCL THCHT "~. LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD
Diagram Stock
ET166-SJN-U3816C-P3 3/8-16UNC 9.525 16 P3 2.5P C 5 75| 16 43 7 5.5 8 7x5.5 23.8 3 79 @
ET166-SJN-U3824C-P3 3/8-24UNF 9.525 24 P3 2.5P C 5 75 11 43 7 5.5 8 7x5.5 23.8 3 847 @
ET166-SJN-U71614C-P4 | 7/16-14UNC  11.113 14 P4 2.5P C 5 80 20 40 8 6 9 8x6 27.8 3 [9.30| O
ET166-SJN-U71620C-P3| 7/16-20UNF | 11.113 20 P3 2.5P C 5 80 13 40 8 6 9 8x6 27.8 3 1984 O
ET166-SJN-U1213C-P4 1/2-13UNC  12.700 13 P4 | 2.5P C 5 85 21 48 9 7 10 9x7 31.8 | 3 [10.75| O
ET166-SJN-U1220C-P3 1/2-20UNF  |12.700 20 P3 | 2.5P C 5 85 13 48 9 7 10 9x7 31.8 | 3 1143 O
ET166-SJN-U91612C-P4| 9/16-12UNC  14.288 12 P4 2.5P C 5 90 21 50 10.5 8 11 10.5%8 35.7 3 1217 O
ET166-SJN-U91618C-P3 | 9/16-18UNF  14.288 18 P3 2.5P C 5 90 15 50 @ 10.5 8 11 10.5x8 35.7 3 [12.88 O
ET166-SJN-U5811C-P4 5/8-11TUNC | 15.875 11 P4 2.5P C 5 95| 23 48 12 9 12 12x9 39.7 3 [1357] O
ET166-SJN-U5818C-P3 5/8-18UNF | 15.875 18 P3 | 2.5P C 5 95 23 48 12 9 12 12x9 39.7 3 1446 O
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ )
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum -1 temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 ' <HB400 45-55HRC|55-60HRC
©) (©) ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Pointed Tap for Copper-aluminum Machining

2
TeL  Type-t § & _ Tctu Type-3 § ) aTﬂLU Type-5 § %,
g . &‘@ e— ~ & g —1 &Q
f THL, LsQ THL Lsa THL LsQ
LF LF LF
Order No. ThreadSize ~ TD  TPAPL TCTR TCL THCHT “SMeMatC prpy |y DCON DRVS LSQ CZCMS TDRM NOF PHD .
Diagram Stock
ET166-PJN-010025B-P1 M1x0.25 1 025 Pl 5P B 1 37 45 — 3 |25 3 325 25 2 075 O
ET166-PJN-012025B-P1 ~ M1.2x0.25 = 12 025 | P1 5P B 1 |37/55| —| 3 | 25|3| 325 | 30 | 2 095 O
ET166-PJN-014030B-P1 | M1.4x03 | 14 03 Pl 5 B 137 9 - 3 25 3 325 35 2 110 O
ET166-PJN-016035B-P2 ~ M1.6x0.35 = 1.6 035 | P2 5P B 1 |37 8 | — | 3 | 25| 3| 325 | 40 |2 125 O
ET166-PJN-020040B-P2 M2x0.4 2 04 P2 5P B 145 11— 3 25 3 325 50 2 160 @
ET166-PJN-025045B-P2 ~ M2.5x0.45 = 2.5 045 | P2 5P B 1 45 12 | — | 3 |25 |3 325 63 2 205 @
ET166-PJN-030050B-P2 M3x0.5 3 05 P2 5P B 3 050 12 19 4 32 6 432 75 3 250 @
ET166-PJN-035060B-P2 | M3.5x0.6 = 3.5 06 P2 5P B 3 50 13 20 4 32 6 432 88 3 290 O
ET166-PJN-040070B-P2 M4x0.7 4 07 P2 5 B 3 57 14 21 5 4 7 54 100 3 330 @
ET166-PJN-050080B-P2 M5x0.8 5 08 P2 5P B 3 66 16 25 55 | 45 7 | 55x45 125 3 420 @
ET166-PJN-060100B-P2 M6x1 6 1 P2 5P B 3 69195 29 6 | 45 7 | 6x45 150 3 500 @
ET166-PJN-070100B-P3 M7x1 7 1 P3 5P B 3 |78 13 23 62 5 | 8 62x5 175 3 600 O
ET166-PJN-080125B-P3  M8x1.25 8 125 P3| 5P B 5 70 22 37 62 5 8 62x5 200 3 675 @
ET166-PJN-080100B-P3 M8x1 8 1 P3 5P B 5 70 22 37 62 5 8 62x5 200 3 700 @
ET166-PJN-100150B-P4  M10x1.5 10 15 | P4 5P B 5 75 24 43 7 55 8 7x55 250 3 850 @
ET166-PJN-100125B-P3 ~ M10x125 = 10 125 | P3 5P B 5 75 24 43 7 55 8 7x55 250 3 875 @
ET166-PJN-100100B-P3 M10x1 10 1 P3 5P B 5 75 24 43 7 55 8 7x55 250 3 900 O
ET166-PJN-120175B-P4 ~ M12x1.75 = 12 175 | P4 5P B 5 82 29 46 85 65 9 85x65 300 3 1025 @
ET166-PJN-120150B-P4  M12x1.5 12 15 | P4 5P B 5 82 29 46 85 65 9 85x65 300 3 1050 @
ET166-PJN-120125B-P4 ~ M12x125 = 12 125 | P4 5P B 5 82 29 46 85 65 9 85x65 300 3 1075 O
ET166-PJN-120100B-P3 M12x1 12 1 P3 5P B 5 82 29 46 85 65 9 85x65 300 3 11.00 O
ET166-PJN-140200B-P5 M14x2 14 2 PS 5P B 5 88 20 51 105 8 11 105x8 350 3 1200 @
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Ca,St Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum ., temperature
Tool Steel Martensitic|  Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 = <HB400 |45-55HRC|55-60HRC
©) ©) ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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Economical Spiral Pointed Tap for Copper-aluminum Machining

m—"

