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About GESAC

Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC), founded in 1989, is a Sino-foreign joint venture with national high-tech,
affiliated with XTC, which is one of six major rare earth groups in China. GESAC is committed to research & development, production
and professional solutions providing of high-quality tungsten powder materials, cemented carbide, precision cutting tools and other
tungsten products. Up to now, GESAC has become world-famous manufacturer and supplier of tungsten powder, cemented carbide
and precision cutting tools products.

With the Integrated Product Development of complete tungsten industry chain, as well as a pragmatic and innovative management
concept, GESAC has always maintained a strong momentum of development, providing the cost effective tungsten powder products
and services for global users, offering the excellent products and perfect solutions for solving high hardness, high temperature
resistance and wear resistance topics. Our brand "Golden Egret" has become one of the leading brand in the market, enjoying
famous reputation in more than 40 countries and regions.

GESAC owns four production headquarters and one national level research center domestically,and three sales branches and one
production base overseas. We undertook and completed several development programs independently, including the “National
Science and Technology Support Programs” , the “National Torch Program Projects” , and the “National Key Projects” and
so on. GESAC was awarded as "Key Enterprise for Strategic Emerging Industry ", “Innovative Enterprise" and "Enterprise with
Advanced Technology ".
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Product Chain

GESAC has a complete tungsten product chain from tungsten ore to tungsten powder, cemented

carbide products and cutting tools.
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Holemaking Tools Index

Content of Drills Series

Drills
Series

D918S

D968S

D938

D928

D966

© Most Suitable

Description and profile

3D External
Coolant Twist Drill

3D Internal
Coolant Twist Drill

5D External
Coolant Twist Drill

5D Internal
Coolant Twist Drill

3D External
Coolant Twist Drill

3D Internal
Coolant Twist Drill

5D External
Coolant Twist Drill

5D Internal
Coolant Twist Drill

3D External
Coolant Twist Drill

3D Internal
Coolant Twist Drill

5D External
Coolant Twist Drill

5D Internal
Coolant Twist Drill

8D Internal
Coolant Twist Drill

12D Internal
Coolant Twist Drill

15D Internal
Coolant Twist Drill

5D External
Coolant Twist Drill

5D Internal
Coolant Twist Drill

5D External
Coolant Twist Drill

5D Internal
Coolant Twist Drill

O Suitable
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140°
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140°

140°
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Grade
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TiSiN

Drilling Coolant

Depth
L/D
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Type

15141415151 9] 314121513414+ 14]5]S

Tool Type

D918S-A3N

D918S-A3C

D918S-A5N

D918S-A5C

D968S-A3N

D968S-A3C

D968S-A5N

D968S-A5C

D938-A3N

D938-A3C

D938-A5N

D938-A5C

D938-A8C

D938-A12C

D938-A15C

D928-A5N

D928-A5C

D966-A5N

D966-A5C

Dimension
Range

D3~D20

D3~D20

D3~D20

D3~D20

D1~D20

D3~D20

D1~D20

D3~D20

D1~D20

D2~D20

D1~D20

D2~D20

D2.8~D20

D3~D16

D3~D14

D3~D16

D5~D16

D3~D16

D3~D16

accura
class

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

IT9-10

Dimension

Y Table Page

P015

P019

P022

P025

P028

P032

P035

P037

P040

P044

P048

P052

P056

P059

P060

P061

P062

P063

P064

Cutting
Parameters
Page

P069

P069

P069

P069

PO7T1

PO7T1

PO7T1

PO7T1

PO73

PO73

PO73

PO73

PO75

PO75

PO75

POT7

PoTT7

PO79

PO79
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WorkPiece Material

E m [3 N H [
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Cabon  Alloy PHand GrayCast| . Forged Heat
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HOLEMAKING TOOLS | Holemaking Tools Index

Content of Drills Series

Drills

Series Description and profile

3D External Coolant
D998 TJyyist Drill

D101 90°NC Centre Drill | i
D102 120°NCCentre Drill [T

D103 145°NC Centre Drill Ein

QPMG Drilling Insert @

GHDS

GHDS Holder LA
SPMG Cutting Insert v
WCMT
WCMT Cutting Insert %
MCMG Drilling Insert ’
GSD

GSD Holder —

© Most Suitable O Suitable

006 — GESAC

Point
Angle

140°

90°

120°

145°

Shank Coating/ Drilling Coolant

Type

he

z = z
ES B ES

Depth
Grade LD Type

GA4230
GS4130

GA4230

GM3225

2D-26D !

Tool Type

D998-Y3N

D101-AMN

D102-ANN

D103-APN

QPMG

GHDS

MCMG

GSD

Dimension
Range

D4~D16

D4~D20

D5~D20

D5~D20

D14~D40

D14~D40

D14~D40

D13~D36

Hole
accura
class

IT9-10

IT12-13

IT12-13

IT12-13

IT9-IT10

Dimension

< Table Page

P065

P066

P067

P068

P085

P087

P096

P097

P100

P101

Cutting
Parameters
Page

P080

P081

P081

P081

P103

P103

P104

P104
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WorkPiece Material

A ~» I3 N H [

1234 5 67 123 12 B 12 3 4 5) 123 4 1 2
Carbon  Alloy PHand GrayCast .. AIE(r,r:igr:ﬂm - Heat

Steels, Steels, et/ stainless Iron, & . Copper Compound Resistant Titanium Hardened Hardened

Martensitic . Alloy  Alloys,Cast Aluminium "
Alloy Tool  “iainl Steel Ductile o Alloys  Material ~ Super  Alloys Steels Steels
tainless Castlron Aluminium  Alloys
Steels  Steels Steel Cast Iron Alloys
Alloys
(35- (35- U, oo (<HB (<HB (45- (55-

(<35HRC) AdHRe) (<35HRC) ) (Si<12%) (Si>12%) 200) A50) (<HB400) sEhire) | eoHre)
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Explanation
Sign Notes Sign Notes
@ Cylindrical Shank DC Diameter of Drill
hé
Shank Type
@ DIN6535HA Shank DMM Diameter of Shank
B6535HA
TIiAIN TIAIN Coating LCF Flute Length
i AITiN i ; Recommend Maximum
Coating AITiN NanoCoating Ly Drilling Depth
AICHN/ AICFN/TiSiN Multiple
TiSiN Coating LS Shank Length
u External Coolant Twist Drill OAL Overall Length
Tool Type H Internal Coolant Twist Drill PL Drill Tip Height
Dimension Data
.‘ Centre Drill LPR Hangout Length
n ISO Steel DF Flange Diameter
M 1SO Stainless Steel IC Internal Cycle Diameter
m 1SO Cast Iron S Tip Height
ISO Material
classification
m 1SO Nonferrous Metal RE Corner Radius
B ISO HRSA D1 Internal Hole Diameter
m Hardened Material B Insert Thickness
3D
Length/Diameter 8D
Ratio
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HOLEMAKING TOOLS | Solid Carbide Drill

Solid Carbide Drills Identification System

D938 -

Workpiece Material @Drills Series
Steel D918S Twist Drills for Steel
Stainless Steel D968S Twist Drills for Stainless Steel
Steel D938 Twist Drills for Steel
Cast Iron D928 Twist Drills for Cast Iron
Aluminium Alloy D966 Twist Drills for Aluminium Alloy
Hardened Steel D998 Twist Drills for Hardened Steel
D101 Straight Shank 90°NC Centre Drills
Steel, Cast Iron, Non-steel K ]
- D102 Straight Shank 120°NC Centre Drills
Material
D103 Straight Shank 145°NC Centre Drills

010 — GESAC




Solid Carbide Drill | HOLEMAKING TOOLS

A 5 C- 1200

(@) L(©) L © L (©)

@Shank Type ®Drilling Depth @Coolant Type ®Drill Diameter
DIN6535HA 3 Depth<3D C Internal Coolant 0325 Dia: ®3.25
< ia:
DIN6535HE 5 Depth<5D N External Coolant 0600 Dia: ®6.00
8 Depth<8D 1200 Dia: ©12.00
DIN6535HB
<
Straight Cylindrical 12 Depth<12D
Shank 15 Depth<15D
Mose Shank
M 90°Point Angle
N 120°Point Angle
P 145°Point Angle

GESAC _ 011




HOLEMAKING TOOLS | Solid Carbide Drill

Solid Carbide Drill Product Lineup

D918S Series High Performance Twist
Drill for Steel

® Suitable for Drilling mild Steel, Interrupted cutting,
defective Coolant condition and other severe working
conditions

® Curved edge design , balance tip strength and sharpness
® New G form flute design, strengthens chip breaking
performance and tool rigidity

® New substrate and upgraded coating, contributes to
higher flexibility for various Drilling conditions and better
universality

D968S Series High Efficient Twist
Drill for Stainless Steel

® Suitable for high efficient Drilling of stainless steel,
carbon steel, alloy steel, heat-resistant alloys and titanium
alloys, etc

® Unique bottom edge design--stronger chip breaking
capability and larger chip holding space

® New substrate coating contributes to superior
toughness and wear resistance

® Large groove design provides good chip evacuation
performance

D938 Series Twist Drill for Steel

® Suitable for Steel (< 48HRC) and Cast Iron

® Unique cutting edge treatment, consolidates the
cutting edge, improves the Drilling performance and
stability

® New AlTiN-nano coating, superior wear-resistance and
longer service life

® Straight cutting edge, improves tool strength

D938 Series 12D-15D Deep Hole

Internal Coolant Twist Drill

® Suitable for efficient Drilling of Steel, Cast Iron and
Stainless steel

® New substrate material, perfect balance of toughness
and wear resistance

® Using AlTiN-nano coating and unique post-processing of
coating

® Optimize groove profile and Drill point design, with
super self-centering Performance, chip breaking
performance and good chip evacuation performance

012 _ GESAC




Solid Carbide Drill | HOLEMAKING TOOLS

Solid Carbide Drill Product Lineup

D928 Series Twist Drill for Cast Iron

® Suitable for Drilling cast iron of automobile industry
and other industries

® Wave formed cutting edge, lowers machining torque
® Four margin design, improves hole wall quality and

accuracy
® Widened chisel edge design, strengthen Drill point

D966 Series Twist Drill for Aluminium
Alloy

® Suitable for the processing of aluminium alloy, copper

alloy and other nonferrous alloy
® High precision surface treatment technology for

smoother chip removal
® Unique edge design makes cutting easily

D998 Series Twist Drill for Hardened
Steel

® Suitable for Drilling hardened steel
® Large core thickness, small helix angle, high rigidity

and strength
® X-shaped Drills tip, excellent self-center capability
® Radius Drills point, contributes to excellent hole-wall

quality

D101/D102/D103 NC Centre Drill
® Suitable for Drilling the center hole and chamfer

® Suitable for Drilling steel, cast iron, aluminum
alloy, copper alloy

GESAC _ 013
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Application Summary of Solid Carbide Drills

SO Internal Coolant Drilling External Coolant Drilling
Material  GESAC Material Group
Group
. x x . . chamfer/ « "
3*D 5*D 8*D 12*D 15*D e ot 3*D 5*D

Carbon Steel,
Alloy Steel
(<35HRC)

Alloy Steel D938 D938
E (35-48HRC) D918S PeR R DR D918S

PH and Ferritic/
Martensitic
(<35HRC)

M Stainless Steel D968S D968S

Gray Cast Iron. Ductile
Cast Iron(<32HRC)

m D938 D938
D928 D928
High Alloy Cast Iron
(35-45HRC)

Forged Aluminium
Alloys
Cast Aluminium Alloys Big;
(Si<12%) D103
Cast Aluminium Alloys D966

D966
(Si>12%)
m Copper Alloys
(<HB200)

S&ME
Composite

Heat Resistant

Super Alloys
(<HB450)
D968S D968S
Titanium Alloys

(<HB400)

Hardened Steels

m (45-60HRC) D938

Hardened Steels
(60-65HRC)

014 _ GESAC




D918S-A3N =

Solid Carbide Drill |

High Performance 3D External Coolant Twist Drills For Steel

DMM

LU PL
8l
LS LCF 140°
OAL
Ordering Code (r?ﬁ) LCF OAL ?PI:AGI\)/I LS LU PL Stock
D918S-A3N-0300 3.00 20 62 6 36 155 0.55 @
D918S-A3N-0310 3.10 20 62 6 36 154 0.56 @
D9185-A3N-0320 320 20 62 6 36 152 0.58 @
D9185-A3N-0330 330 20 62 6 36 151 0.60 ®
D9185-A3N-0340 3.40 20 62 6 36 149 0.62 @
D9185-A3N-0350 350 20 62 6 36 14.8 0.64 ®
D918S-A3N-0360 3.60 20 62 6 36 14.6 0.66 ®
D918S-A3N-0370 3.70 20 62 6 36 145 0.67 @
D9185-A3N-0380 3.80 24 66 6 36 183 0.69 @
D9185-A3N-0390 3.90 24 66 6 36 182 0.71 @
D9185-A3N-0400 4.00 24 66 6 36 180 0.73 @
D918S-A3N-0410 4.10 24 66 6 36 179 0.75 @
D918S-A3N-0415 4.15 24 66 6 36 17.8 0.76 O
D918S-A3N-0420 420 24 66 6 36 17.7 0.76 ®
D918S-A3N-0430 430 24 66 6 36 17.6 078 @
D918S-A3N-0440 4.40 24 66 6 36 17.4 0.80 @
D9185-A3N-0450 450 24 66 6 36 17.3 0.82 @
D9185-A3N-0460 4.60 24 66 6 36 17.1 0.84 @
D918S-A3N-0470 470 24 66 6 36 17.0 0.86 ®
D918S-A3N-0480 4.80 28 66 6 36 20.8 0.87 ®
D918S-A3N-0490 4.90 28 66 6 36 207 0.89 @
D9185-A3N-0500 5.00 28 66 6 36 205 091 @
D9185-A3N-0510 510 28 66 6 36 20.4 0.93 @
D9185-A3N-0520 520 28 66 6 36 202 0.95 @
D9185-A3N-0530 530 28 66 6 36 20.1 0.96 @
D9185-A3N-0540 540 28 66 6 36 199 098 @
D918S-A3N-0550 550 28 66 6 36 19.8 1.00 @

@ Stock O Available upon Order

M

12 3

Gray Cast

Aluminium

12
Forged

Ordering Code

D918S-A3N-0560
D918S-A3N-0570
D918S-A3N-0580
D918S-A3N-0590
D918S-A3N-0600
D918S-A3N-0610
D918S-A3N-0620
D918S-A3N-0630
D918S-A3N-0640
D918S-A3N-0650
D918S-A3N-0660
D918S-A3N-0670
D918S-A3N-0680
D918S-A3N-0690
D918S-A3N-0700
D918S-A3N-0710
D918S-A3N-0720
D918S-A3N-0730
D918S-A3N-0740
D918S-A3N-0750
D918S-A3N-0760
D918S-A3N-0770
D918S-A3N-0780
D918S-A3N-0790
D918S-A3N-0800
D918S-A3N-0810
D918S-A3N-0820

Note: Accept customization from D3 to D20 tool

Workpiece Material

3 4

Cast

1234 5 67 123
PH and
Carbon Alloy Ferritic/ Stainless
Steel, Steels,ToolMartensitic Steel
Alloy Steel Steels = Stainless
Steel
<35HRC 35-48HRC
© Most Suitable O Suitable

Iron,  High Alloy
Ductile CastlIron
CastIron

<35HRC 35-45HRC

s Y
) )

Alloys,Cast Aluminium
Aluminium  Alloys
Alloys

Si<12%  Si>12%

Alloys

DC
(mT)
5.60
5.70
5.80
5.90
6.00
6.10
6.20
6.30
6.40
6.50
6.60
6.70
6.80
6.90
7.00
7.10
7.20
7.30
7.40
7.50
7.60
7.70
7.80
7.90
8.00
8.10
8.20