P —
Tl Type-1 § TCtU Type-3 g . TCL N Type-5 g %)
’n_f*ri," ype i 8 & E*T—f . . & g | — | : &Q
! THL, LsQ THL Lsa@ THL LsQ
LF LF '
Continued
Order No. ThreadSize ~ TD  TP/TPL TCTR TCL THCHT SSM€M3CC e oy |y DCON DRVS LSQ CZCMs TDRM NOF PHD I
Diagram Stock
ET166-PJN-140150B-P4 | M14x1.5 14 15 | P4 5P B 5 88 20 51 105 8 11 105x8 350 3 1250 @
ET166-PJN-140125B-P4 ~ M14x125 | 14 125 P4 5P B 5 188 20 51 105 8 11 105x8 350 3 1275 O
ET166-PN-140100B-P3 M14x1 14 1 P3 5P B 5 88 20 51 105 8 11 105x8 350 3 13.00 O
ET166-PJN-160200B-P5 M16x2 16 2 P5 5P B 5 95 20 52 125 10 13 | 125x10 400 3 1400 @
ET166-PJN-160150B-P4 | M16x1.5 16 15 | P4 5P B 5 195 20 52 125 10 13 125x10 400 3 1450 @
ET166-PJN-160125B-P4 ~ M16x1.25 | 16 = 125 | P4 5P B 5 195 20 52 125 10 13 125x10 400 3 1475 O
ET166-PN-160100B-P3 M16x1 16 1 P3 5P B 5 195 20 52 125 10 13 125x10 400 3 1500 O
ET166-PN-U080B-P1 NO.O-80UNF 1524 80 | Pl 5P B 1 |37 10| — | 3 |25| 3| 3x25 | 38 |2 121| O
ET166-PJN-U164B-P1 NO.1-64UNC 1854 64 | P1 5P B 1 37 11| — 3 |25 3 3x25 46 2 146 O
ET166-PJN-U256B-P1 NO.2-56UNC 2184 56 | P1 5P B 1 45 12 — 3 |25 3 325 55 2 173 O
ET166-PJN-U348B-P1 NO.3-48UNC 2515 48 | P1 5P B 1 45 14— 3 25 3 325 63 2 199 O
ET166-PJN-U440B-P2  NO.4-40UNC | 2.845 40 | P2 5P B 1 45 13— 3 |25 3 325 71 2 221 @
ET166-PJN-U540B-P2  NOS5-40UNC | 3175 40 | P2 5P B 3 050 12 19 4 32 6 432 79 3 254 O
ET166-PJN-U632B-P2  NO.632UNC | 3505 32 | P2 5P B 3 150 13 20 4 32 6 432 88 3 271 @
ET166-PJN-U832B-P2  NO.832UNC | 4.166 32 | P2 5P B 3 57135 215 5 4 7 54 104 3 337 @
ET166-PJN-UT024B-P2  NO.10-24UNC| 4.826 24 | P2 5P B 3 |66/ 165| 26 | 55 | 45 | 7 | 55%45 121 | 3 377 @
ET166-PIN-UT032B-P2  NO.10-32UNF 4.826 32 | P2 5P B 3 66 165 26 55 45 7 | 55x45 121 3 403 O
ET166-PJN-U1224B-P2  NO.12-24UNC| 5486 24 | P2 5P B 3 66 165 26 55 45 7 5545 137 3 443 O
ET166-PJN-U1228B-P2  NO.12-28UNF| 5486 28 | P2 5P B 3 66 165 26 55 45 7 5545 137 3 458 O
ET166-PJN-UT420B-P2  1/4-20UNC | 6350 20 | P2 5P B 3 169195 29 6 45 7 645 159 3 508 @
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ’ I
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Cast Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast | Aluminum -1 temperature
Tool Steel | Martensitic|  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
©) (©) ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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ET166-PJN T oy st s Lo owe | H [

Economical Spiral Pointed Tap for Copper-aluminum Machining

-

2
TeL  Type-t § & _ Tctu Type-3 § ) aTﬂLU Type-5 § %,
g . &‘@ e— ~ & g —1 &Q
f THL, LsQ THL Lsa THL LsQ
LF IF "
Continued
Order No. ThreadSize ~ TD  TPAPL TCTR TCL THCHT “SMeMatC prpy |y DCON DRVS LSQ CZCMS TDRM NOF PHD .
Diagram Stock
ET166-PJN-UT428B-P2  1/4-28UNF | 6350 28 | P2 5P B 3 69195 29 6 45 7 6x45 159 3 544 @
ET166-PJN-US1618B-P3 ~ 5/16-18UNC | 7.938 18 | P3 5P B 5 70 23 38 61 5 8 61x5 198 3 653 @
ET166-PJN-U51624B-P3 | 5/16:24UNF | 7.938 = 24  P3 5P B 5 70 23 38 61 5 8 61x5 198 3 688 @
ET166-PJN-U3816B-P3  3/8-16UNC | 9525 16 | P3 5P B 5 75 25 43 7 55 8 7x55 238 3 794 @
ET166-PJN-U3824B-P3  3/8-24UNF | 9525 24 | P3 5P B 5 75 25 43 7 55 8 7x55 238 3 847 @
ET166-PJN-U71614B-P4 = 7/16-14UNC | 11113 14 | P4 5P B 5 80 29 45 8 6 9 86 278 3 930 O
ET166-PJN-U71620B-P3 = 7/16-20UNF | 11113 20 | P3 5P B 5 80 29 45 8 6 9 86 278 3 984 O
ET166-PJN-UT213B-P4  1/2-13UNC | 12700 13 | P4 5P B 5 85 30 48 9 7 10 97 318 3 1075 O
ET166-PJN-U1220B-P3  1/2-20UNF | 12700 20 | P3 5P B 5 85 30 48 9 7 10 9x7 318 3 1143 O
ET166-PJN-U91612B-P4 | 9/16-12UNC | 14288 12 P4 5P B 5 90 30 50 105 8 11 105x8 357 3 1217 O
ET166-PJN-U91618B-P3  9/16-18UNF | 14.288 18 | P3 5P B 5 90 30 50 105 8 11 105x8 357 3 1288 O
ET166-PJN-US811B-P4  5/8-11UNC | 15875 11 | P4 5P B 5 95 23 48 12 | 9 12 12x9 | 397 3 1357 O
ET166-PJN-US818B-P3  5/8-18UNF | 15875 18 | P3 5P B 5 95 23 48 12 9 12 12x9 397 3 1446 O
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Calst Copper  Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum - temperature
Tool Steel | Martensitic  Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC | 35-48HRC <35HRC |35-45HRC| Si<12% | Si>12% <HB200 <HB450 | <HB400 45-55HRC 55-60HRC
©) ©) ©)
© Most Suitable O Suitable Recommended Cutting Data % P321
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ET128-HJN PV e[ s | 50 s | | O (IR
M | MF
Economical Straight Fluted Tap for Cast Iron Machining

w P LU §
e Type-3 8 s *T‘ﬂ Type-5 =t %,
g @?\ Et T T &

THL LsQ THL LsQ

LF LF

Order No. ThreadSize TD TP TCTR TCL THCHT Slg'i“aeg'?:r:c LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD StI:ck
ET128-HJN-050080C-P3 M5x0.8 5 08 P3 25P C 3 66 16 25 55 45 7 55x45 125 3 420 O
ET128-HJN-060100C-P3 M6x1 6 1 P3 25P C 3 69195 29 6 45 7 | 6x45 | 150 3 500 O
ET128-HJN-070100C-P3 M7x1 7 1 P3 25P C 3 78 13 23 62 5 8  62x5 175 3 600 O
ET128-HIN-080125C-P4 | M8x1.25 8 125 P4 25P C 5 70 22 37 62 5 8  62x5 200 3 675 O
ET128-HJN-080100C-P4 M8x1 8 1 P4 | 25P C 5 70 22 37 62 5 8  62x5 200 3 700 O
ET128-HN-100150C-P5 | M10x15 = 10 15 | P5 25 C 5 75 24 43 7 55 8  7x55 250 3 850 O
ET128-HIN-100125C-P4 | M10x125 = 10 125 P4 25P C 5 75 24 43 7 55 8 7x55 250 3 875 O
ET128-HJN-100100C-P4 M10x1 10 1 P4 | 25P C 5 75 24 43 7 55 8 7x55 250 3 900 O
ET128-HIN-120175C-P5 | M12x175 | 12 175 P5 25P C 5 82 29 46 85 65 9  85x65 300 3 1025 O
ET128-HN-120150C-P5 | M12x15 | 12 15 | P5 25 C 5 82 29 46 85 65 9 85x65 300 3 1050 O
ET128-HIN-120125C-P5 | M12x125 = 12 125 PS5 25P C 5 82 29 46 85 65 9 85x65 300 3 1075 O
ET128-HJN-120100C-P4 M12x1 12 1 P4 | 25P C 5 82 29 46 85 65 9  85x65 300 3 11.00 O
ET128-HJN-140200C-P6 M14x2 14 2 P6 | 25P C 5 88 20 51 105 8 11 1058 350 3 1200 O
ET128-HN-140150C-P5 | M14x15 | 14 15  P5 25 C 5 88 20 51 105 8 11 105x8 350 3 1250 O
ET128-HIN-140125C-P5 | M14x125 = 14 125 P5 25P C 5 88 20 51 105 8 11 105x8 350 3 1275 O
ET128-HJN-140100C-P4 M14x1 14 1 P4 | 25P C 5 88 20 51 105 8 11 105x8 350 3 13.00 O
ET128-HJN-160200C-P6 M16x2 16 2 P6 | 25P C 5 90 20 52 125 10 13 125x10 400 3 1400 O
ET128-HN-160150C-P5 | M16x15 | 16 15 | P5 25P C 5 90 20 52 125 10 13 125x10 | 400 3 1450 O
ET128-HN-160125C-P5 | M16x125 = 16 125 = P5 25 C 5 90 20 52 125 10 13 125x10 400 3 1475 O
ET128-HJN-160100C-P4 M16x1 16 1 P4 | 25P C 5 90 20 52 125 10 13 125x10 400 3 1500 O
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH ?’?d ) Gray ) ali?r:?:l?m Cast . High- -
Alloy steel,  ferritic/ | Stainless | castiron, = High alloy ] Copper | Composite Titanium | Hardened | Hardened
steel, L ) alloy, cast | aluminum .| temperature
tool steel 'martensitic  steel nodular | castiron - alloy material alloy steel steel
alloy steel ; aluminium = alloy alloy
steel castiron
alloy
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) (@)
© Most Suitable O Suitable Recommended Cutting Data % P321
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ET128-HJC PP e s [ 2 s 1 { W (G