Material

HOLEMAKING TOOLS

AICIN/
=i (@

l m——— S
LCF OAL '?r""'e")" LS LU PL Stock
28 66 6 36 196 102 @
28 66 6 36 195 1.04 @
28 66 6 36 193 106 @
28 66 6 36 192 107 @
28 66 6 36 19.0 1.09 @
34 79 8 36 249 111 e
34 79 8 36 247 113 @
34 79 8 36 246 115 @
34 79 8 36 244 116 @
34 79 8 36 243 118 @
34 79 8 36 241 120 @
34 79 8 36 240 122 @
34 79 8 36 238 124 e
34 79 8 36 237 126 @
34 79 8 36 235 127 @
41 79 8 36 304 129 @
41 79 8 36 302 131 e
41 79 8 36 301 133 @
41 79 8 36 299 135 @
41 79 8 36 298 136 @
41 79 8 36 296 138 @
41 79 8 36 295 140 e
41 79 8 36 293 142 e
41 79 8 36 292 144 @
41 79 8 36 290 146 @
47 89 10 40 349 147 e
47 89 10 40 347 149 e
Unit(mm)
123 4 1 2
Heat
Copper Compound Resistant Titanium Hardened Hardened
Super Alloys Steels Steels
Alloys

<HB200

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

Recommended Cutting Data ¢ P069

GESAC _ 015
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Solid Carbide Drill

D918S-A3N

High Performance 3D External Coolant Twist Drills For Steel

LU PL
= 5 L
LS LCF 140°
OAL
Ordering Code (r[%% LCF OAL '?r""'e")" LS LU PL Stock Ordering Code (r'%% LCF OAL
D918S-A3N-0830 830 47 89 10 40 346 151 @ D918S-A3N-1090 10.90 55 102
D918S-A3N-0840 8.40 47 89 10 40 344 153 @ D918S-A3N-1100 11.00 55 102
D918S-A3N-0850 8.50 47 89 10 40 343 155 @ D918S-A3N-1110 11.10 55 102
D918S-A3N-0860 8.60 47 89 10 40 341 157 @ D918S-A3N-1120 11.20 55 102
D918S-A3N-0870 8.70 47 89 10 40 340 158 @ D918S-A3N-1130 11.30 55 102
D918S-A3N-0880 880 47 89 10 40 338 160 @ D918S-A3N-1140 11.40 55 102
D918S-A3N-0890 890 47 89 10 40 33.7 162 @ D918S-A3N-1150 11.50 55 102
D918S-A3N-0900 9.00 47 89 10 40 335 164 @ D918S-A3N-1160 11.60 55 102
D918S-A3N-0910 9.10 47 89 10 40 334 166 @ D918S-A3N-1170 11.70 55 102
D918S-A3N-0920 9.20 47 89 10 40 332 167 @ D918S-A3N-1180 11.80 55 102
D918S-A3N-0930 930 47 89 10 40 331 169 @ D918S-A3N-1190 11.90 55 102
D918S-A3N-0940 9.40 47 89 10 40 329 171 @ D918S-A3N-1200 12.00 55 102
D918S-A3N-0950 9.50 47 89 10 40 328 173 @ D918S-A3N-1205 12.05 55 102
D918S-A3N-0960 9.60 47 89 10 40 326 175 @ D918S-A3N-1210 12.10 60 107
D918S-A3N-0970 9.70 47 89 10 40 325 177 @ D918S-A3N-1220 12.20 60 107
D918S-A3N-0980 9.80 47 89 10 40 323 178 @ D918S-A3N-1230 12.30 60 107
D918S-A3N-0990 9.90 47 89 10 40 322 180 @ D918S-A3N-1240 12.40 60 107
D918S-A3N-1000 10.00 47 89 10 40 32.0 182 @ D918S-A3N-1250 12.50 60 107
D918S-A3N-1010 10.10 55 102 12 45 399 184 @ D918S-A3N-1260 12.60 60 107
D918S-A3N-1020 10.20 55 102 12 45 39.7 186 @ D918S-A3N-1270 12.70 60 107
D918S-A3N-1030 10.30 55 102 12 45 396 187 @ D918S-A3N-1280 12.80 60 107
D918S-A3N-1040 10.40 55 102 12 45 394 189 @ D918S-A3N-1290 12.90 60 107
D918S-A3N-1050 10.50 55 102 12 45 393 191 @ D918S-A3N-1300 13.00 60 107
D918S-A3N-1060 10.60 55 102 12 45 39.1 193 @ D918S-A3N-1310 13.10 60 107
D918S-A3N-1070 10.70 55 102 12 45 39.0 195 @ D918S-A3N-1320 13.20 60 107
D918S-A3N-1080 10.80 55 102 12 45 388 197 @ D918S-A3N-1330 13.30 60 107
D918S-A3N-1085 10.85 55 102 12 45 38.7 197 O D918S-A3N-1340 13.40 60 107
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool
Workpiece Material
E ~m [3 N
1234 5 67 123 12 3 12 3 4 5 123
Carbon Alloy Ifel—:r?t?g/' Stainless Grlar)(/)ﬁast High A“oyAlEcr;rﬁfigm Cast Heat
Steel, Steels,ToolMart_ensntlc Steel Ductiie Cast Iron Alloyg,C_astAlummmm Alloys  Material Super
Alloy Steel Steels  Stainless Cast Iron Aluminium  Alloys Alloys
Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12%  Si>12% <HB200

@) ©)

© Most Suitable

016 — GESAC

)
N\

(O Suitable

) )

AICIN/
=i [

DMM
(hé)
12
12
12
12
12
12
12
12
12
12
12
12
12
14
14
14
14
14
14
14
14
14
14
14
14
14
14

Alloys

LS

45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45

LU

38.7
38.5
38.4
38.2
38.1
37.9
37.8
37.6
37.5
37.3
37.2
37.0
36.9
41.9
41.7
41.6
41.4
41.3
41.1
41.0
40.8
40.7
40.5
40.4
40.2
40.1
39.9

Steels

) Continue

PL Stock

1.98
2.00
2.02
2.04
2.06
2.07
2.09
2.11
2.13
2.15
2.17
2.18
2.19
2.20
2.22
2.24
2.26
2.27
2.29
231
2.33
2.35
2.37
2.38
2.40
242
2.44

OO0 @0 @0 © @ 0606 O 0606 06O 0606 06 06O 000 0 0 00

Unit(mm)

Copper Compound Resistant Titanium Hardened Hardened

Steels

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

Recommended Cutting Data 3 P069



D918S-A3N

High Performance 3D External Coolant Twist Drills For Steel

Solid Carbide Drill |

HOLEMAKING TOOLS

AICIN/
na I

LU PL
2 8l ]
Ls LCF /1407 -
OAL
) Continue
Ordering Code (Eﬁ) LCF OAL ?#6“)" LS LU PL Stock Ordering Code (Eﬁ) LCF OAL '%ﬁ"e“)" LS LU PL Stock
D918S-A3N-1350 13.50 60 107 14 45 398 246 @ D918S-A3N-1570 1570 65 115 16 48 415 2.8 @
D918S-A3N-1360 13.60 60 107 14 45 39.6 247 O D918S-A3N-1580 15.80 65 115 16 48 413 288 O
D918S-A3N-1370 13.70 60 107 14 45 395 249 O D918S-A3N-1590 1590 65 115 16 48 412 289 O
D918S-A3N-1380 13.80 60 107 14 45 393 251 @ D918S-A3N-1600 16.00 65 115 16 48 410 291 @
D918S-A3N-1390 1390 60 107 14 45 39.2 253 O D918S-A3N-1620 16.20 73 123 18 48 48.7 295 O
D918S-A3N-1400 14.00 60 107 14 45 39.0 255 @ D918S-A3N-1630 16.30 73 123 18 48 486 297 O
D918S-A3N-1410 14.10 65 115 16 48 439 257 @ D918S-A3N-1640 16.40 73 123 18 48 484 298 O
D918S-A3N-1420 14.20 65 115 16 48 43.7 258 @ D918S-A3N-1650 16.50 73 123 18 48 483 3.00 O
D918S-A3N-1425 1425 65 115 16 48 43.6 259 O D918S-A3N-1660 16.60 73 123 18 48 481 3.02 O
D918S-A3N-1430 1430 65 115 16 48 436 260 @ D918S-A3N-1670 16.70 73 123 18 48 48.0 3.04 O
D918S-A3N-1440 1440 65 115 16 48 434 262 O D918S-A3N-1680 16.80 73 123 18 48 478 3.06 O
D918S-A3N-1450 1450 65 115 16 48 433 264 @ D918S-A3N-1700 17.00 73 123 18 48 475 3.09 O
D918S-A3N-1460 14.60 65 115 16 48 431 266 @ D918S-A3N-1720 17.20 73 123 18 48 47.2 313 O
D918S-A3N-1470 14.70 65 115 16 48 43.0 268 O D918S-A3N-1730 17.30 73 123 18 48 471 315 O
D918S-A3N-1480 14.80 65 115 16 48 428 269 @ D918S-A3N-1740 17.40 73 123 18 48 469 3.17 O
D918S-A3N-1490 1490 65 115 16 48 42.7 2711 O D918S-A3N-1750 1750 73 123 18 48 46.8 3.18 O
D918S-A3N-1500 15.00 65 115 16 48 425 273 @ D918S-A3N-1760 17.60 73 123 18 48 46.6 3.20 O
D918S-A3N-1510 15.10 65 115 16 48 424 2715 O D918S-A3N-1770 17.70 73 123 18 48 46.5 322 O
D918S-A3N-1520 1520 65 115 16 48 422 277 @ D918S-A3N-1780 17.80 73 123 18 48 463 324 O
D918S-A3N-1530 1530 65 115 16 48 421 278 @ D918S-A3N-1800 18.00 73 123 18 48 46.0 3.28 @
D918S-A3N-1540 1540 65 115 16 48 419 280 O D918S-A3N-1840 1840 79 131 20 50 514 335 O
D918S-A3N-1550 1550 65 115 16 48 418 282 @ D918S-A3N-1850 1850 79 131 20 50 513 337 O
D918S-A3N-1560 1560 65 115 16 48 416 284 O D918S-A3N-1860 18.60 79 131 20 50 511 338 O
@ Stock O Available upon Order ~ Note: Accept customization from D3 to D20 tool Unit(mm)
Workpiece Material
@ ~» I3 N

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

PHand Forged
(S:?ersl?n Ste/:llls(},oolMI:t::isci{ic Stgitnless Grlar}‘;g.,ast High AlloyAAllron;i]ciggAlugqaiitium Copper Compoynd Re':iii;nt Titanium Hardened Hardened
Alloy Steel  Steels  Stainless eel Czitcﬂl:n Cast Iron Aluminium  Alloys Alloys = Material f\ﬁg;sr Alloys Steels Steels

Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

©) ©) O O O

© Most Suitable O Suitable Recommended Cutting Data % P069

GESAC _ 017

114@ spiqJel pljos >



HOLEMAKING TOOLS | Solid Carbide Drill

D918S-A3N

High Performance 3D External Coolant Twist Drills For Steel

LU PL
P 0
2 a
LS LCF 140°
OAL
) Continue
Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock
D918S-A3N-1880 18.80 79 131 20 50 50.8 3.42 )
D918S-A3N-1900 19.00 79 131 20 50 50.5 3.46 O
D918S-A3N-1910 19.10 79 131 20 50 50.4 3.48 O
D918S-A3N-1920 19.20 79 131 20 50 50.2 3.49 O
D918S-A3N-1950 19.50 79 131 20 50 49.8 3.55 O
D918S-A3N-1980 19.80 79 131 20 50 49.3 3.60 O
D918S-A3N-1990 19.90 79 131 20 50 49.2 3.62 )
D918S-A3N-2000 20.00 79 131 20 50 49.0 3.64 )
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range 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 [
123 12 3

1234 5 67 12 3 4 5 123 4 1 2
PH and Forged
Carbon Alloy Ferritic/ Stainless Aluminium  Cast
Steel, Steels,ToolMartensitic Alloys,Cast Aluminium
Alloy Steel Steels  Stainless Aluminium  Alloys

Heat
Copper Compound Resistant Titanium Hardened Hardened
Alloys = Material =~ Super Alloys Steels Steels
Alloys

Gray Cast

Iron,  High Alloy
Steel Ductile CastlIron
Cast Iron

Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) ©) O O O
© Most suitable O Suitable Recommended Cutting Data  P069

018 — GESAC



D918S-A3C uwm

Solid Carbide Drill |

High Performance 3D Internal Coolant Twist Drills For Steel

LU PL
% E‘j;:/\zizi: N e Q
LS LCF . 140°
OAL

Ordering Code (r'%% LCF OAL [(’,':"6")" LS LU PL Stock
D918S-A3C-0300 3.00 20 62 6 36 155 055 @
D918S-A3C-0310 3.10 20 62 6 36 154 056 ®
D9185-A3C-0320 320 20 62 6 36 152 058 @
D9185-A3C-0330 330 20 62 6 36 151 0.60 ®
D9185-A3C0340 340 20 62 6 36 149 062 ®
D9185-A3C-0350 3.50 20 62 6 36 148 064 @
D918S-A3C-0360 3.60 20 62 6 36 146 0.66 ®
D918S-A3C-0370 3.70 20 62 6 36 145 067 ®
D918S-A3C-0380 3.80 24 66 6 36 183 0.69 @
D9185-A3C-0390 3.90 24 66 6 36 182 071 @
D9185-A3C-0400 4.00 24 66 6 36 180 073 ®
D9185-A3C-0410 410 24 66 6 36 17.9 0.75 ®
D918S-A3C-0420 420 24 66 6 36 17.7 0.76 ®
D918S-A3C-0430 430 24 66 6 36 17.6 078 ®
D918S-A3C-0440 440 24 66 6 36 17.4 0.80 @
D9185-A3C-0450 4.50 24 66 6 36 17.3 0.82 ®
D9185-A3C-0460 4.60 24 66 6 36 17.1 0.84 ®
D9185-A3C-0470 470 24 66 6 36 17.0 0.86 ®
D9185-A3C-0480 4.80 28 66 6 36 20.8 0.87 ®
D918S-A3C-0490 490 28 66 6 36 20.7 0.89 ®
D918S-A3C-0500 5.00 28 66 6 36 205 091 @
D918S-A3C-0510 510 28 66 6 36 204 093 @
D9185-A3C-0520 520 28 66 6 36 20.2 095 ®
D9185-A3C-0530 530 28 66 6 36 20.1 096 ®
D9185-A3C0540 540 28 66 6 36 19.9 098 @
D9185-A3C-0550 5.50 28 66 6 36 19.8 1.00 ®
D918S-A3C-0560 5.60 28 66 6 36 19.6 1.02 ®

@ Stock O Available upon Order

1234 5
Carbon Alloy
Steel,

Alloy Steel Steels

<35HRC |35-48HRC

© Most Suitable O

M

Ordering Code

D918S-A3C-0570
D918S-A3C-0580
D918S-A3C-0590
D918S-A3C-0600
D918S-A3C-0610
D918S-A3C-0620
D918S-A3C-0630
D918S-A3C-0640
D918S-A3C-0650
D918S-A3C-0660
D918S-A3C-0670
D918S-A3C-0680
D918S-A3C-0690
D918S-A3C-0700
D918S-A3C-0710
D918S-A3C-0720
D918S-A3C-0730
D918S-A3C-0740
D918S-A3C-0750
D918S-A3C-0760
D918S-A3C-0770
D918S-A3C-0780
D918S-A3C-0790
D918S-A3C-0800
D918S-A3C-0810
D918S-A3C-0820
D918S-A3C-0830

Note: Accept customization from D3 to D20 tool

Workpiece Material

Steels,ToolMartensitic

12 3

67 123 12
PH and Forged
Ferritic/ . Gray Cast Aluminium  Cast
Stainless

Stainless Steel

Steel

@)
Y

Suitable

O)
O

Iron,  High Alloy
Ductile Castlron
CastIron

<35HRC 35-45HRC

&) @)
) )

Alloys,Cast Aluminium

Aluminium  Alloys
Alloys

Si<12% @ Si>12%

3 4

HOLEMAKING TOOLS

AICKN/
== o0 | P

LU

19.5
19.3
19.2
19.0
24.9
24.7
24.6
244
24.3
24.1
24.0
23.8
23.7
235
30.4
30.2
30.1
29.9
29.8
29.6
29.5
29.3
29.2
29.0
34.9
34.7
34.6

PL Stock

1.04
1.06
1.07
1.09
111
1.13
1.15
1.16
1.18
1.20
1.22
1.24
1.26
1.27
1.29
131
1.33
1.35
1.36
1.38
1.40
1.42
1.44
1.46
1.47
1.49
151

® 6 O 00 O OO e e O0OOe e O Oe OO0 e e o0 o0 o

Unit(mm)

Copper Compound Resistant Titanium Hardened Hardened

Alloys

<HB200

Material

LCF OAL '?r':"e")" LS
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
34 79 8 36
34 79 8 36
34 179 8 36
34 79 8 36
34 179 8 36
34 79 8 36
34 79 8 36
34 79 8 36
34 79 8 36
34 79 8 36
41 79 8 36
41 79 8 36
41 79 8 36
41 79 8 36
41 79 8 36
41 79 8 36
41 79 8 36
41 79 8 36
41 79 8 36
41 79 8 36
47 89 10 40
47 89 10 40
47 89 10 40
123 4
Heat
Super Alloys
Alloys

Steels

Steels

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

Recommended Cutting Data ¢ P069

GESAC _ 019

114@ spiqJel pljos >
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HOLEMAKING TOOLS | Solid Carbide Drill

D918S-A3C = o |

High Performance 3D Internal Coolant Twist Drills For Steel

LU PL
s =< oS- o e
20 ST 8 R —
LS LCF 140°
I
OAL
) Continue
DC DMM DC DMM

Ordering Code (m7) LCF OAL (h6) LS LU PL Stock Ordering Code LCF OAL (h6) LS LU PL Stock

D918S-A3C-0840 8.40 47 89 10 40 344 1.53
D918S-A3C-0850 850 47 89 10 40 343 1.55
D918S-A3C-0860 8.60 47 89 10 40 34.1 1.57
D918S-A3C-0870 8.70 47 89 10 40 34.0 1.58
D918S-A3C-0880 8.80 47 89 10 40 33.8 1.60
D918S-A3C-0890 8.90 47 89 10 40 33.7 1.62
D918S-A3C-0900 9.00 47 89 10 40 33.5 1.64
D918S-A3C-0910 9.10 47 89 10 40 334 1.66
D918S-A3C-0920 9.20 47 89 10 40 33.2 1.67
D918S-A3C-0930 9.30 47 89 10 40 33.1 1.69
D918S-A3C-0940 9.40 47 89 10 40 329 171
D918S-A3C-0950 9.50 47 89 10 40 328 1.73
D918S-A3C-0960 9.60 47 89 10 40 32.6 175
D918S-A3C-0970 9.70 47 89 10 40 325 1.77
D918S-A3C-0980 9.80 47 89 10 40 323 1.78
D918S-A3C-0990 9.90 47 89 10 40 32.2 1.80
D918S-A3C-1000 10.00 47 89 10 40 32.0 1.82
D918S-A3C-1010 10.10 55 102 12 45 399 1.84
D918S-A3C-1020 10.20 55 102 12 45 39.7 1.86
D918S-A3C-1030 10.30 55 102 12 45 39.6 1.87
D918S-A3C-1040 10.40 55 102 12 45 394 1.89
D918S-A3C-1050 10.50 55 102 12 45 39.3 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 45 388 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-1110 11.10 55 102 12 45 384 2.02
D918S-A3C-1120 11.20 55 102 12 45 38.2 2.04
D918S-A3C-1130 11.30 55 102 12 45 38.1 2.06
D918S-A3C-1140 11.40 55 102 12 45 379 2.07
D918S-A3C-1150 11.50 55 102 12 45 37.8 2.09
D918S-A3C-1160 11.60 55 102 12 45 37.6 2.11
D918S-A3C-1170 11.70 55 102 12 45 375 2.13
D918S-A3C-1180 11.80 55 102 12 45 373 2.15
D918S-A3C-1190 11.90 55 102 12 45 37.2 217
D918S-A3C-1200 12.00 55 102 12 45 37.0 2.18
D918S-A3C-1210 12.10 60 107 14 45 419 2.20
D918S-A3C-1220 12.20 60 107 14 45 41.7 2.22
D918S-A3C-1230 12.30 60 107 14 45 41.6 2.24
D918S-A3C-1240 1240 60 107 14 45 414 2.26
D918S-A3C-1250 12.50 60 107 14 45 413 2.27
D918S-A3C-1260 12.60 60 107 14 45 41.1 2.29
D918S-A3C-1270 12.70 60 107 14 45 41.0 231
D918S-A3C-1280 12.80 60 107 14 45 40.8 2.33
D918S-A3C-1290 12.90 60 107 14 45 40.7 2.35
D918S-A3C-1300 13.00 60 107 14 45 40.5 2.37
D918S-A3C-1310 13.10 60 107 14 45 404 238
D918S-A3C-1320 13.20 60 107 14 45 40.2 240
D918S-A3C-1330 13.30 60 107 14 45 40.1 242
D918S-A3C-1340 13.40 60 107 14 45 399 244
D918S-A3C-1350 13.50 60 107 14 45 39.8 2.46
D918S-A3C-1360 13.60 60 107 14 45 39.6 2.47
D918S-A3C-1370 13.70 60 107 14 45 39.5 249

® O 0 OO0 @006 06 06 60O 006 O 0 0OOOOC e 0 0 0 0 0 0
O Cl®e OO0 O0O0C e O O0OO0O0Ce 00O e e O e o oo oo e o

@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)

Workpiece Material

B ~ [ N
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PH and Forged
- Gray Cast =% Heat
Carbon Alloy Ferritic/ Stainless  lron, High AlloyAlumlnlum Cast Copper Compound Resistant Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel Cz:;:nlsn Cast Iron Aluminium  Alloys Alloys = Material iﬁge; Alloys Steels Steels
Steel Alloys Y
<35HRC 35-48HRC <35HRC 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 3 P069

020 — GESAC



D918S-A3C uwm

High Performance 3D Internal Coolant Twist Drills For Steel

PL

OAL

Ordering Code

D918S-A3C-1380
D918S-A3C-1390
D918S-A3C-1400
D918S-A3C-1410
D918S-A3C-1420
D918S-A3C-1430
D918S-A3C-1440
D918S-A3C-1450
D918S-A3C-1460
D918S-A3C-1470
D918S-A3C-1480
D918S-A3C-1490
D918S-A3C-1500
D918S-A3C-1510
D918S-A3C-1520
D918S-A3C-1530
D918S-A3C-1540
D918S-A3C-1550
D918S-A3C-1560
D918S-A3C-1570

@ Stock O Available upon Order

DC
(mT)

D

LCF OAL (

13.80
13.90
14.00
14.10
14.20
14.30
14.40
14.50
14.60
14.70
14.80
14.90
15.00
15.10
15.20
15.30
15.40
15.50
15.60
15.70

60
60
60
65
65
65
65
65
65
65
65
65
65
65
65
65
65
65
65
65

107
107
107
115
115
115
115
115
115
115
115
115
115
115
115
115
115
115
115
115

M

1234 5 67 123
PH and

Carbon Alloy Ferritic/ Stainless

Steel, Steels,ToolMartensitic Steel
Alloy Steel Steels = Stainless
Steel
<35HRC 35-48HRC
O O O O

© Most Suitable

(O Suitable

MM

he) LS

45
45
45
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48

LU

39.3
39.2
39.0
43.9
43.7
43.6
43.4
43.3
43.1
43.0
42.8
42.7
42.5
42.4
42.2
42.1
41.9
41.8
41.6
41.5

12 3

Gray Cast
Iron,

Cast Iron

<35HRC 35-45HRC Si<12%

High Alloy
Ductile Castlron

PL

2.51
2.53
2.55
2.57
2.58
2.60
2.62
2.64
2.66
2.68
2.69
2.71
2.73
2.75
2.77
2.78
2.80
2.82
2.84
2.86

Aluminium
Alloys,Cast Aluminium
Aluminium  Alloys

_140°

Stock

Cl0O00C @0 O @0 000 e 0 C e O e O 0

Solid Carbide Drill

Ordering Code

D918S-A3C-1580
D918S-A3C-1590
D918S-A3C-1600
D918S-A3C-1650
D918S-A3C-1670
D918S-A3C-1680
D918S-A3C-1700
D918S-A3C-1750
D918S-A3C-1770
D918S-A3C-1780
D918S-A3C-1800
D918S-A3C-1850
D918S-A3C-1870
D918S-A3C-1880
D918S-A3C-1900
D918S-A3C-1950
D918S-A3C-1960
D918S-A3C-1980
D918S-A3C-2000

Note: Accept customization from D3 to D20 tool

Workpiece Material

12
Forged

Alloys

3 4
Cast

Alloys

Si>12% <HB200

LCF OAL (

65
65
65
73
73
73
73
73
73
73
73
79
79
79
79
79
79
79
79

115
115
115
123
123
123
123
123
123
123
123
131
131
131
131
131
131
131
131

HOLEMAKING TOOLS

AICKN/
== o0 | P

D

16
16
16
18
18
18
18
18
18
18
18
20
20
20
20
20
20
20
20

Nominal Size Range
=>2-3
>3—6
>6—10

Material

>
>

10—18
18—20

123
Heat

Super
Alloys

48
48
48
48
48
48
48
48
48
48
48
50
50
50
50
50
50
50
50

MM
hé) LS LU

41.3
41.2
41.0
48.3
48.0
47.8
47.5
46.8
46.5
46.3
46.0
51.3
51.0
50.8
50.5
49.8
49.6
49.3
49.0

DC(m7)
+0.002/+0.012
+0.004/+0.016
+0.006/+0.021
+0.007/+0.025
+0.008/+0.029

Alloys

) Continue

PL Stock

2.88
2.89
291
3.00
3.04
3.06
3.09
3.18
3.22
3.24
3.28
3.37
3.40
3.42
3.46
3.55
3.57
3.60
3.64

O/0j0O 0000|000 OO0 0C|e 0O e

Unit(mm)

DMM(h6)
0.000/-0.006
0.000/-0.008
0.000/-0.009
0.000/-0.011
0.000/-0.013

Copper Compound Resistant Titanium Hardened Hardened
Steels

Steels

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

Recommended Cutting Data ¢ P069

GESAC _ 021

114d spiqte)d pijos >
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HOLEMAKING TOOLS | Solid Carbide Drill

D918S-A5N tn =i 0 @

High Performance 5D External Coolant Twist Drills For Steel

LU PL
2 [ %) .
a [ S o P e -
LS LCF 140°
OAL
DC DMM DC DMM

Ordering Code (m7) LCF OAL (h6) LS LU PL Stock Ordering Code (m7) LCF OAL (h6) LS LU PL Stock

D918S-A5N-0300 3.00 28 66 6 36 235 055 @ D918S-A5N-0560 5.60 44 82 6 36 356 102 @
D918S-A5N-0310 3.10 28 66 6 36 234 056 O D918S-A5N-0570 5.70 44 82 6 36 355 104 @
D918S-A5N-0320 3.20 28 66 6 36 232 058 @ D918S-A5N-0580 5.80 44 82 6 36 353 106 @
D918S-A5N-0330 330 28 66 6 36 231 060 @ D918S-A5N-0590 590 44 82 6 36 352 107 @
D918S-A5N-0340 3.40 28 66 6 36 229 062 @ D918S-A5N-0600 6.00 44 82 6 36 350 109 @
D918S-A5N-0350 3.50 28 66 6 36 228 064 @ D918S-A5N-0610 6.10 53 91 8 36 439 111 O
D918S-A5N-0360 3.60 28 66 6 36 22.6 0.66 O D918S-A5N-0620 6.20 53 91 8 36 43.7 113 O
D918S-A5N-0370 3.70 28 66 6 36 225 0.67 O D918S-A5N-0630 6.30 53 91 8 36 436 115 @
D918S-A5N-0380 3.80 36 74 6 36 303 0.69 O D918S-A5N-0640 6.40 53 91 8 36 434 116 @
D918S-A5N-0390 390 36 74 6 36 302 071 @ D918S-A5N-0650 6.50 53 91 8 36 433 118 @
D918S-A5N-0400 4.00 36 74 6 36 30.0 0.73 @ D918S-A5N-0660 6.60 53 91 8 36 431 120 @
D918S-A5N-0410 4.10 36 74 6 36 299 075 @ D918S-A5N-0670 6.70 53 91 8 36 43.0 122 @
D918S-A5N-0420 420 36 74 6 36 297 0.76 @ D918S-A5N-0680 6.80 53 91 8 36 428 124 @
D918S-A5N-0430 430 36 74 6 36 296 078 @ D918S-A5N-0690 6.90 53 91 8 36 42.7 1.26 @
D918S-A5N-0440 4.40 36 74 6 36 294 080 O D918S-A5N-0700 7.00 53 91 8 36 425 127 @
D918S-A5N-0450 450 36 74 6 36 293 082 @ D918S-A5N-0710 7.10 53 91 8 36 424 129 @
D918S-A5N-0460 4.60 36 74 6 36 29.1 0.84 O D918S-A5N-0720 7.20 53 91 8 36 422 131 @
D918S-A5N-0470 4.70 36 74 6 36 29.0 0.86 @ D918S-A5N-0730 7.30 53 91 8 36 421 133 @
D918S-A5N-0480 480 44 82 6 36 368 087 @ D918S-A5N-0740 7.40 53 91 8 36 419 135 @
D918S-A5N-0490 490 44 82 6 36 36.7 089 O D918S-A5N-0750 7.50 53 91 8 36 418 136 @
D918S-A5N-0500 5.00 44 82 6 36 365 091 @ D918S-A5N-0760 7.60 53 91 8 36 416 138 @
D918S-A5N-0510 5.10 44 82 6 36 364 093 @ D918S-A5N-0770 7.70 53 91 8 36 415 140 @
D918S-A5N-0520 520 44 82 6 36 36.2 095 @ D918S-A5N-0780 7.80 53 91 8 36 413 142 @
D918S-A5N-0530 530 44 82 6 36 36.1 09% @ D918S-A5N-0790 7.90 53 91 8 36 412 144 O
D918S-A5N-0540 540 44 82 6 36 359 098 O D918S-A5N-0800 8.00 53 91 8 36 410 146 @
D918S-A5N-0550 550 44 82 6 36 358 1.00 @ D918S-A5N-0810 8.10 61 103 10 40 489 147 @
D918S-A5N-0555 555 44 82 6 36 357 101 O D918S-A5N-0820 8.20 61 103 10 40 48.7 149 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Workpiece Material
B ~m [3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
Carbon Alloy Ferritic/ Stainless Grlar{)SSt High AlloyAlU|m§1iU|m Cast Copper Compound Re:es?;nt Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel Czlsj'fil:lri)en Cast Iron Aluminium  Alloys Alloys = Material iﬁgesr Alloys Steels Steels
Steel Alloys Y
<35HRC 35-48HRC <35HRC 35-45HRC Si<12%  Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
© | o O o | o
© Most Suitable (O Suitable Recommended Cutting Data 3 P069
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Ordering Code (r'%% Lcr oAl QA LS LU PL Stk Ordering Code (r'%% LeF oAL A LS LU PL stock
D918S-A5N-0830 8.30 61 103 10 40 486 151 O D918S-A5N-1100 11.00 71 118 12 45 545 2.00 @
D918S-A5N-0840 8.40 61 103 10 40 484 153 O D918S-A5N-1110 11.10 71 118 12 45 544 2.02 O
D918S-A5N-0850 8.50 61 103 10 40 483 155 @ D918S-A5N-1120 11.20 71 118 12 45 542 2.04 @
D918S-A5N-0860 8.60 61 103 10 40 48.1 157 @ D918S-A5N-1130 11.30 71 118 12 45 541 2.06 O
D918S-A5N-0870 8.70 61 103 10 40 48.0 158 @ D918S-A5N-1140 1140 71 118 12 45 539 2.07 @
D918S-A5N-0880 8.80 61 103 10 40 478 160 @ D918S-A5N-1150 11.50 71 118 12 45 538 2.09 @
D918S-A5N-0890 8.90 61 103 10 40 47.7 162 @ D918S-A5N-1160 11.60 71 118 12 45 536 211 @
D918S-A5N-0900 9.00 61 103 10 40 475 164 @ D918S-A5N-1170 11.70 71 118 12 45 535 213 O
D918S-A5N-0910 9.10 61 103 10 40 474 166 O D918S-A5N-1180 11.80 71 118 12 45 533 215 @
D918S-A5N-0920 9.20 61 103 10 40 472 167 @ D918S-A5N-1190 1190 71 118 12 45 532 217 O
D918S-A5N-0930 9.30 61 103 10 40 47.1 169 @ D918S-A5N-1200 12.00 71 118 12 45 530 2.18 @
D918S-A5N-0940 9.40 61 103 10 40 469 1711 O D918S-A5N-1210 12.10 77 124 14 45 589 220 O
D918S-A5N-0950 9.50 61 103 10 40 468 1.73 @ D918S-A5N-1220 12.20 77 124 14 45 58.7 222 @
D918S-A5N-0960 9.60 61 103 10 40 46.6 1.75 @ D918S-A5N-1230 12.30 77 124 14 45 58.6 224 @
D918S-A5N-0970 9.70 61 103 10 40 465 1.77 O D918S-A5N-1240 12.40 77 124 14 45 584 226 O
D918S-A5N-0980 9.80 61 103 10 40 463 178 @ D918S-A5N-1250 12.50 77 124 14 45 583 227 @
D918S-A5N-0990 9.90 61 103 10 40 462 180 @ D918S-A5N-1260 12.60 77 124 14 45 581 229 @
D918S-A5N-1000 10.00 61 103 10 40 46.0 1.82 @ D918S-A5N-1270 12.70 77 124 14 45 58.0 231 O
D918S-A5N-1010 10.10 71 118 12 45 559 184 O D918S-A5N-1280 12.80 77 124 14 45 578 233 @
D918S-A5N-1020 10.20 71 118 12 45 557 18 @ D918S-A5N-1290 1290 77 124 14 45 57.7 235 O
D918S-A5N-1030 10.30 71 118 12 45 556 187 @ D918S-A5N-1300 13.00 77 124 14 45 575 237 @
D918S-A5N-1040 1040 71 118 12 45 554 189 O D918S-A5N-1310 13.10 77 124 14 45 574 238 O
D918S-A5N-1050 10.50 71 118 12 45 553 191 @ D918S-A5N-1320 13.20 77 124 14 45 572 240 O
D918S-A5N-1060 10.60 71 118 12 45 551 193 @ D918S-A5N-1330 13.30 77 124 14 45 571 242 O
D918S-A5N-1070 10.70 71 118 12 45 550 195 @ D918S-A5N-1340 13.40 77 124 14 45 569 244 O
D918S-A5N-1080 10.80 71 118 12 45 548 197 O D918S-A5N-1350 13.50 77 124 14 45 56.8 246 @
D918S-A5N-1090 1090 71 118 12 45 547 198 O D918S-A5N-1360 13.60 77 124 14 45 56.6 247 O
@ Stock O Available upon Order ~ Note: Accept customization from D3 to D20 tool Unit(mm)