Economical Straight Fluted Tap for Internal Cooling Cast Iron Machinin

,_
c

DCON
=
c

DCON

TCL Type-11 > TCL T
e »«‘—— ype-12
P = = —— N ©
= ol == —————
i ====H=—==F==-==

= = THL LsQ
LF LF

Order No. ThreadSize ~ TD TP TCTR TCL THCHT Sé?aeg"::ric LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD StI:Ck
ET128-HJC-050080C-P3 | M5x0.8 5 08  P3 250 C 1M 61 16 | 25| 55 45 7 5545 125 3 420 O
ET128-HJC-060100C-P3 M6x1 6 1 P3 25 C 11 63195 29| 6 45 7  6x45 150 3 500 O
ET128-HJC-070100C-P3 M7x1 7 1 P3  25P  C M 72 013 23 62 5 8 625 175 3 600 O
ET128-HJC-080125C-P4  M8x1.25 8 125 P4 25P C 12 70 22 37 62 5 | 8 62x5 200 3 675 O
ET128-H|C-080100C-P4 M8x1 8 1 P4 25P  C 1270 22 37 62 | 5 8 62x5 200 3 700 O
ET128-HJC-100150C-P5  M10x1.5 10 15  P5 | 25P C 12 |75 24 43| 7 | 55 8 7x55 250 | 3 850 O
ET128-HJC-100125C-P4 = M10x1.25 | 10 125 | P4 | 25P  C 12 75 24 43 7 55 8 7x55 250 3 875 O
ET128-HJC-100100C-P4 M10x1 10 | 1 P4 25P  C 12 75 24 43| 7 55 8 7x55 250 3 900 O
ET128-HJC-120175C-P5 = M12x1.75 | 12 175 | P5 | 25P  C 12 82 29 46 85 65 9 85%65 300 3 1025 O
ET128-HJC-120150C-P5  M12x1.5 12 | 15 pPs 25p C 12 82 29 46 85 65 9 85x65 300 3 1050 O
ET128-HJC-120125C-P5 |~ M12x1.25 | 12 125 | PS5 | 25P  C 12 82 29 46 85 65 9 85x65 300 3 1075 O
ET128-H|C-120100C-P4 M12x1 12 | 1 P4 25P  C 12 |82 29 46 | 85 | 65 9  85x65 300 3 11.00 O
ET128-HJC-140200C-P6 M14x2 14 2 P6 25 C 12 88 20 51 105 8 | 11 105x8 350 3 1200 O
ET128-HJC-140150C-P5  M14x1.5 14 15  P5 25 C 12 /88 20 51 | 105 8 |11 105x8 350 3 1250 O
ET128-HJC-140125C-P5 = M14x125 | 14 125 | P5 | 25P  C 12 88 20 51 105 8 11 105x8 350 3 1275 O
ET128-H|C-140100C-P4 M14x1 14 1 P4 25P C 12 88 20 51| 105 8 | 11 105x8 350 3 1300 O
ET128-HJC-160200C-P6 M16x2 16 2 P6 25 C 1295 20 | 52 125 10 |13 125x10 400 3 1400 O
ET128-HJC-160150C-P5  M16x1.5 16 | 15  P5 | 25P  C 12|95 20 |52 | 125 10 | 13 125x10 400 | 3 1450 O
ET128-HJC-160125C-P5 ~ M16x1.25 | 16 125 | P5 | 25P  C 1295 20 52 | 125 10 | 13 125%<10 400 | 3 1475 O
ET128-H|C-160100C-P4 M16x1 16 | 1 P4 25P  C 12|95 20 | 52 | 125 10 | 13 125x<10 400 | 3 1500 O
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast ; .
Carbon Alloy Steel,  Ferritic/ | Stainless Iron, High Alloy Aluminum Ca,St Copper | Composite High- Titanium | Hardened = Hardened
Steel, - Alloy, Cast = Aluminum ., temperature
Tool Steel Martensitic|  Steel Nodular | CastIron - Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% Si>12% <HB200 <HB450 = <HB400 |45-55HRC|55-60HRC
© O
© Most Suitable O Suitable Recommended Cutting Data % P321
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ET128-HJR P s | 60 Jrs] B | O e

Economical Straight Fluted Tap for Internal Cooling Cast Iron Machining

L 3| w 3|
el TCL Type-11 s &L@ e Type-12 8 ),

4 Lsa THL LsQ

LF LF

Order No. ThreadSize TD = TP TCTR TCL THCHT Sé?aeg"::ric LF THL LU DCON DRVS LSQ CZCMS TDRM NOF PHD Stlgck
ET128-HJR-050080C-P3  M5x0.8 5 08 | P3 | 25P C 1 61 16 25 55 45 7  55x45 125 3 420 O
ET128-HR-060100C-P3  M6x1 6 1 P3  25P C 1 63 195 29 6 45 7  6x45 150 | 3 500 O
ET128-HR-070100C-P3  M7x1 7 1 P3  25P  C 1 72 13 23 62 5 8 625 175 3 600 O
ET128-HR-080125C-P4  M8x1.25 | 8 125 P4 | 25P C 12 |70 22 |37 62 | 5 | 8| 62x5 | 200 |3 |675| O
ET128-HJR-080100C-P4  M8x1 8 1 P4 | 25P  C 12 170 22 37 62 5 8 62x5 200 3 700 O
ET128-HR-100150C-P5 ~ M10x1.5 | 10 15 P5 | 25P  C 12 |75 24 43 7 | 55 8  7x55 | 250 3 850 O
ET128-H[R-100125C-P4  M10x1.25 | 10 125 P4 | 25P  C 12 75 24 43| 7 55 8 7x55 250 3 875 O
ET128-HR-100100C-P4  M10x1 10 1 P4 25P C 12 |75/ 24 43| 7 55 8 7x55 250 3 900 O
ET128-HR-120175C-P5  M12x1.75 | 12 175 P5 | 25P  C 12 82 29 46 | 85 65 9 85x65 300 3 1025 O
ET128-HR-120150C-P5 M12x1.5 | 12 15 P5 | 25P C 12 82 29 46 85 65 9 85x65 300 3 1050 O
ET128-HR-120125C-P5  M12x1.25 | 12 | 125 P5 | 25P  C 12 82 29 46 85 65 9  85x65 300 3 1075 O
ET128-HJR-120100C-P4  M12x1 12 | 1 P4 25P C 12 82 29 46 85 65 9  85x65 300 3 11.00 O
ET128-HJR-140200C-P6 | M14x2 14 2 P6 | 25P C 12 /88 20 51 105 8 11 105x8 350 3 1200 O
ET128-HR-140150C-P5 ~ M14x1.5 | 14 15 P5 | 25P C 12 88 20 51 105 8 11 105x8 350 3 1250 O
ET128-HR-140125C-P5  M14x1.25 | 14 125 P5 | 25P C 12 88 20 51105 8 11 105x8 350 3 1275 O
ET128-HJR-140100C-P4  M14x1 14 1 P4 | 25P C 12 88 20 51 105 8 11 105x8 350 3 13.00 O
ET128-HJR-160200C-P6 | M16x2 16 2 P6 | 25P C 12 195/ 20 |52 | 125 10 13  125x10 400 3 14.00 O
ET128-HR-160150C-P5 ~ M16x1.5 | 16 15 P5 | 25P  C 12 195 20 52 125 10 13 | 125x10 400 3 1450 O
ET128-HR-160125C-P5  M16x1.25 | 16 125 P5 | 25P  C 12195 20 52 125 10 13 125x10 400 3 1475 O
ET128-HR-160100C-P4  M16x1 16 1 P4 25P C 12 |95 20 52 125 10 13 | 125x10 400 3 1500 O
@Stock OAvailable Upon Order Unit (mm)