Workpiece Material
B ~m [3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
Corbon 1 ST Stntess Tom g Aloy TN €Ot Copper Compound Reiant. Tianim Hardened Horden
Alloy Steel  Steels  Stainless eel C[;sztcﬂrfn Cast Iron Aluminium  Alloys Alloys = Material f\ﬁg;}sr Alloys Steels Steels
Steel Alloys

<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
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High Performance 5D External Coolant Twist Drills For Steel

LU PL

DMM
C

| S 8 e
LS LCF 140°
OAL

) Continue

Ordering Code (r'%% LCF OAL '?r':"a")" LS LU PL Stock OrderingCode  PS. LCF OAL '?,':"6")" LS LU PL Stock

D918S-A5N-1370 13.70 77 124 14 45 56.5 249 O D918S-A5N-1550 1550 83 133 16 48 59.8 282 O
D918S-A5N-1380 13.80 77 124 14 45 56.3 251 O D918S-A5N-1560 15.60 83 133 16 48 59.6 284 O
D918S-A5N-1390 13.90 77 124 14 45 56.2 253 O D918S-A5N-1570 15.70 83 133 16 48 595 286 O
D918S-A5N-1400 14.00 77 124 14 45 56.0 255 @ D918S-A5N-1580 15.80 83 133 16 48 59.3 288 O
D918S-A5N-1410 14.10 83 133 16 48 619 257 O D918S-A5N-1590 1590 83 133 16 48 59.2 289 O
D918S-A5N-1420 14.20 83 133 16 48 61.7 258 @ D918S-A5N-1600 16.00 83 133 16 48 59.0 291 @
D918S-A5N-1430 14.30 83 133 16 48 61.6 260 O D918S-A5N-1650 16.50 93 143 18 48 68.3 3.00 O
D918S-A5N-1440 14.40 83 133 16 48 614 262 O D918S-A5N-1660 16.60 93 143 18 48 68.1 3.02 O
D918S-A5N-1450 14.50 83 133 16 48 613 264 @ D918S-A5N-1680 16.80 93 143 18 48 67.8 3.06 O
D918S-A5N-1460 14.60 83 133 16 48 61.1 2.66 @ D918S-A5N-1700 17.00 93 143 18 48 67.5 3.09 O
D918S-A5N-1470 14.70 83 133 16 48 61.0 268 O D918S-A5N-1750 17.50 93 143 18 48 66.8 3.18 O
D918S-A5N-1480 14.80 83 133 16 48 60.8 269 O D918S-A5N-1780 17.80 93 143 18 48 66.3 324 O
D918S-A5N-1490 14.90 83 133 16 48 60.7 2.711 O D918S-A5N-1800 18.00 93 143 18 48 66.0 3.28 O
D918S-A5N-1500 15.00 83 133 16 48 60.5 2.73 @ D918S-A5N-1850 18.50 101 153 20 50 73.3 337 O
D918S-A5N-1510 15.10 83 133 16 48 604 275 O D918S-A5N-1860 18.60 101 153 20 50 73.1 338 O
D918S-A5N-1520 15.20 83 133 16 48 60.2 2.77 O D918S-A5N-1900 19.00 101 153 20 50 72.5 346 O
D918S-A5N-1530 15.30 83 133 16 48 60.1 2.78 O D918S-A5N-1950 19.50 101 153 20 50 71.8 355 O
D918S-A5N-1540 15.40 83 133 16 48 59.9 280 O D918S-A5N-2000 20.00 101 153 20 50 71.0 3.64 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range (r?1C7) d(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 I3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
Carbon Alloy Ferritic/ Stainless Grlar{)E,aSt High AlloyAlU|m§1iU|m Cast Copper Compound Re:es?;nt Titanium Hardened Hardened

Steel, Steels,ToolMartensitic
Alloy Steel Steels  Stainless

Alloys,Cast Aluminium

Steel Ductile CastlIron Aluminium  Alloys

Alloys = Material =~ Super Alloys Steels Steels

Cast Iron Alloys

Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O © O @) O
© Most Suitable (O Suitable Recommended Cutting Data 3 P069
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Ordering Code (Eﬁ) LCF OAL ?#6“)" LS LU PL Stock
D918S-A5C-0300 3.00 28 66 6 36 235 055 @
D918S-A5C-0310 3.10 28 66 6 36 23.4 056 ®
D9185-A5C-0320 3.20 28 66 6 36 232 058 @
D9185-A5C-0330 3.30 28 66 6 36 231 060 ®
D918S-A5C0340 340 28 66 6 36 229 062 ®
D918S-A5C-0350 3.50 28 66 6 36 22.8 0.64 @
D918S-A5C-0360 3.60 28 66 6 36 226 0.66 ®
D918S-A5C-0370 3.70 28 66 6 36 225 0.67 ®
D918S-A5C-0380 3.80 36 74 6 36 303 0.69 @
D9185-A5C-0390 3.90 36 74 6 36 302 071 @
D9185-A5C-0400 4.00 36 74 6 36 30.0 0.73 ®
D918S-A5C-0410 410 36 74 6 36 299 075 ®
D918S-A5C-0420 420 36 74 6 36 29.7 0.76 @
D918S-A5C-0430 430 36 74 6 36 296 078 @
D918S-A5C-0440 440 36 74 6 36 294 0.80 @
D918S-A5C-0450 4.50 36 74 6 36 29.3 0.82 @
D918S-A5C-0460 4.60 36 74 6 36 291 0.84 @
D918S-A5C-0470 470 36 74 6 36 29.0 0.85 ®
D918S-A5C-0480 4.80 44 82 6 36 368 087 @
D918S-A5C-0490 4.90 44 82 6 36 367 0.89 @
D918S-A5C-0500 5.00 44 82 6 36 365 091 @
D918S-A5C-0510 5.10 44 82 6 36 364 093 ®
D9185-A5C-0520 520 44 82 6 36 362 095 ®
D9185-A5C-0530 530 44 82 6 36 361 096 ®
D918S-A5C0540 540 44 82 6 36 359 098 @
D918S-A5C-0550 5.50 44 82 6 36 358 1.00 @
D918S-A5C-0560 5.60 44 82 6 36 356 102 @

@ Stock O Available upon Order

1234 5
Carbon Alloy
Steel,

Alloy Steel Steels

<35HRC |35-48HRC

© Most Suitable

Steels,ToolMartensitic
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67 123
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Stainless Steel

Steel
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Gray Cast
Iron,

Cast Iron

<35HRC 35-45HRC Si<12%

&)
)

High Alloy
Ductile Castlron

P

N
J

Aluminium
Alloys,Cast Aluminium
Aluminium  Alloys

12
Forged

Alloys

Solid Carbide Drill |

Ordering Code

D918S-A5C-0570
D918S-A5C-0580
D918S-A5C-0590
D918S-A5C-0600
D918S-A5C-0610
D918S-A5C-0620
D918S-A5C-0630
D918S-A5C-0640
D918S-A5C-0650
D918S-A5C-0660
D918S-A5C-0670
D918S-A5C-0680
D918S-A5C-0690
D918S-A5C-0700
D918S-A5C-0710
D918S-A5C-0720
D918S-A5C-0730
D918S-A5C-0740
D918S-A5C-0750
D918S-A5C-0760
D918S-A5C-0770
D918S-A5C-0780
D918S-A5C-0790
D918S-A5C-0800
D918S-A5C-0810
D918S-A5C-0820
D918S-A5C-0830

Note: Accept customization from D3 to D20 tool

12 3

Workpiece Material

3 4

Cast
Alloys

DC
(mT)
5.70
5.80
5.90
6.00
6.10
6.20
6.30
6.40
6.50
6.60
6.70
6.80
6.90
7.00
7.10
7.20
7.30
7.40
7.50
7.60
7.70
7.80
7.90
8.00
8.10
8.20
8.30

Material

HOLEMAKING TOOLS

AICHN/

S~
LCF OAL '?ﬁ"e“)" LS LU PL Stock
44 82 6 36 355 104 @
44 82 6 36 353 106 @
44 82 6 36 352 107 @
44 82 6 36 350 109 @
53 91 8 36 439 111 e
53 91 8 36 437 113 @
53 91 8 36 436 115 @
53 91 8 36 434 116 O
53 91 8 36 433 118 @
53 91 8 36 431 120 @
53 91 8 36 43.0 122 e
53 91 8 36 428 124 @
53 91 8 36 427 126 @
53 91 8 36 425 127 @
53 91 8 36 424 129 @
53 91 8 36 422 131 O
53 91 8 36 421 133 O
53 91 8 36 419 135 @
53 91 8 36 418 136 @
53 91 8 36 416 138 O
53 91 8 36 415 140 O
53 91 8 36 413 142 e
53 91 8 36 412 144 @
53 91 8 36 410 146 @
61 103 10 40 489 147 e
61 103 10 40 48.7 149 O
61 103 10 40 486 151 @
Unit(mm)
123 4 1 2
Heat
Copper Compound Resistant Titanium Hardened Hardened
Super Alloys Steels Steels
Alloys

Si>12% <HB200

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

Recommended Cutting Data ¢ P069
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HOLEMAKING TOOLS | Solid Carbide Drill
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High Performance 5D Internal Coolant Twist Drills For Steel

LU ., PL
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[a]
LS LCF 140°
OAL
DC DMM

Ordering Code (m7) LCF OAL (h6) LS LU PL Stock Ordering Code

D918S-A5C-0840 8.40 61 103 10 40 484 1.53
D918S-A5C-0850 850 61 103 10 40 48.3 1.55
D918S-A5C-0860 8.60 61 103 10 40 48.1 1.57
D918S-A5C-0870 8.70 61 103 10 40 48.0 1.58
D918S-A5C-0880 8.80 61 103 10 40 47.8 1.60
D918S-A5C-0890 8.90 61 103 10 40 47.7 1.62
D918S-A5C-0900 9.00 61 103 10 40 47.5 1.64
D918S-A5C-0910 9.10 61 103 10 40 47.4 1.66
D918S-A5C-0920 9.20 61 103 10 40 47.2 1.67
D918S-A5C-0930 9.30 61 103 10 40 47.1 1.69
D918S-A5C-0940 9.40 61 103 10 40 469 171
D918S-A5C-0950 9.50 61 103 10 40 46.8 1.73
D918S-A5C-0960 9.60 61 103 10 40 46.6 1.75
D918S-A5C-0970 9.70 61 103 10 40 46.5 1.77
D918S-A5C-0980 9.80 61 103 10 40 46.3 1.78
D918S-A5C-0990 9.90 61 103 10 40 46.2 1.80
D918S-A5C-1000 10.00 61 103 10 40 46.0 1.82
D918S-A5C-1010 10.10 71 118 12 45 559 1.84
D918S-A5C-1020 10.20 71 118 12 45 55.7 1.86
D918S-A5C-1030 10.30 71 118 12 45 55.6 1.87
D918S-A5C-1040 10.40 71 118 12 45 554 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-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-1110
D918S-A5C-1120
D918S-A5C-1130
D918S-A5C-1140
D918S-A5C-1150
D918S-A5C-1160
D918S-A5C-1170
D918S-A5C-1180
D918S-A5C-1190
D918S-A5C-1200
D918S-A5C-1210
D918S-A5C-1220
D918S-A5C-1230
D918S-A5C-1240
D918S-A5C-1250
D918S-A5C-1260
D918S-A5C-1270
D918S-A5C-1280
D918S-A5C-1290
D918S-A5C-1300
D918S-A5C-1310
D918S-A5C-1320
D918S-A5C-1330
D918S-A5C-1340
D918S-A5C-1350
D918S-A5C-1360
D918S-A5C-1370

( BECEN BN REGHEN BN BN NN BN BN NN BN BN BNGORN BN NN BEGHEN BN BN BN BN BN BN BN J

@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool

Workpiece Material

B ~ [§ N
12 3

1234 5 67 123 12 3 4
PH and Forged
" Gray Cast S5
Carbon Alloy Ferritic/ Stainless  Iron, High AlloyAlumm'um Cast

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel Steels = Stainless Steel CstjtcT:l;n Castlron Aluminium  Alloys Alloys
Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200
© © O @) O O

© Most Suitable (O Suitable

026 — GESAC

Material

AICTN/
= o |

s e

DMM
LCF OAL (h6) LS

71
71
71
71
71
71
71
71
71
71
7
7
7
7
7
7
7
7
7
7
7
7
7
7
7
7
7

118 12 45
118 12 45
118 12 45
118 12 45
118 12 45
118 12 45
118 12 45
118 12 45
118 12 45
118 12 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45
124 14 45

123 4
Heat

Super Alloys
Alloys

LU

54.4
54.2
54.1
53.9
53.8
53.6
53.5
53.3
53.2
53.0
58.9
58.7
58.6
58.4
58.3
58.1
58.0
57.8
57.7
57.5
57.4
57.2
57.1
56.9
56.8
56.6
56.5

Steels

) Continue

PL Stock

2.02
2.04
2.06
2.07
2.09
211
2.13
2.15
2.17
2.18
2.20
2.22
2.24
2.26
2.27
2.29
231
2.33
2.35
2.37
2.38
2.40
2.42
2.44
2.46
2.47
2.49

® O ® OO0 O0Ce0O0C e eO0Ce O e e e e O o0 O oo

Unit(mm)

Copper Compound Resistant Titanium Hardened Hardened

Steels

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

Recommended Cutting Data 3 P069
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High Performance 5D Internal Coolant Twist Drills For Steel

HOLEMAKING TOOLS

AICrN/
=i o [

) Continue

PL Stock

2.89
291
3.00
3.04
3.06
3.08
3.09
3.13
3.18
3.22
3.24
3.28
3.37
3.38
3.42
3.46
3.51
3.55
3.60
3.64

CRNCANCANCANCANORECRECHNCRNCRNCHNCRNCANCANCRRCRNCANORN NGO}

Unit(mm)

d(h6)

0.000/-0.006
0.000/-0.008
0.000/-0.009
0.000/-0.011
0.000/-0.013

Steels

LU PL
Z pEss eSssa S gl — e R R
LS LCF ~/140°
OAL
Ordering Code (DS, LCF OAL OfM Ls LU PL Stock  OrderingCode (%) LcF oAL RN s LU
D918S-A5C-1380 13.80 77 124 14 45 56.3 251 @ D918S-A5C-1590 15.90 83 133 16 48 59.2
D918S-A5C-1390 13.90 77 124 14 45 56.2 253 O D918S-A5C-1600 16.00 83 133 16 48 59.0
D918S-A5C-1400 14.00 77 124 14 45 56.0 255 @ D918S-A5C-1650 16.50 93 143 18 48 68.3
D918S-A5C-1410 14.10 83 133 16 48 619 257 O D918S-A5C-1670 16.70 93 143 18 48 68.0
D918S-A5C-1420 14.20 83 133 16 48 61.7 258 @ D918S-A5C-1680 16.80 93 143 18 48 67.8
D918S-A5C-1430 14.30 83 133 16 48 61.6 2.60 O D918S-A5C-1690 16.90 93 143 18 48 67.7
D918S-A5C-1440 14.40 83 133 16 48 614 262 O D918S-A5C-1700 17.00 93 143 18 48 67.5
D918S-A5C-1450 14.50 83 133 16 48 613 264 @ D918S-A5C-1720 17.20 93 143 18 48 67.2
D918S-A5C-1460 14.60 83 133 16 48 61.1 266 O D918S-A5C-1750 17.50 93 143 18 48 66.8
D918S-A5C-1470 14.70 83 133 16 48 61.0 2.68 O D918S-A5C-1770 17.70 93 143 18 48 66.5
D918S-A5C-1480 14.80 83 133 16 48 60.8 2.69 O D918S-A5C-1780 17.80 93 143 18 48 66.3
D918S-A5C-1490 14.90 83 133 16 48 60.7 2.71 O D918S-A5C-1800 18.00 93 143 18 48 66.0
D918S-A5C-1500 15.00 83 133 16 48 60.5 2.73 @ D918S-A5C-1850 18.50 101 153 20 50 73.3
D918S-A5C-1510 15.10 83 133 16 48 604 275 @ D918S-A5C-1860 18.60 101 153 20 50 73.1
D918S-A5C-1520 15.20 83 133 16 48 60.2 2.77 @ D918S-A5C-1880 18.80 101 153 20 50 72.8
D918S-A5C-1530 15.30 83 133 16 48 60.1 2.78 O D918S-A5C-1900 19.00 101 153 20 50 72.5
D918S-A5C-1540 15.40 83 133 16 48 59.9 280 O D918S-A5C-1930 19.30 101 153 20 50 72.1
D918S-A5C-1550 15.50 83 133 16 48 59.8 282 @ D918S-A5C-1950 19.50 101 153 20 50 71.8
D918S-A5C-1560 15.60 83 133 16 48 59.6 2.84 O D918S-A5C-1980 19.80 101 153 20 50 71.3
D918S-A5C-1570 15.70 83 133 16 48 59.5 2.86 O D918S-A5C-2000 20.00 101 153 20 50 71.0
D918S-A5C-1580 15.80 83 133 16 48 59.3 2838 @
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool
Nominal Size Range (5‘%
>2-3 +0.002/+0.012
>3-6 +0.004/+0.016
>6—10 +0.006/+0.021
>10-18 +0.007/+0.025
>18-20 +0.008/+0.029
Workpiece Material
B ~m [3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1
PH and Forged
Corbon 1 ST Stntess Tom g Aloy TN €Ot Copper Compound Reiant. Tianim Hardened Horden
Alloy Steel Steels = Stainless eel C[;sztcfll'fn Castlron Aluminium  Alloys Alloys ~ Material f\ﬁg;‘sr Alloys Steels
Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
© © O O O O

© Most Suitable

(O Suitable

Recommended Cutting Data ¢ P069

GESAC _ 027
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HOLEMAKING TOOLS | Solid Carbide Drill

D968S-A3N = =) 0 @

High Efficient 3D External Coolant Twist Drills for Stainless Steel

LU PL
= .
g 8 'S — i \“\‘
LS LCF 140°
I
OAL
Ordering Code (r?ﬁ) LCF OAL '?r"]"e")" LS LU PL Stock Ordering Code (r[%% LCF OAL ?rl:ﬂel\)/l LS LU PL Stock

D968S-A3N-0100 1.00 7 45 4 30 55 018 @ D968S-A3N-0330 330 20 62 6 36 151 060 @
D968S-A3N-0110 1.10 7 45 4 30 54 020 @ D968S-A3N-0340 3.40 20 62 6 36 149 062 @
D968S-A3N-0120 120 7 45 4 30 52 022 @ D968S-A3N-0350 3.50 20 62 6 36 148 064 @
D968S-A3N-0130 130 7 45 4 30 51 024 e D968S-A3N-0360 3.60 20 62 6 36 146 0.66 @
D968S-A3N-0140 140 7 45 4 30 49 025 @ D968S-A3N-0370 3.70 20 62 6 36 145 067 @
D968S-A3N-0150 150 9 55 4 38 68 027 @ D968S-A3N-0380 380 24 66 6 36 183 069 @
D968S-A3N-0160 160 9 55 4 38 66 029 @ D968S-A3N-0390 390 24 66 6 36 182 071 @
D968S-A3N-0175 1.75 9 55 4 38 64 032 @ D968S-A3N-0400 4.00 24 66 6 36 18.0 0.73 @
D968S-A3N-0180 180 9 55 4 38 63 033 @ D968S-A3N-0410 4.10 24 66 6 36 179 075 @
D968S-A3N-0190 190 9 55 4 38 62 035 @ D968S-A3N-0420 4.20 24 66 6 36 17.7 0.76 @
D968S-A3N-0200 2.00 13 55 4 36 10.0 036 @ D968S-A3N-0430 430 24 66 6 36 17.6 0.78 @
D968S-A3N-0210 2.10 13 55 4 36 99 038 @ D968S-A3N-0440 4.40 24 66 6 36 174 080 @
D968S-A3N-0220 2.20 13 55 4 36 97 040 @ D968S-A3N-0450 450 24 66 6 36 173 082 @
D968S-A3N-0230 230 13 55 4 36 96 042 @ D968S-A3N-0460 4.60 24 66 6 36 17.1 0.84 @
D968S-A3N-0240 2.40 17 55 4 33 134 044 @ D968S-A3N-0465 4.65 24 66 6 36 17.0 0.85 @
D968S-A3N-0250 2.50 17 55 4 33 133 045 @ D968S-A3N-0470 4.70 24 66 6 36 17.0 0.86 @
D968S-A3N-0260 2.60 17 55 4 33 131 047 @ D968S-A3N-0480 4.80 28 66 6 36 208 087 @
D968S-A3N-0270 2.70 17 55 4 33 13.0 049 @ D968S-A3N-0490 490 28 66 6 36 20.7 0.89 @
D968S-A3N-0280 2.80 17 55 4 33 128 051 @ D968S-A3N-0500 5.00 28 66 6 36 205 091 @
D968S-A3N-0290 290 17 55 4 33 127 053 @ D968S-A3N-0510 5.10 28 66 6 36 204 093 @
D968S-A3N-0295 295 17 55 4 33 126 054 O D968S-A3N-0515 5.15 28 66 6 36 203 094 @
D968S-A3N-0300 3.00 20 62 6 36 155 055 @ D968S-A3N-0520 520 28 66 6 36 20.2 095 @
D968S-A3N-0305 3.05 20 62 6 36 154 056 O D968S-A3N-0530 530 28 66 6 36 20.1 09 @
D968S-A3N-0310 3.10 20 62 6 36 154 056 @ D968S-A3N-0540 540 28 66 6 36 199 098 @
D968S-A3N-0315 3.15 20 62 6 36 153 057 O D968S-A3N-0550 550 28 66 6 36 19.8 1.00 @
D968S-A3N-0320 320 20 62 6 36 152 058 @ D968S-A3N-0555 555 28 66 6 36 197 101 @
D968S-A3N-0325 325 20 62 6 36 151 059 O D968S-A3N-0560 560 28 66 6 36 196 1.02 @
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)
Workpiece Material
B ~m [3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
Carbon Alloy Ferritic/ Stainless Grﬂ};(ri,ast High A“OyAlumﬁ]ium Cast Copper Compound Regi:;nt Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels | Stainless Steel C[;sztcfll()en Castlron , hinium Alloys Alloys = Material f\ﬁgesr Alloys Steels Steels
Steel Alloys 4
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O o O O
© Most Suitable O Suitable Recommended Cutting Data 3 PO71

028 _ GESAC



D968S-A3N o

High Efficient 3D External Coolant Twist Drills for Stainless Steel

Solid Carbide Drill

HOLEMAKING TOOLS

e £ 0

LU PL
% Q —
LS LCF 140°
é)AL

) Continue
Ordering Code (r'%% LCF OAL [(’,':"6'\)" LS LU PL Stock  Ordering Code (r'%% LCF OAL '?}:"6")" LS LU PL Stock
D968S-A3N-0570 5.70 28 66 6 36 195 1.04 O D968S-A3N-0810 8.10 47 89 10 40 349 147 O
D968S-A3N-0580 5.80 28 66 6 36 193 106 @ D968S-A3N-0820 8.20 47 89 10 40 347 149 O
D968S-A3N-0590 590 28 66 6 36 192 1.07 @ D968S-A3N-0830 8.30 47 89 10 40 346 151 @
D968S-A3N-0600 6.00 28 66 6 36 19.0 1.09 @ D968S-A3N-0840 8.40 47 89 10 40 344 153 @
D968S-A3N-0605 6.05 34 79 8 36 249 110 O D968S-A3N-0850 8.50 47 89 10 40 343 155 @
D968S-A3N-0610 6.10 34 79 8 36 249 111 @ D968S-A3N-0860 8.60 47 89 10 40 341 157 @
D968S-A3N-0620 6.20 34 79 8 36 247 113 @ D968S-A3N-0870 8.70 47 89 10 40 34.0 158 O
D968S-A3N-0630 6.30 34 79 8 36 246 115 @ D968S-A3N-0880 8.80 47 89 10 40 338 160 @
D968S-A3N-0640 6.40 34 79 8 36 244 116 @ D968S-A3N-0890 8.90 47 89 10 40 337 162 @
D968S-A3N-0650 6.50 34 79 8 36 243 118 @ D968S-A3N-0900 9.00 47 89 10 40 335 164 @
D968S-A3N-0660 6.60 34 79 8 36 241 120 @ D968S-A3N-0910 9.10 47 89 10 40 334 166 @
D968S-A3N-0670 6.70 34 79 8 36 240 122 @ D968S-A3N-0920 9.20 47 89 10 40 332 167 @
D968S-A3N-0680 6.80 34 79 8 36 238 124 @ D968S-A3N-0930 9.30 47 89 10 40 331 169 O
D968S-A3N-0690 6.90 34 79 8 36 237 126 @ D968S-A3N-0935 9.35 47 89 10 40 33.0 1.70 O
D968S-A3N-0700 7.00 34 79 8 36 235 127 @ D968S-A3N-0940 9.40 47 89 10 40 329 171 O
D968S-A3N-0710 7.10 41 79 8 36 304 129 @ D968S-A3N-0945 9.45 47 89 10 40 328 1.72 O
D968S-A3N-0720 7.20 41 79 8 36 302 131 @ D968S-A3N-0950 9.50 47 89 10 40 328 173 @
D968S-A3N-0730 7.30 41 79 8 36 30.1 133 O D968S-A3N-0955 9.55 47 89 10 40 32.7 1.74 O
D968S-A3N-0740 740 41 79 8 36 299 135 @ D968S-A3N-0960 9.60 47 89 10 40 326 175 @
D968S-A3N-0745 745 41 79 8 36 298 136 @ D968S-A3N-0970 9.70 47 89 10 40 325 1.77 O
D968S-A3N-0750 7.50 41 79 8 36 298 136 @ D968S-A3N-0980 9.80 47 89 10 40 323 178 @
D968S-A3N-0755 7.55 41 79 8 36 29.7 137 O D968S-A3N-0990 9.90 47 89 10 40 322 180 O
D968S-A3N-0760 7.60 41 79 8 36 296 138 @ D968S-A3N-1000 10.00 47 89 10 40 320 182 @
D968S-A3N-0770 7.70 41 79 8 36 295 140 O D968S-A3N-1010 10.10 55 102 12 45 399 184 O
D968S-A3N-0780 7.80 41 79 8 36 293 142 @ D968S-A3N-1020 10.20 55 102 12 45 39.7 186 @
D968S-A3N-0790 7.90 41 79 8 36 292 144 O D968S-A3N-1025 10.25 55 102 12 45 396 187 @
D968S-A3N-0800 8.00 41 79 8 36 290 146 @ D968S-A3N-1030 10.30 55 102 12 45 396 187 @
@ Stock O Available upon Order ~ Note: Accept customization from D1 to D20 tool Unit(mm)

Workpiece Material
B ~m 3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
SN M e s omHigh Aoy T CE copper Compound esitant Thanium Hardend Hrdened
Alloy Steel  Steels  Stainless eel Czl;:flri)en Cast Iron Aluminium  Alloys Alloys = Material 2ﬁg;}sr Alloys Steels Steels
Steel Alloys
<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 % P071
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HOLEMAKING TOOLS | Solid Carbide Drill

D968S-A3N = =) 0 @

High Efficient 3D External Coolant Twist Drills for Stainless Steel

LU PL
= .
g 8 'S — i \“\‘
LS LCF 140°
I
OAL
) Continue
DC DMM DC DMM

Ordering Code (m7) LCF OAL (h6) LS LU PL Stock Ordering Code (m7) LCF OAL (h6) LS LU PL Stock