Pre-hole size is for reference only.

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Forged
PH and Gray Cast > .
Carbon Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy Aluminum Cqst Copper | Composite High- Titanium | Hardened = Hardened
Steel, . Alloy, Cast = Aluminum - temperature
Tool Steel ' Martensitic Steel Nodular | CastIron L Alloy Material Alloy Steel Steel
Alloy Steel Aluminium | Alloy Alloy
Steel Cast Iron
Alloy
<35HRC |35-48HRC <35HRC 35-45HRC| Si<12% @ Si>12% <HB200 <HB450 = <HB400 45-55HRC 55-60HRC
O O
© Most Suitable O Suitable Recommended Cutting Data % P321
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Recommended Cutting Data-economical Taps

Workpiece Material

ET138-
FJN

ET166-
FJN

ET168-
FJN

ET138-
SN

ET166-
SIN

ET168-
SIN

ET138-
PJN

Tap

ET166-
PJN

| HOLEMAKING TOOLS

ET168-
PJN

ET128-
HJN

ET128-H)C
ET128-HJR

External

Cooling

Internal
Cooling

Low-carbon
Steel
(<125HB)

5-15

5-15

5-10

5-15

5-10

High-carbon
Steel and
Alloy Steel
(<35HRC)

5-10

5-10

5-10

5-10

5-10

Quenched
and
Tempered
Steel and
Tool Steel
(35-48HRC)

Austenitic
Stainless
Steels
(130-200HB)

5-10

5-10

5-15

5-10

5-15

High
Strength
Austenitic
and Cast
Stainless
Steel
(<25HRQ)

5-10

5-10

5-15

5-10

5-15

Duplex
Stainless
Steel
(<30HRC)

4-8

4-8

5-10

48

5-10

Gray Cast
Iron and
Nodular Cast
Iron
(<35HRCQ)

15-30

20-40

High Alloy
Cast Iron
(<43HRC)

10-20

15-25

Forged
Aluminum
Alloy and
Cast
Aluminum
Alloy
(Si<12%)

Cast
Aluminum
Alloy
(Si>12%)

Copper Alloy
(<HB200)

5-10

5-10

Notes:

1. It is recommended to use a special tap shank for machining.
2. The cutting data in the table are recommended data. Please adjust the cutting data according to the actual machining situation.

Unit (m/min)
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Tap Inquiry Information Form

Tap Desired Form

1. Hole Type
Specifications: Tolerance:

Thread hole characteristics:

| A I/ = | = | - //\I | I/
- | - T - | | H
| | | o
B2 o8 | |
‘ i [ [ i
] [] [] [] []
2. Machining Type
Machine model: Machining characteristics:
Materials being machined: Material hardness: HB HRC
Machining parameters: Cooling mode:
3. Tool Types
[J New project sampling [J Replacing/optimizing existing competitive products
Tap types: Additional:
Desired tool size: Current brand/specification:
& LU §
o TCL la) o
1 TCL a % = b
- ol &5@ o T [ X XQ
j, ] : o | I 1
THL, LSQ THL LSQ
LF LF
TD*TP: TCL: THL:
DCON: LSQ: LF:

Other size requirements:

4. Notes:
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Table of Thread Bottom Hole Diameters for Fluteless Taps

Metric Screw Thread

Unit: mm

Bottom-hole Diameter for 1-class thread

Bottom-hole Diameter for 2-class thread

Thread Size
RH Minimum to Maximum RH Minimum to Maximum
Accuracy  (percentage of thread engagement, %)  Accuracy (percentage of thread engagement, %)
M1x0.25 2 0.87~0.89[100~85) 4 0.90~0.92(100~80)
M1.2x0.25 2 1.07~1.09 (100~85) 4 1.10~1.12 (100~80)
M1.4x0.3 2 1.244~1.263(100~85) 4 1.270~1.294(100~80)
M1.6x0.35 2 1.40~1.44 (100~80) 4 1.44 ~1.48 (100~75)
M1.7x0.35 2 1.51~1.54 (100~80) 4 1.54 ~1.58 (100~75)
M2x0.4 2 1.78~1.82(100~80) 4 1.81~1.85(100~75)
M2.3x0.4 2 2.08~2.12 (100~80) 4 2.11~2.15(100~75)
M2.5%0.45 2 2.25~2.29 (100~80) 4 2.28~2.33(100~75)
M2.6x0.45 2 2.35~2.39 (100~80) 4 2.38~2.43(100~75)
M3x0.5 3 2.74~2.78 (100~80) 5 2.76~2.81(100~75)
M3.5%0.6 3 3.18 ~3.21 (100~85) 5 3.20~3.26 (100~75)
M4x0.7 4 3.63~3.67(100~85) 6 3.65~3.70(100~85)
M5x0.8 4 4.57~4.62(100~85) 6 4.59~4.66 (100~80)
M6x1.0 4 5.45~5.51(100~85) 7 5.48~5.57(100~80)
M7x1.0 4 6.45~6.51(100~85) 7 6.48~6.57(100~80)
M8 x1.25 5 7.31~7.38 (100~85) 7 7.34~7.41 (100~85)
M10x1.5 5 9.16~9.22 (100~90) 7 9.18~9.28 (100~85)
M12x1.75 5 11.01~11.08 (100~90) 8 11.05~11.15 (100~85)
M14x2.0 6 12.83~12.95 (100~90) 10 12.92~13.04 (100~85)
M16x2.0 6 14.87~14.95 (100~90) 10 14.92~15.04 (100~85)
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Tap

Table of Thread Bottom Hole Diameters for Fluteless Taps

American Thread Unit: mm
Bottom-hole Diameter for 2B-class Thread Bottom-hole Diameter for 3B-class Thread
UlnlFEE1e) S ouier . RH Minimum to Maximum RH Minimum to Maximum
Diameter Pitch Accuracy (percentage of thoread Accuracy (percentage of thoread
engagement, %) engagement, %)
NO.0~80UNF 1.524 0.3175 4 1.38~1.41(100~65) 3 1.36~1.40(100~65)
1~72UNF 1.854 0.3528 4 1.68~1.72(100~65) 3 1.67~1.71(100~65)
1~64UNC 1.854 0.3969 4 1.66~1.70(100~65) 3 1.65~1.69(100~65)
2~56UNC 2.184 0.4536 4 1.96~2.02(100~65) 3 1.95~2.01 (100~65)
2~64UNF 2.184 0.3969 4 1.98~2.04 (100~65) 3 1.97~2.03 (100~65)
3~48UNC 2.514 0.5292 4 2.25~2.32(100~65) 3 2.23~2.31(100~65)
3~56UNF 2514 0.4536 4 2.29~2.35(100~65) 3 2.28~2.34 (100~65)
4~40UNC 2.844 0.635 5 2.52~2.60 (100~70) 3 2.50~2.58 (100~70)
4~48UNF 2.844 0.5292 4 2.57~2.64 (100~70) 3 2.56~2.63 (100~70)
6~32UNC 3.504 0.7938 5 3.09~3.17 (100~75) 3 3.06~3.14 (100~75)
6~40UNF 3.504 0.635 5 3.19~3.26(100~70) 3 3.16~3.22 (100~75)
8~32UNC 4.164 0.7938 6 3.75~3.83 (100~75) 4 3.74~3.82(100~75)
8~36UNF 4.164 0.7056 5 3.80~3.88 (100~75) 4 3.79~3.86 (100~75)
10~24UNC 4.824 1.0583 6 4.26~4.35 (100~80) 4 4.24~4.32(100~80)
10~32UNF 4.824 0.7938 5 4.41~4.48 (100~80) 4 4.40~4.46 (100~80)
12~24UNC 5.484 1.0583 6 4.92~5.01 (100~80) 4 4.90~4.96(100~85)
12~28UNF 5.484 0.9071 5 5.00~5.08 (100~80) 4 4.99~5.06(100~80)
1/4~20UNC 6.35 1.27 6 5.66~5.76(100~80) 4 5.64~5.74 (100~80)
1/4~28UNF 6.35 0.9071 5 5.86~5.93 (100~80) 4 5.85~5.92 (100~80)
5/16~18UNC 7.9375 14111 7 7.18~7.29 (100~80) 5 7.15~7.24 (100~85)
5/16~24UNF 7.9375 1.0583 6 7.38~7.46(100~80) 5 7.36~7.43 (100~85)
3/8~16UNC 9.525 1.5875 7 8.66~8.78 (100~80) 5 8.63~8.73 (100~85)
3/8~24UNF 9.525 1.0583 6 8.96~9.05 (100~80) 5 8.95~9.02 (100~85)
7/16~14UNC 11.1125 1.814 7 10.11~10.25(100~80) 5 10.08~10.19[100~85)
7/16~20UNF 11.1125 1.27 7 10.44~10.54 (100~80) 5 10.41~10.49(100~85)
1/2~13UNC 12.7 1.9538 8 11.62~11.78 (100~80) 6 11.60~11.68 (100~90)
1/2~20UNF 12.7 1.27 7 12.02~12.12(100~80) 5 12.00~12.05 (100~90)
5/8~11UNC 15.875 2.3091 11 14.62~14.76(100~85) 8 14.58~14.67(100~90)
5/8~18UNF 15.875 14111 9 15.14~15.25 (100~80) 7 15.11~15.17 (100~90)
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Table of Thread Bottom Hole Diameters for Cutting Taps