D968S-A3N-1040 10.40 55 102 12 45 394 1.89
D968S-A3N-1050 10.50 55 102 12 45 393 1091
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 45 388 1.97
D968S-A3N-1090 10.90 55 102 12 45 38.7 1.98
D968S-A3N-1100 11.00 55 102 12 45 385 2.00
D968S-A3N-1110 11.10 55 102 12 45 384 2.02
D968S-A3N-1120 11.20 55 102 12 45 382 2.04
D968S-A3N-1130 11.30 55 102 12 45 38.1 2.06
D968S-A3N-1140 11.40 55 102 12 45 379 2.07
D968S-A3N-1150 11.50 55 102 12 45 37.8 2.09
D968S-A3N-1160 11.60 55 102 12 45 37.6 211
D968S-A3N-1170 11.70 55 102 12 45 375 213
D968S-A3N-1180 11.80 55 102 12 45 373 215
D968S-A3N-1190 11.90 55 102 12 45 372 217
D968S-A3N-1200 12.00 55 102 12 45 37.0 2.18
D968S-A3N-1210 12.10 60 107 14 45 419 2.20
D968S-A3N-1220 12.20 60 107 14 45 41.7 2.22
D968S-A3N-1225 12.25 60 107 14 45 41.6 2.23
D968S-A3N-1230 12.30 60 107 14 45 416 2.24
D968S-A3N-1240 12.40 60 107 14 45 41.4 2.26
D968S-A3N-1250 12.50 60 107 14 45 413 2.27
D968S-A3N-1260 12.60 60 107 14 45 41.1 2.29
D968S-A3N-1270 12.70 60 107 14 45 41.0 231
D968S-A3N-1275 12.75 60 107 14 45 40.9 2.32
D968S-A3N-1280 12.80 60 107 14 45 40.8 2.33

D968S-A3N-1290 12.90 60 107 14 45 40.7 235
D968S-A3N-1300 13.00 60 107 14 45 40.5 2.37
D968S-A3N-1310 13.10 60 107 14 45 40.4 2.38
D968S-A3N-1320 13.20 60 107 14 45 40.2 2.40
D968S-A3N-1330 13.30 60 107 14 45 40.1 242
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-1370 13.70 60 107 14 45 395 249
D968S-A3N-1380 13.80 60 107 14 45 393 251
D968S-A3N-1390 13.90 60 107 14 45 39.2 2.53
D968S-A3N-1400 14.00 60 107 14 45 39.0 2.55
D968S-A3N-1410 14.10 65 115 16 48 43.9 2.57
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 2.62
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 48 429 2.68
D968S-A3N-1480 14.80 65 115 16 48 42.8 2.69
D968S-A3N-1490 14.90 65 115 16 48 427 2.71
D968S-A3N-1500 15.00 65 115 16 48 425 2.73
D968S-A3N-1510 15.10 65 115 16 48 424 275
D968S-A3N-1520 15.20 65 115 16 48 42.2 2.77
D968S-A3N-1530 15.30 65 115 16 48 42.1 2.78
D968S-A3N-1540 15.40 65 115 16 48 419 280

/000 @O0 000 0Ce0C e OO0 e e OO0 e e O 00 e e o
CRNCAN RECGAN RNCRECRNCHNCRECEN MECRECANCANCGRECAN MNCENCHNCANCRNCANCANCORN AN BEC)

@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)

Workpiece Material

A ~m [ N
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PH and Forged
o Gray Cast e Heat
Carbon Alloy Ferritic/ Stainless  Iron, HighAlloyAlur’mmurn Cast Copper Compound Resistant Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels | Stainless Steel C[;sztcfll()en Castlron , hinium Alloys Alloys = Material f\ﬁgesr Alloys Steels Steels
Steel Alloys 4
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O o O O
© Most Suitable O Suitable Recommended Cutting Data 3 PO71

030 — GESAC



Solid Carbide Drill | HOLEMAKING TOOLS

D968S-A3N = == 0 @

High Efficient 3D External Coolant Twist Drills for Stainless Steel

LU PL
= -
LS LCF 140°
I
OAL
) Continue
Ordering Code (Eﬁ) LCF OAL ?#6“)" LS LU PL Stock Ordering Code (3% LCF OAL ?r':/leh)/l LS LU PL Stock
D968S-A3N-1550 15.50 65 115 16 48 418 282 O D968S-A3N-1740 17.40 73 123 18 48 46.9 3.17 O
D968S-A3N-1570 15.70 65 115 16 48 415 286 O D968S-A3N-1750 17.50 73 123 18 48 46.8 3.18 O
D968S-A3N-1580 15.80 65 115 16 48 413 283 O D968S-A3N-1760 17.60 73 123 18 48 46.6 3.20 O
D968S-A3N-1590 15.90 65 115 16 48 412 289 O D968S-A3N-1770 17.70 73 123 18 48 46.5 3.22 O
D968S-A3N-1600 16.00 65 115 16 48 41.0 291 O D968S-A3N-1780 17.80 73 123 18 48 463 3.24 O
D968S-A3N-1620 16.20 73 123 18 48 48.7 295 O D968S-A3N-1800 18.00 73 123 18 48 46.0 3.28 O
D968S-A3N-1630 16.30 73 123 18 48 48.6 297 O D968S-A3N-1840 18.40 79 131 20 50 514 335 O
D968S-A3N-1640 16.40 73 123 18 48 48.4 298 O D968S-A3N-1850 18.50 79 131 20 50 51.3 337 O
D968S-A3N-1650 16.50 73 123 18 48 48.3 3.00 O D968S-A3N-1860 18.60 79 131 20 50 51.1 338 O
D968S-A3N-1660 16.60 73 123 18 48 48.1 3.02 O D968S-A3N-1880 18.80 79 131 20 50 50.8 342 O
D968S-A3N-1670 16.70 73 123 18 48 48.0 3.04 O D968S-A3N-1900 19.00 79 131 20 50 50.5 346 O
D968S-A3N-1675 16.75 73 123 18 48 479 3.05 O D968S-A3N-1910 19.10 79 131 20 50 504 348 O
D968S-A3N-1680 16.80 73 123 18 48 47.8 3.06 O D968S-A3N-1950 19.50 79 131 20 50 49.8 355 O
D968S-A3N-1700 17.00 73 123 18 48 47.5 3.09 O D968S-A3N-1980 19.80 79 131 20 50 49.3 3.60 O
D968S-A3N-1720 17.20 73 123 18 48 47.2 313 O D968S-A3N-1990 19.90 79 131 20 50 49.2 362 O
D968S-A3N-1730 17.30 73 123 18 48 47.1 315 O D968S-A3N-2000 20.00 79 131 20 50 49.0 3.64 O
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)
Nominal Size Range DC(mT7) 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
PH and Forged
S Gray Cast e Heat
Carbon Alloy Ferritic/ Stainless  Iron, High AlloyAlurnlnlum Cast Copper Compound Resistant Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel C[;sztcﬂrfn Cast Iron Aluminium  Alloys Alloys = Material f\ﬁgesr Alloys Steels Steels
Steel Alloys 4
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O © O O
© Most Suitable (O Suitable Recommended Cutting Data 3 P071
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HOLEMAKING TOOLS

D968S-A3C

| Solid Carbide Drill

High Efficient 3D Internal Coolant Twist Drills for Stainless Steel

RN AITIN
E

LU

19.9
19.8
19.7
19.6
19.5
19.3
19.2
19.0
24.9
247
24.6
244
24.3
24.1
24.0
23.8
23.7
235
30.4
30.2
30.1
29.9
29.8
29.8
29.7
29.6
29.5

Steels

PL Stock

0.98
1.00
1.01
1.02
1.04
1.06
1.07
1.09
111
1.13
1.15
1.16
1.18
1.20
1.22
1.24
1.26
1.27
1.29
131
1.33
1.35
1.36
1.36
1.37
1.38
1.40

O 00000000 e 0 e oL e o0 e e o o000 o0 e o

Unit(mm)

Steels

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

LU PL
% bosoeem—es S S Q : B
LS LCF 1407
OAL
Ordering Code (r?wCY) LCF OAL [()I,IYIGI\)A LS LU PL Stock Ordering Code (ES) LCF OAL [()II:/IGI\)/I LS
D968S-A3C-0300 3.00 20 62 6 36 155 055 @ D968S-A3C-0540 540 28 66 6 36
D968S-A3C-0310 3.10 20 62 6 36 154 056 O D968S-A3C-0550 550 28 66 6 36
D968S-A3C-0320 320 20 62 6 36 152 058 O D968S-A3C-0555 555 28 66 6 36
D968S-A3C-0325 325 20 62 6 36 151 059 O D968S-A3C-0560 560 28 66 6 36
D968S-A3C-0330 330 20 62 6 36 151 060 @ D968S-A3C-0570 570 28 66 6 36
D968S-A3C-0340 3.40 20 62 6 36 149 062 O D968S-A3C-0580 580 28 66 6 36
D968S-A3C-0350 350 20 62 6 36 148 064 O D968S-A3C-0590 590 28 66 6 36
D968S-A3C-0360 3.60 20 62 6 36 146 066 O D968S-A3C-0600 6.00 28 66 6 36
D968S-A3C-0370 3.70 20 62 6 36 145 0.67 O D968S-A3C-0610 6.10 34 79 8 36
D968S-A3C-0380 3.80 24 66 6 36 183 0.69 @ D968S-A3C-0620 6.20 34 79 8 36
D968S-A3C-0390 390 24 66 6 36 182 0.71 O D968S-A3C-0630 630 34 79 8 36
D968S-A3C-0400 4.00 24 66 6 36 18.0 0.73 @ D968S-A3C-0640 6.40 34 79 8 36
D968S-A3C-0410 4.10 24 66 6 36 179 0.75 O D968S-A3C-0650 6.50 34 79 8 36
D968S-A3C-0420 420 24 66 6 36 17.7 0.76 @ D968S-A3C-0660 6.60 34 79 8 36
D968S-A3C-0430 430 24 66 6 36 17.6 0.78 O D968S-A3C-0670 6.70 34 79 8 36
D968S-A3C-0440 4.40 24 66 6 36 174 080 O D968S-A3C-0680 6.80 34 79 8 36
D968S-A3C-0450 450 24 66 6 36 173 082 @ D968S-A3C-0690 690 34 79 8 36
D968S-A3C-0460 460 24 66 6 36 17.1 0.84 O D968S-A3C-0700 7.00 34 79 8 36
D968S-A3C-0465 465 24 66 6 36 17.0 085 O D968S-A3C-0710 7.10 41 79 8 36
D968S-A3C-0470 470 24 66 6 36 17.0 086 O D968S-A3C-0720 720 41 79 8 36
D968S-A3C-0480 4.80 28 66 6 36 20.8 087 O D968S-A3C-0730 730 41 79 8 36
D968S-A3C-0490 490 28 66 6 36 20.7 089 O D968S-A3C-0740 740 41 79 8 36
D968S-A3C-0500 5.00 28 66 6 36 205 091 @ D968S-A3C-0745 745 41 79 8 36
D968S-A3C-0510 510 28 66 6 36 204 093 O D968S-A3C-0750 7.50 41 79 8 36
D968S-A3C-0515 515 28 66 6 36 203 094 @ D968S-A3C-0755 7.55 41 79 8 36
D968S-A3C-0520 520 28 66 6 36 202 095 @ D968S-A3C-0760 7.60 41 79 8 36
D968S-A3C-0530 530 28 66 6 36 20.1 096 O D968S-A3C-0770 7.70 41 79 8 36
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool
Workpiece Material
@ ~m [3 N
1234 5 67 123 12 3 12 3 4 5 123 4
PH and Forged
SN 00 T Stlss Tom g Aloy WML SO Copper Compound Reisan Tianium Hardend Harcent
Alloy Steel Steels  Stainless eel Czlsjtcflrifn Castlron Aluminium  Alloys Alloys | Material iﬁg;sr Alloys
Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12%  Si>12% <HB200
O O O O O O O
© Most Suitable O Suitable

032 _ GESAC

Recommended Cutting Data 3 PO71



D968S-A3C

Solid Carbide Drill |

High Efficient 3D Internal Coolant Twist Drills for Stainless Steel

LU PL

] e )

Ls LCF 1407

OAL

Ordering Code (Ef?) LCF OAL ?#6")" LS L PL
D9E8S-A3C0775 7.75 41 79 8 36 29.4 141
D968S-A3C-0780 7.80 41 79 8 36 293 1.42
D968S-A3C-0790 7.90 41 79 8 36 29.2 1.44
D968S-A3C-0800 800 41 79 8 36 29.0 1.46
D968S-A3C-0810 8.10 47 89 10 40 349 147
D968S-A3C-0815 8.15 47 89 10 40 34.8 1.48
D968S-A3C-0820 820 47 89 10 40 34.7 1.49
D968S-A3C-0830 830 47 89 10 40 34.6 151
D968S-A3C-0840 840 47 89 10 40 344 153
D968S-A3C-0850 8.50 47 89 10 40 343 155
D968S-A3C-0860 8.60 47 89 10 40 341 157
D968S-A3C-0870 870 47 89 10 40 34.0 158
D968S-A3C-0880 8.80 47 89 10 40 33.8 1.60
D968S-A3C-0890 8.90 47 89 10 40 33.7 162
D968S-A3C-0900 9.00 47 89 10 40 335 1.64
D968S-A3C-0910 9.10 47 89 10 40 334 1.66
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 40 329 171
D968S-A3C-0950 9.50 47 89 10 40 32.8 173
D968S-A3C-0955 9.55 47 89 10 40 32.7 1.74
D968S-A3C-0960 9.60 47 89 10 40 32.6 175
D968S-A3C-0970 9.70 47 89 10 40 32.5 177
D968S-A3C-0980 9.80 47 89 10 40 32.3 1.78
D968S-A3C-0990 9.90 47 89 10 40 322 1.80

@ Stock O Available upon Order

M

1234 5 67 123
PH and
Carbon Alloy Ferritic/ Stainless Grlaz)(riaSt
Steel, Steels,ToolMartensitic Steel 1
Alloy Steel Steels = Stainless Cast Iron
Steel

<35HRC 35-48HRC

(
D

<35HRC 35-45HRC Si<12%

@

© Most Suitable (O Suitable

12 3

High Alloy
Ductile Castlron

Aluminium
Alloys,Cast Aluminium
Aluminium  Alloys

Stock

Cl0O0O00Oe 000 0CeOC e o000 e O e e o0 e e OO0

Ordering Code

D968S-A3C-1000
D968S-A3C-1010
D968S-A3C-1020
D968S-A3C-1030
D968S-A3C-1040
D968S-A3C-1050
D968S-A3C-1060
D968S-A3C-1070
D968S-A3C-1080
D968S-A3C-1090
D968S-A3C-1100
D968S-A3C-1110
D968S-A3C-1120
D968S-A3C-1130
D968S-A3C-1140
D968S-A3C-1150
D968S-A3C-1160
D968S-A3C-1170
D968S-A3C-1180
D968S-A3C-1190
D968S-A3C-1200
D968S-A3C-1210
D968S-A3C-1220
D968S-A3C-1230
D968S-A3C-1240
D968S-A3C-1250
D968S-A3C-1260

Note: Accept customization from D3 to D20 tool

Workpiece Material

12
Forged

Alloys

3 4
Cast

Alloys

Si>12% <HB200

)

DC
(m7)
10.00
10.10
10.20
10.30
10.40
10.50
10.60
10.70
10.80
10.90
11.00
11.10
11.20
11.30
11.40
11.50
11.60
11.70
11.80
11.90
12.00
12.10
12.20
12.30
12.40
12.50
12.60

Material

HOLEMAKING TOOLS

RN AITIN
B

LCF OAL '?r':"e")" LS
47 89 10 40
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
55 102 12 45
60 107 14 45
60 107 14 45
60 107 14 45
60 107 14 45
60 107 14 45
60 107 14 45

123 4
Heat
Super Alloys
Alloys

LU

32.0
39.9
39.7
39.6
39.4
39.3
39.1
39.0
38.8
38.7
385
384
38.2
38.1
37.9
37.8
37.6
37.5
37.3
37.2
37.0
41.9
41.7
41.6
414
413
41.1

) Continue

PL Stock

1.82
1.84
1.86
1.87
1.89
1.91
1.93
1.95
1.97
1.98
2.00
2.02
2.04
2.06
2.07
2.09
211
2.13
2.15
2.17
2.18
2.20
2.22
2.24
2.26
2.27
2.29

® 6 OO OO 0 @O O/ O OC e O e e O e

Unit(mm)

Copper Compound Resistant Titanium Hardened Hardened
Steels

Steels

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

) )
) )

Recommended Cutting Data 3 PO71

GESAC _ 033
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HOLEMAKING

TOOLS

Solid Carbide Drill

D968S-A3C

High Efficient 3D Internal Coolant Twist Drills for Stainless Steel

RN AITIN
E

) Continue

PL Stock

2.82
2.86
2.88
291
2.97
3.00
3.02
3.06
3.09
3.18
3.20
3.22
3.24
3.28
3.35
3.37
3.42
3.46
3.55
3.57
3.60
3.64

(ONCANCE GG CRECRCORECRNCHNCRNCRNCANORNCANCANCRRCRNCHNCRNCANC!

Unit(mm)

DMM(hé)
0.000/-0.006
0.000/-0.008
0.000/-0.009
0.000/-0.011
0.000/-0.013

Steels

LU PL
e e 2 : _
LS LCF 1407
OAL
Ordering Code (r?]% Ler oaL QNN LS LU PL Stock  Ordering Code (r'%% Ler oaL QI 1s L
D968S-A3C-1270 12.70 60 107 14 45 41.0 231 O D968S-A3C-1550 15.50 65 115 16 48 41.8
D968S-A3C-1280 12.80 60 107 14 45 408 233 O D968S-A3C-1570 15.70 65 115 16 48 415
D968S-A3C-1285 12.85 60 107 14 45 40.7 234 O D968S-A3C-1580 15.80 65 115 16 48 413
D968S-A3C-1290 12.90 60 107 14 45 40.7 235 O D968S-A3C-1600 16.00 65 115 16 48 41.0
D968S-A3C-1300 13.00 60 107 14 45 405 237 @ D968S-A3C-1630 16.30 73 123 18 48 48.6
D968S-A3C-1310 13.10 60 107 14 45 404 238 O D968S-A3C-1650 16.50 73 123 18 48 483
D968S-A3C-1340 1340 60 107 14 45 399 244 O D968S-A3C-1660 16.60 73 123 18 48 48.1
D968S-A3C-1350 13.50 60 107 14 45 398 246 O D968S-A3C-1680 16.80 73 123 18 48 47.8
D968S-A3C-1360 13.60 60 107 14 45 39.6 247 O D968S-A3C-1700 17.00 73 123 18 48 475
D968S-A3C-1370 13.70 60 107 14 45 395 249 O D968S-A3C-1750 17.50 73 123 18 48 46.8
D968S-A3C-1375 13.75 60 107 14 45 39.4 250 O D968S-A3C-1760 17.60 73 123 18 48 46.6
D968S-A3C-1380 13.80 60 107 14 45 393 251 O D968S-A3C-1770 17.70 73 123 18 48 46.5
D968S-A3C-1400 14.00 60 107 14 45 39.0 255 @ D968S-A3C-1780 17.80 73 123 18 48 46.3
D968S-A3C-1405 14.05 60 107 14 45 389 256 O D968S-A3C-1800 18.00 73 123 18 48 46.0
D968S-A3C-1420 1420 65 115 16 48 43.7 258 O D968S-A3C-1840 18.40 79 131 20 50 514
D968S-A3C-1430 14.30 65 115 16 48 43.6 260 O D968S-A3C-1850 1850 79 131 20 50 513
D968S-A3C-1450 14.50 65 115 16 48 433 264 @ D968S-A3C-1880 18.80 79 131 20 50 50.8
D968S-A3C-1460 14.60 65 115 16 48 43.1 266 O D968S-A3C-1900 19.00 79 131 20 50 50.5
D968S-A3C-1470 14.70 65 115 16 48 43.0 268 O D968S-A3C-1950 19.50 79 131 20 50 49.8
D968S-A3C-1480 14.80 65 115 16 48 428 269 O D968S-A3C-1960 19.60 79 131 20 50 49.6
D968S-A3C-1500 15.00 65 115 16 48 425 273 @ D968S-A3C-1980 19.80 79 131 20 50 493
D968S-A3C-1520 15.20 65 115 16 48 422 277 O D968S-A3C-2000 20.00 79 131 20 50 49.0
D968S-A3C-1530 15.30 65 115 16 48 4211 2.78 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool
Nominal Size Range DC(m7)
>2-3 +0.002/+0.012
>3-6 +0.004/+0.016
>6-10 +0.006/+0.021
>10—18 +0.007/+0.025
>18-20 +0.008/+0.029
Workpiece Material
B ~m 3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1
PH and Forged
SN 00 T Stlss Tom g Aloy WML SO Copper Compound Reisan Tianium Hardend Harcent
Alloy Steel Steels  Stainless eel Czlsjtcflrifn Castlron Aluminium  Alloys Alloys | Material iﬁg;sr Alloys S
Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12%  Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

)
Y

© Most Suitable

034 _ GESAC

(O Suitable

(Y

)
)

O)
O

Recommended Cutting Data 3 PO71



D968S-A5N

Solid Carbide Drill

High Efficient 5D External Coolant Twist Drills for Stainless Steel

DMM

LU PL
LD)
Ls LCF -/ 140°
OAL

Ordering Code (r?q% LCF OAL '?#6")" LS L PL
D968S-ASN-0170 1.70 12 55 4 35 95 0.31
D968S-ASN-0180 1.80 12 55 4 35 95 0.31
D968S-ASN-0200 2.00 18 62 4 38 150 0.36
D968S-ASN-0205 2.05 18 62 4 38 149 0.37
D9E8S-ASN-0220 220 18 62 4 38 14.7 0.40
D968S-ASN-0250 2.50 22 62 4 34 183 0.45
D968S-ASN-0260 2.60 22 62 4 34 181 0.47
D968S-ASN-0300 3.00 28 66 6 36 235 0.55
D968S-ASN-0310 3.10 28 66 6 36 23.4 0.56
D968S-ASN-0320 320 28 66 6 36 232 0.58
D968S-ASN-0330 330 28 66 6 36 23.1 0.60
D968S-ASN-0340 340 28 66 6 36 229 0.62
D968S-ASN-0350 350 28 66 6 36 22.8 0.64
D968S-ASN-0360 3.60 28 66 6 36 22.6 0.66
D968S-ASN-0370 3.70 28 66 6 36 225 0.67
D968S-ASN-0380 3.80 36 74 6 36 30.3 0.69
D968S-ASN-0400 4.00 36 74 6 36 30.0 0.73
D968S-ASN-0420 420 36 74 6 36 29.7 0.76
D968S-ASN-0430 430 36 74 6 36 29.6 0.78
D968S-ASN-0450 450 36 74 6 36 29.3 0.82
D968S-ASN-0480 4.80 44 82 6 36 36.8 0.87
D968S-ASN-0490 4.90 44 82 6 36 36.7 0.89
D968S-ASN-0500 5.00 44 82 6 36 365 0.1

@ Stock O Available upon Order

1234 5

Carbon
Steel,
Alloy Steel

Alloy

Steels

<35HRC 35-48HRC

~
)
Y

© Most Suitable

67
PH and

Ferritic/ Stainless
Steels,ToolMartensitic

Stainless
Steel

(O Suitable

Stock

® 6 6 6 06 06 06 O O O @ 6 06 ©C 6 0 ¢ ¢ ¢ ¢ © o o

Ordering Code

D968S-A5N-0510
D968S-A5N-0540
D968S-A5N-0550
D968S-A5N-0560
D968S-A5N-0600
D968S-A5N-0650
D968S-A5N-0660
D968S-A5N-0670
D968S-A5N-0680
D968S-A5N-0700
D968S-A5N-0730
D968S-A5N-0800
D968S-A5N-0820
D968S-A5N-0850
D968S-A5N-0860
D968S-A5N-0900
D968S-A5N-0950
D968S-A5N-0980
D968S-A5N-1000
D968S-A5N-1020
D968S-A5N-1030
D968S-A5N-1050
D968S-A5N-1100

Note: Accept customization from D1 to D20 tool

M

123

Gray Cast
Iron,
Steel
Cast Iron

<35HRC 35-45HRC Si<12%

12 3

High Alloy
Ductile CastlIron

Aluminium
Alloys,Cast Aluminium
Aluminium  Alloys

Workpiece Material

12
Forged

Alloys

Si>12%

3 4

Cast
Alloys

<HB200

Material

HOLEMAKING TOOLS

DIN nano
6535HA

P it~ 3«---.' : :\;:‘M

DMM

LCF OAL (he) LS

44
44
44
44
44
53
53
53
53
53
53
53
61
61
61
61
61
61
61
71
71
71
71

82
82
82
82
82
91
91
91
91
91
91
91
103
103
103
103
103
103
103
118
118
118
118

123
Heat

Super
Alloys

0 0 W 0 W o L o o o o o

s s
N N NN O O O O ©O O o

Alloys

36
36
36
36
36
36
36
36
36
36
36
36
40
40
40
40
40
40
40
45
45
45
45

LU

36.4
35.9
35.8
35.6
35.0
433
43.1
43.0
42.8
42.5
42.1
41.0
48.7
48.3
48.1
47.5
46.8
46.3
46.0
55.7
55.6
5583
54.5

PL Stock

0.93
0.98
1.00
1.02
1.09
1.18
1.20
1.22
1.24
1.27
133
1.46
1.49
1.55
1.57
1.64
1.73
1.78
1.82
1.86
1.87
191
2.00

® O @€ O 6 @€ O 6 6 6 06 6 ©C 6 6 O 6 O 0 ¢ oo o o

Unit(mm)

Copper Compound Resistant Titanium Hardened Hardened
Steels

Steels

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

Recommended Cutting Data 3 PO71

GESAC _ 035
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HOLEMAKING TOOLS | Solid Carbide Drill

D968S-A5N n

High Efficient 5D External Coolant Twist Drills for Stainless Steel

LU PL
=
= 8
LS LCF 140°
OAL
) Continue
Ordering Code (r?wc7) LCF OAL '?,':"6“)" LS LU PL Stock
D968S-A5N-1180 11.80 71 118 12 45 53.3 2.15 [
D968S-A5N-1200 12.00 71 118 12 45 53.0 2.18 [ ]
D968S-A5N-1250 12.50 7 124 14 45 58.3 2.27 O
D968S-A5N-1300 13.00 7 124 14 45 57.5 2.37 [ ]
D968S-A5N-1400 14.00 77 124 14 45 56.0 2.55 [ ]
D968S-A5N-1450 14.50 83 133 16 48 61.3 2.64 O
D968S-A5N-1500 15.00 83 133 16 48 60.5 2.73 O
D968S-A5N-1600 16.00 83 133 16 48 59.0 291 O
@ Stock O Available upon Order ~ Note: Accept customization from D1 to D20 tool Unit(mm)
Nominal Size Range 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 ~ [ N B 0O
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PHand Forged
o Gray Cast 5= Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast A .
Steel,  SteelsToolMartensitic Stainless Iron, High AuoyAlloys,CastAluminium Copper Compo_und Resistant Titanium Hardened Hardened
- Steel Ductile ' Castlron > Alloys = Material =~ Super Alloys Steels Steels

Alloy Steel  Steels | Stainless Cast Iron Aluminium  Alloys Alloys
Steel Alloys Y

<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 P071

036 — GESAC



D968S-A5C wn

High Efficient 5D Internal Coolant Twist Drills for Stainless Steel

Solid Carbide Drill |

HOLEMAKING TOOLS

| AITIN
DIN nano

LU PL
H = g . = b
LS LCF 140°
OAL
Ordering Code (r?f?) LCF OAL '?r':"e")" LS LU PL Stock Ordering Code (r'%% LCF OAL [(’#6")" LS LU PL Stock
D968S-A5C-0300 3.00 28 66 6 36 235 055 @ D968S-A5C-0560 560 44 82 6 36 356 1.02 O
D968S-A5C-0310 3.10 28 66 6 36 234 056 O D968S-A5C-0570 570 44 82 6 36 355 1.04 O
D968S-A5C-0320 3.20 28 66 6 36 232 058 O D968S-A5C-0580 5.80 44 82 6 36 353 1.06 O
D968S-A5C-0330 330 28 66 6 36 231 060 @ D968S-A5C-0590 590 44 82 6 36 352 1.07 O
D968S-A5C-0340 3.40 28 66 6 36 229 062 @ D968S-A5C-0600 6.00 44 82 6 36 350 1.09 @
D968S-A5C-0350 3.50 28 66 6 36 228 064 @ D968S-A5C-0610 6.10 53 91 8 36 439 111 O
D968S-A5C-0360 3.60 28 66 6 36 226 066 O D968S-A5C-0620 6.20 53 91 8 36 43.7 113 @
D968S-A5C-0370 3.70 28 66 6 36 225 0.67 O D968S-A5C-0630 630 53 91 8 36 436 115 O
D968S-A5C-0380 3.80 36 74 6 36 303 069 O D968S-A5C-0640 6.40 53 91 8 36 434 116 O
D968S-A5C-0390 390 36 74 6 36 302 071 @ D968S-A5C-0650 6.50 53 91 8 36 433 118 @
D968S-A5C-0400 4.00 36 74 6 36 30.0 0.73 @ D968S-A5C-0660 6.60 53 91 8 36 43.1 120 O
D968S-A5C-0410 4.10 36 74 6 36 299 0.75 O D968S-A5C-0670 6.70 53 91 8 36 43.0 1.22 O
D968S-A5C-0420 420 36 74 6 36 29.7 0.76 @ D968S-A5C-0680 6.80 53 91 8 36 428 124 @
D968S-A5C-0430 430 36 74 6 36 296 0.78 @ D968S-A5C-0690 690 53 91 8 36 42.7 126 O
D968S-A5C-0440 4.40 36 74 6 36 294 080 O D968S-A5C-0700 7.00 53 91 8 36 425 127 @
D968S-A5C-0450 450 36 74 6 36 293 082 @ D968S-A5C-0710 7.10 53 91 8 36 424 129 O
D968S-A5C-0460 4.60 36 74 6 36 29.1 084 O D968S-A5C-0720 720 53 91 8 36 422 131 O
D968S-A5C-0470 4.70 36 74 6 36 29.0 0.86 O D968S-A5C-0730 730 53 91 8 36 421 133 O
D968S-A5C-0480 4.80 44 82 6 36 36.8 0.87 O D968S-A5C-0735 735 53 91 8 36 42.0 134 O
D968S-A5C-0490 490 44 82 6 36 36.7 0.89 O D968S-A5C-0740 7.40 53 91 8 36 419 135 O
D968S-A5C-0500 5.00 44 82 6 36 365 091 @ D968S-A5C-0750 750 53 91 8 36 418 136 @
D968S-A5C-0510 5.10 44 82 6 36 364 093 @ D968S-A5C-0760 7.60 53 91 8 36 416 138 O
D968S-A5C-0520 520 44 82 6 36 362 095 @ D968S-A5C-0770 7.70 53 91 8 36 415 140 O
D968S-A5C-0530 530 44 82 6 36 36.1 096 O D968S-A5C-0780 7.80 53 91 8 36 413 142 @
D968S-A5C-0540 5.40 44 82 6 36 359 098 O D968S-A5C-0790 790 53 91 8 36 412 144 O
D968S-A5C-0550 550 44 82 6 36 358 1.00 @ D968S-A5C-0800 8.00 53 91 8 36 41.0 146 @
D968S-A5C-0555 555 44 82 6 36 357 1.01 O D968S-A5C-0810 8.10 61 103 10 40 489 147 @
@ Stock O Available upon Order ~ Note: Accept customization from D2 to D20 tool Unit(mm)
Workpiece Material
B ~m 3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1
PH and Forged
Corbon 00T Stntss om g Aloy T SOt Copper Compound Reian Tianium Hardend Harcen
Alloy Steel  Steels  Stainless eel Czlsjs:::‘i)en Cast Iron Aluminium  Alloys Alloys = Material 2{:2;; Alloys Steels Steels
Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