Metric Screw Thread Unit: mm
Drilling Diameter for 2-class Thread
Thread Size Standard Diameter
Max. Min.
M1 0.25 0.75 0.785 0.729
M1.1 0.25 0.85 0.885 0.829
M1.2 0.25 0.95 0.985 0.929
M1.4 0.3 1.1 1.142 1.075
M1.6 0.35 1.25 1.321 1.221
M1.7 0.35 1.35 1.421 1.321
M1.8 0.35 1.45 1.521 1.421
M2 0.4 1.6 1.679 1.567
M2.2 0.45 1.75 1.838 1.713
M2.3 0.4 1.9 1.979 1.867
M2.5 0.45 2.1 2.138 2.013
M2.6 0.45 2.2 2.238 2.113
M3 0.5 25 2.599 2.459
M3.5 0.6 2.9 3.01 2.85
M4 0.7 33 3.422 3.242
M4.5 0.75 3.8 3.878 3.688
M5 0.8 4.2 4.334 4134
M6 1 5 5.153 4917
M7 1 6 6.153 5.917
M8 1.25 6.8 6.912 6.647
M8 1 7 7.153 6.917
M9 1.25 7.8 7.912 7.647
M10 1.5 8.5 8.676 8.376
M10 1.25 8.8 8.912 8.647
M10 1 9 9.153 8.917
M11 1.5 9.5 9.676 9.376
M12 1.75 10.3 10.441 10.106
M12 1.5 10.5 10.676 10.376
M12 1.25 10.8 10.912 10.647
M12 1 11 11.153 10.917
M14 2 12 12.21 11.835
M14 1.5 12.5 12.676 12.376
M14 1 13 13.153 12917
M16 2 14 14.21 13.835
M16 1.5 14.5 14.676 14.376
M16 1 15 15.15 14.917
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Table of Thread Bottom Hole Diameters for Cutting Taps

Metric Screw Thread Unit: mm

Drilling Diameter for 2-class Thread

American Coarse Thread Sk B

Specifications

Max. Min.

NO.1 -64 1.55 1.582 1.425
NO.2 -56 1.8 1.871 1.695
NO.3 -48 2.05 2.146 1.941
NO.4 -40 23 2.385 2.157
NO.5 -40 2.6 2.697 2.487
NO.6 -32 2.8 2.895 2.642
NO.8 -32 34 3.53 3.302
NO.10 -24 3.9 3.962 3.683
NO0.12 -24 4.5 4.597 4.344
1/4 -20 5.1 5.257 4.979
5/16 -18 6.6 6.731 6.401
3/8 -16 8 8.153 7.798
7/16 -14 9.4 9.55 9.144
1/2 -13 10.9 11.023 10.592
9/16 -12 12.2 12.466 11.989
5/8 -11 13.6 13.868 13.386

Drilling Diameter for 2-class Thread

American Fine Thread Standard Diameter

Specifications

Max. Min.
NO.0 -80 1.25 1.305 1.182
NO.1 -72 1.55 1.612 1.474
NO.2 -64 1.85 1.912 1.756
NO.3 -56 2.1 2.197 2.025
NO.4 -48 2.4 2.458 2.271
NO.5 -44 2.7 2.74 2.551
NO.6 -40 2.9 3.022 2.82
NO.8 -36 3.5 3.606 3.404
NO.10 -32 4.1 4.165 3.963
NO.12 -28 4.6 4.724 4.496
174 -28 5.5 5.588 5.36
5/16 -24 6.9 7.035 6.782
3/8 -24 8.5 8.636 8.382
7/16 -20 9.90 10.033 9.729
172 -20 11.5 11.607 11.329
9/16 -18 12.9 13.081 12.751
5/8 -18 14.5 14.681 14.351
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| Appendix

Workpiece Material Table

Material ) ) Tensile Brinell Rockwell
Group il BTel{plER [ e Son Strength Hardness  Hardness
P1 Low-carbon Steel, Long Chips C<0.25% <530 <125
P2 Low-carbon Steel, Short Chips, Free Cutting C<0.25% <530 <125
Steel
P3 High-carbon Steel and medium-carbon Steel C>0.25% >530 <220 <25
E P4 Alloy Steel, Tool Steel C>0.25% 600-850 <330 <35
Steel P5 Alloy Steel, Tool Steel C>0.25% 850-1400 340-450 35-48
Ferritic Stainless Steel, Martensitic Stainless _ o
P6 Steel, PH Stainless Steel C=(0-0.4)% 600-900 <330 <35
High-strength Ferritic Stainless Steel, (0 1.0 £ ) ’ )
P7 Martensitic Stainless Steel, PH Stainless Steel C=(0.1-0.6)% 900-1350 330-450 35-48
M1 Austenitic Stainless Steels C=(0.05-0.15)% <600 130-200
M vz Highstrength Austggglc and Cast Stainless ;05 015% | 600-800 150-230 <5
Stainless Steel )5 Duplex Stainless Steel €=(0.05-0.20)% <800 135275 <30
K1 Gray Cast Iron 125-500 120-290 <32
Alloy Cast Iron With Medium Machining
m K2 Difficulty, Nodular Cast Iron <600 130-260 <28
Cast Iron K3 Difficult-to-machine High Alloy Cast Iron, ~600 180-350 <43
Nodular Cast Iron
N1 Forged Aluminum Alloy <520 60-90
N2 Cast Aluminum Alloy Si<12% <350 70-100
m N3 Cast Aluminum Alloy Si>12% 200-320 60-120
Non-ferrous N4 Copper, Copper Alloy 200-650 60-200
Materials N5 Graphite, Composite Materials 600-1500
Aluminum-matrix Composite Materials
N6 (MMCs) <700 <210
S1 Iron-based High-temperature Alloy 500-1200 160-260 25-48
E S2 Cobalt-based High-temperature Alloy 1000-1450 250-450 25-48
Heat-resistant =~ s3 Nickel-based High-temperature Alloy 600-1700 160-450 <48
Alloys, Titanium
Alloys o L
S4 Titanium and Titanium Alloys 900-1600 300-400 33-48
H1 Hardened Steel 45-55
m H2 Hardened Steel 55-60
High-hardness =~ H3 Hardened Steel 60-65
Hard Materials | |, Hardened Steel >65
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Appendix HOLEMAKING TOOLS
DIN 6535-HA
d1h62‘3‘4‘5 6‘8 10 12‘14 16‘18 20 25 32
I+2 28 36 40 45 48 50 56 60
DIN 6535-HB
b+ e1 |1 |2
d +0.05 0 h +2 +1
. 0 R i 0 0
6.0 42 5.1
18.0 36.0
8.0 5.5 6.9
10 7.0 20.0 8.5 40.0
12 10.4
8.0 25 45.0
14 12.7
16 14.2
10.0 24.0 48.0
18 16.2
20 11.0 25.0 18.2 50.0
25 12.0 320 23.0 56.0 17.0
32 14.0 36.0 30.0 60.0 19.0
DIN 6535-HE
di (b2) (b=) (h2) (hs) 1 4 5 rz
6.0 43 5.1
360 250 180
8.0 5.5 6.9
10 7.1 8.5 400 = 280 200 12
12 82 10.4
450 330 225
14 8.1 12.7
16 10.1 14.2
480 360 240
18 10.8 16.2
20 1.4 18.2 500 380 250 16
25 136 93 | 230 241 560 440 320
32 155 99 300 312 600 480 350
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Cutting Definition and Calculation

D Tool Diameter (mm) fn Feed per Revolution (mm/rev)
ap Depth of Cut (mm) fz Feed per Tooth (mm/tooth)
ae Cutting Width (mm) Z Number of Teeth
Vf Feed Rate (mm/min) n Spindle Rotation Speed (rev/min)
Vc Cutting Speed (workpiece length + mill diameter: 1+D) (m/min) L Workbench Total Feed Length (mm)
Q Metal Cutting Rate (cm®/min) Tc Machining Time (min)
Vc «1000 .
n Spindle Rotation Speed n= T (rev/min)
T +D*n .
Vc Cutting Speed Vc= ———— (m/min)
1000
Vf Feed Speed Vf= fZ*Z*n (mm/min)
Vv
fz Feed per Tooth fZ= % (mm)
Q Metal Cutting Rate Q= %ﬂ (cm3/min)

_ L .
Tc Machining Time Te= Vi(mln)
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Comparison Table of Tensile Strength, Brinell Hardness and
Rockwell Hardness

N/mm2 HV10 HB HRC N/mm?2 HV10 HB HRC
240 75 71 920 287 273 28
255 80 76 940 293 278 29
270 85 81 970 302 287 30
285 90 86 995 310 295 31
305 95 90 1020 317 301 32
320 100 95 1050 327 311 33
335 105 100 1080 336 319 34
350 110 105 1110 345 328 35
370 115 109 1140 355 337 36
385 120 114 1170 364 346 37
400 125 119 1200 373 354 38
415 130 124 1230 382 363 39
430 135 128 1260 392 372 40
450 140 133 1260 403 383 41
465 145 138 1330 413 393 42
480 150 143 1360 423 402 43
495 155 147 1400 434 413 44
510 160 152 1440 446 424 45
530 165 157 1480 458 435 46
545 170 162 1530 473 449 47
560 175 166 1570 484 460 48
575 180 171 1620 497 472 49
595 185 176 1680 514 488 50
610 190 181 1730 527 501 51
625 195 185 1790 544 517 52
640 200 190 1845 560 632 53
660 205 195 1910 578 549 54
675 210 199 1980 596 567 55
690 215 204 2050 615 584 56
705 220 209 2140 639 607 57
720 225 214 655 622 58
740 230 219 675 59
755 235 223 698 60
770 240 228 720 61
785 245 233 745 62
800 250 238 22 773 63
820 255 242 23 800 64
835 260 247 24 829 65
860 268 255 25 864 66
870 272 258 26 900 67
900 280 266 27 940 68
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Tool Grinding Service

Through a systematic grinding process and strict quality control during the process, GESAC can restore your worn tools to a brand-
new state. Each grinding and refurbishment extends the tool's service life. Practical data shows that reasonable tool grinding can
save you more than 50% of the total investment cost of tools.

Tool grinding not only helps you save on investment and reduce the tools in stock, but also effectively avoids material waste, saves
resources, and protects the environment.

The tool grinding service provided by GESAC helps you easily achieve your dreams!

You just need to contact the nearest GESAC agent, and your tools can be restored to their original state!

100%

0% | ——

Save tool costs
by more than 50%

80% ——

70% [

60% [

50%

1S0) |00)

40%

30%

20%

0% | Yy . |

0%
Without Ground Ground Ground Three
Grinding Once Twice Times

> Please follow the steps below:

Contact the nearest GESAC agent.

Step 1 ]
‘e
Leave the rest to GESAC! ‘1 "0,’
The professional R ‘.‘
grinding team will o ‘
restore your tools to a K
new state and then send N
them back to you.
Step 4 Step 2
Please put the tools to be
Kl ground into the packaging
» K] box with the GESAC logo.
%, o Pay attention to preventing
'o,. “" the tools from being
‘e, A knocked or bumped during
Step 3 the process.

Fill in the Tool Grinding and
Re-coating Entrustment Form
and hand it over to the nearest
GESAC agent together with the
tools to be ground.

» GESAC provides grinding services for a variety of tool

. products, including:
- Solid carbide drills
- Solid carbide endmills
Solid cemented carbide step drills
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L’l XTC

Xiamen Golden Egret Special Alloy Co., Ltd.
Address: No. 69, Xinglong Road, Huli, Xiamen, WWW.gesaC'tOOIS.com
China

Factory Address: No.1601-1629, Jicheng Road,

)T(?anrg::’ Iéfitr,l]ztrial Concentration Zone, 400'998'6858)

Email: GJ.GLB@CXTC.COM
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