O
o

© Most Suitable

(O Suitable

O
S

O)
Y

)
Y

o)
O

Recommended Cutting Data 3 PO71

GESAC _ 037
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HOLEMAKING TOOLS | Solid Carbide Drill

D968S-A5C =) o | P

114d °piqJel pljos x>

High Efficient 5D Internal Coolant Twist Drills for Stainless Steel

LU ., PL
H = g : ERNST
LS LCF 140°
OAL

) Continue
Ordering Code (Eﬁ) LCF OAL 'fﬁ"g)" LS LU PL Stock  OrderingCode (r?ﬁ) LCF OAL ?PI:AGI\)/I LS LU PL Stock
D968S-A5C-0820 820 61 103 10 40 48.7 149 O D968S-A5C-1080 10.80 71 118 12 45 548 197 O
D968S-A5C-0830 830 61 103 10 40 48.6 151 O D968S-A5C-1090 10.90 71 118 12 45 547 198 O
D968S-A5C-0840 8.40 61 103 10 40 484 153 O D968S-A5C-1100 11.00 71 118 12 45 545 2.00 @
D968S-A5C-0850 850 61 103 10 40 483 155 @ D968S-A5C-1110 11.10 71 118 12 45 544 2.02 O
D968S-A5C-0860 8.60 61 103 10 40 48.1 157 @ D968S-A5C-1120 11.20 71 118 12 45 542 2.04 O
D968S-A5C-0870 870 61 103 10 40 48.0 158 @ D968S-A5C-1130 11.30 71 118 12 45 541 2.06 O
D968S-A5C-0880 8.80 61 103 10 40 47.8 1.60 O D968S-A5C-1140 11.40 71 118 12 45 539 2.07 O
D968S-A5C-0890 890 61 103 10 40 47.7 162 O D968S-A5C-1150 11.50 71 118 12 45 53.8 2.09 O
D968S-A5C-0900 9.00 61 103 10 40 475 164 @ D968S-A5C-1160 11.60 71 118 12 45 53.6 211 O
D968S-A5C-0910 9.10 61 103 10 40 474 166 O D968S-A5C-1170 11.70 71 118 12 45 535 213 O
D968S-A5C-0920 9.20 61 103 10 40 47.2 167 O D968S-A5C-1180 11.80 71 118 12 45 533 215 O
D968S-A5C-0930 9.30 61 103 10 40 47.1 169 O D968S-A5C-1190 11.90 71 118 12 45 532 217 @
D968S-A5C-0940 9.40 61 103 10 40 469 171 O D968S-A5C-1200 12.00 71 118 12 45 53.0 2.18 @
D968S-A5C-0950 9.50 61 103 10 40 46.8 1.73 O D968S-A5C-1210 12.10 77 124 14 45 58.9 220 O
D968S-A5C-0960 9.60 61 103 10 40 46.6 1.75 O D968S-A5C-1220 12.20 77 124 14 45 58.7 222 O
D968S-A5C-0970 9.70 61 103 10 40 46.5 1.77 O D968S-A5C-1230 12.30 77 124 14 45 58.6 224 O
D968S-A5C-0980 9.80 61 103 10 40 463 1.78 @ D968S-A5C-1240 12.40 77 124 14 45 584 226 O
D968S-A5C-0990 9.90 61 103 10 40 46.2 180 O D968S-A5C-1250 12.50 77 124 14 45 583 227 @
D968S-A5C-1000 10.00 61 103 10 40 46.0 182 @ D968S-A5C-1260 12.60 77 124 14 45 58.1 229 O
D968S-A5C-1010 10.10 71 118 12 45 559 184 O D968S-A5C-1270 12.70 77 124 14 45 58.0 231 O
D968S-A5C-1020 10.20 71 118 12 45 55.7 1.86 @ D968S-A5C-1280 12.80 77 124 14 45 57.8 233 O
D968S-A5C-1025 10.25 71 118 12 45 55.6 1.87 O D968S-A5C-1290 12.90 77 124 14 45 57.7 235 O
D968S-A5C-1030 10.30 71 118 12 45 55.6 1.87 O D968S-A5C-1300 13.00 77 124 14 45 575 237 @
D968S-A5C-1040 10.40 71 118 12 45 554 189 O D968S-A5C-1310 13.10 77 124 14 45 574 238 O
D968S-A5C-1050 10.50 71 118 12 45 553 191 @ D968S-A5C-1320 13.20 77 124 14 45 57.2 240 O
D968S-A5C-1060 10.60 71 118 12 45 55.1 193 O D968S-A5C-1330 13.30 77 124 14 45 57.1 242 O
D968S-A5C-1070 10.70 71 118 12 45 55.0 195 O D968S-A5C-1340 13.40 77 124 14 45 56.9 244 O
@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)

Workpiece Material
B ~m 3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
SN 00 T Stlss Tom g Aloy WML SO Copper Compound Reisan Tianium Hardend Harcent
Alloy Steel  Steels  Stainless eel Czlsj'fil:ll‘i)en Cast Iron Aluminium  Alloys Alloys = Material iﬁg;sr Alloys Steels Steels
Steel Alloys

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

)
Y

© Most Su

itable

038 _ GESAC

(O Suitable

(Y

)
)

O)
O

Recommended Cutting Data 3 PO71



D968S-A5C wn

High Efficient 5D Internal Coolant Twist Drills for Stainless Steel

PL

OAL

Ordering Code

D968S-A5C-1350
D968S-A5C-1360
D968S-A5C-1370
D968S-A5C-1380
D968S-A5C-1390
D968S-A5C-1400
D968S-A5C-1410
D968S-A5C-1420
D968S-A5C-1430
D968S-A5C-1450
D968S-A5C-1460
D968S-A5C-1470
D968S-A5C-1480
D968S-A5C-1490
D968S-A5C-1500
D968S-A5C-1510
D968S-A5C-1520
D968S-A5C-1530
D968S-A5C-1550

@ Stock O Available upon Order

1234 5
Carbon Alloy
Steel,

Alloy Steel  Steels

<35HRC 35-48HRC

O
o

© Most Suitable

DC
(m7)
13.50
13.60
13.70
13.80
13.90
14.00
14.10
14.20
14.30
14.50
14.60
14.70
14.80
14.90
15.00
15.10
15.20
15.30
15.50

7
7
7
7
7
7
83
83
83
83
83
83
83
83
83
83
83
83
83

67
PH and

Ferritic/ Stainless
Steels,ToolMartensitic

Stainless
Steel

(O Suitable

DMM
LCF OAL (h6) LS

124
124
124
124
124
124
133
133
133
133
133
133
133
133
133
133
133
133
133

M

123

Steel

LU

45
45
45
45
45
45
48
48
48
48
48
48
48
48
48
48
48
48
48

56.8
56.6
56.5
56.3
56.2
56.0
61.9
61.7
61.6
61.3
61.1
61.0
60.8
60.7
60.5
60.4
60.2
60.1
59.8

12 3

Gray Cast
Iron,

Cast Iron

<35HRC 35-45HRC Si<12%

High Alloy
Ductile CastlIron

140°

PL

2.46
2.47
2.49
2.51
2.53
2.55
2.57
2.58
2.60
2.64
2.66
2.68
2.69
2.71
2.73
2.75
2.77
2.78
2.82

Aluminium
Alloys,Cast Aluminium
Aluminium  Alloys

Stock

O/l0O00O @@€0 000 e0 00 e oo o0 0o

Solid Carbide Drill

Ordering Code

D968S-A5C-1570
D968S-A5C-1580
D968S-A5C-1600
D968S-A5C-1650
D968S-A5C-1680
D968S-A5C-1690
D968S-A5C-1700
D968S-A5C-1720
D968S-A5C-1750
D968S-A5C-1770
D968S-A5C-1780
D968S-A5C-1800
D968S-A5C-1850
D968S-A5C-1860
D968S-A5C-1880
D968S-A5C-1900
D968S-A5C-1950
D968S-A5C-1980
D968S-A5C-2000

Note: Accept customization from D2 to D20 tool

Workpiece Material

12
Forged

Alloys

O
S

3 4

Cast
Alloys

Si>12% <HB200

o )

DC
(m7)
15.70
15.80
16.00
16.50
16.80
16.90
17.00
17.20
17.50
17.70
17.80
18.00
18.50
18.60
18.80
19.00
19.50
19.80
20.00

83
83
83
93
93
93
93
93
93
93
93
93
101
101
101
101
101
101
101

133
133
133
143
143
143
143
143
143
143
143
143
153
153
153
153
153
153
153

HOLEMAKING TOOLS

| AITIN
DIN nano

DMM
LCF OAL (h6) LS

16
16
16
18
18
18
18
18
18
18
18
18
20
20
20
20
20
20
20

Nominal Size Range
=>2-3
>3—6
>6—10

>10—18

>18-20

Material

123

Heat

Super
Alloys

48
48
48
48
48
48
48
48
48
48
48
48
50
50
50
50
50
50
50

LU

59.5
59.3
59.0
68.3
67.8
67.7
67.5
67.2
66.8
66.5
66.3
66.0
73.3
73.1
72.8
72.5
71.8
713
71.0

DC(m7)
+0.002/+0.012
+0.004/+0.016
+0.006/+0.021
+0.007/+0.025
+0.008/+0.029

Alloys

) Continue

PL Stock

2.86
2.88
291
3.00
3.06
3.08
3.09
3.13
3.18
3.22
3.24
3.28
3.37
3.38
3.42
3.46
3.55
3.60
3.64

O/0jl0O0O0/0O0j0O/0O/OO0Oj]0O/0OO0O0OC|® 0O O

Unit(mm)

DMM(h6)
0.000/-0.006
0.000/-0.008
0.000/-0.009
0.000/-0.011
0.000/-0.013

Copper Compound Resistant Titanium Hardened Hardened
Steels

Steels

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

e

L

J

Recommended Cutting Data 3 PO71

GESAC _ 039
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A3N == 0 |

3D External Coolant Twist Drills for Steel

LU PL
= 3] 1 e e
LS LCF /1407
(SAL
Ordering Code (r?ﬁ) LCF OAL '?ﬁ"e“)" LS LU PL Stock Ordering Code (r'%% LCF OAL [(’,':"6'\)" LS LU PL Stock
D938-A3N-0100 1.00 7 45 4 30 55 018 @ D938-A3N-0350 3.50 20 62 6 36 148 0.64 @
D938-A3N-0110 1.10 7 45 4 30 54 020 O D938-A3N-0360 3.60 20 62 6 36 146 0.66 @
D938-A3N-0120 120 7 45 4 30 52 022 O D938-A3N-0370 3.70 20 62 6 36 145 0.67 @
D938-A3N-0130 130 7 45 4 30 51 024 O D938-A3N-0380 3.80 24 66 6 36 183 0.69 @
D938-A3N-0140 140 7 45 4 30 49 025 O D938-A3N-0390 390 24 66 6 36 182 0.71 @
D938-A3N-0150 150 9 55 4 38 68 027 O D938-A3N-0400 4.00 24 66 6 36 18.0 0.73 @
D938-A3N-0160 160 9 55 4 38 6.6 029 @ D938-A3N-0410 4.10 24 66 6 36 179 0.75 @
D938-A3N-0170 1.70 9 55 4 38 6.5 031 O D938-A3N-0415 4.15 24 66 6 36 17.8 0.76 O
D938-A3N-0180 1.80 9 55 4 38 63 033 @ D938-A3N-0420 4.20 24 66 6 36 17.7 0.76 @
D938-A3N-0190 190 9 55 4 38 62 035 O D938-A3N-0430 430 24 66 6 36 17.6 0.78 @
D938-A3N-0200 2.00 13 55 4 36 10.0 036 O D938-A3N-0440 4.40 24 66 6 36 17.4 080 @
D938-A3N-0210 2.10 13 55 4 36 99 038 O D938-A3N-0450 450 24 66 6 36 173 082 @
D938-A3N-0220 220 13 55 4 36 9.7 040 O D938-A3N-0460 4.60 24 66 6 36 17.1 0.84 @
D938-A3N-0230 230 13 55 4 36 9.6 042 O D938-A3N-0465 4.65 24 66 6 36 17.0 0.85 @
D938-A3N-0240 240 17 55 4 33 134 044 O D938-A3N-0470 4.70 24 66 6 36 17.0 0.86 @
D938-A3N-0250 2.50 17 55 4 33 133 045 O D938-A3N-0480 4.80 28 66 6 36 208 087 @
D938-A3N-0260 2.60 17 55 4 33 13.1 047 O D938-A3N-0490 490 28 66 6 36 20.7 0.89 @
D938-A3N-0270 2.70 17 55 4 33 13.0 049 O D938-A3N-0500 5.00 28 66 6 36 205 091 @
D938-A3N-0280 2.80 17 55 4 33 128 051 O D938-A3N-0510 5.10 28 66 6 36 204 093 @
D938-A3N-0290 2.90 17 55 4 33 12.7 053 O D938-A3N-0520 520 28 66 6 36 202 095 @
D938-A3N-0300 3.00 20 62 6 36 155 055 @ D938-A3N-0530 530 28 66 6 36 20.1 0.96 @
D938-A3N-0305 3.05 20 62 6 36 154 0.56 O D938-A3N-0540 540 28 66 6 36 199 098 @
D938-A3N-0310 3.10 20 62 6 36 154 056 @ D938-A3N-0550 550 28 66 6 36 198 1.00 @
D938-A3N-0320 320 20 62 6 36 152 058 @ D938-A3N-0555 555 28 66 6 36 19.7 1.01 @
D938-A3N-0325 325 20 62 6 36 151 059 O D938-A3N-0560 560 28 66 6 36 196 1.02 @
D938-A3N-0330 330 20 62 6 36 151 0.60 @ D938-A3N-0570 570 28 66 6 36 195 1.04 @
D938-A3N-0340 340 20 62 6 36 149 062 @ D938-A3N-0580 5.80 28 66 6 36 193 1.06 @
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)
Workpiece Material
B ~m 3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
Carbon Alloy Ferritic/ Stainless Grlar{)SSt High AlloyAlU|m§1iU|m Cast Copper Compound Re:es?;nt Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel Czlsj'fil:lri)en Cast Iron Aluminium  Alloys Alloys = Material iﬁgesr Alloys Steels Steels
Steel Alloys Y
<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 3 P073
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D938-A3N

3D External Coolant Twist Drills for Steel

Solid Carbide Drill

© Most Suitable

(O Suitable

HOLEMAKING TOOLS

mERRI AITIN
DIN nano
B535HA

LU PL
LS LCF 140°
6AL
) Continue
Ordering Code (r'%% LCF OAL [(’,':"6'\)" LS LU PL Stock  Ordering Code (r?f?) LCF OAL ?r':/leh)/l LS LU PL Stock
D938-A3N-0590 590 28 66 6 36 19.2 1.07 @ D938-A3N-0840 8.40 47 89 10 40 344 153 @
D938-A3N-0600 6.00 28 66 6 36 19.0 1.09 @ D938-A3N-0850 8.50 47 89 10 40 343 155 @
D938-A3N-0610 6.10 34 79 8 36 249 111 @ D938-A3N-0860 8.60 47 89 10 40 341 157 @
D938-A3N-0620 6.20 34 79 8 36 247 113 @ D938-A3N-0870 8.70 47 89 10 40 340 158 @
D938-A3N-0630 6.30 34 79 8 36 246 115 @ D938-A3N-0880 8.80 47 89 10 40 338 160 @
D938-A3N-0640 6.40 34 79 8 36 244 116 @ D938-A3N-0890 8.90 47 89 10 40 337 162 @
D938-A3N-0650 6.50 34 79 8 36 243 118 @ D938-A3N-0900 9.00 47 89 10 40 335 164 @
D938-A3N-0660 6.60 34 79 8 36 241 120 @ D938-A3N-0910 9.10 47 89 10 40 334 166 @
D938-A3N-0670 6.70 34 79 8 36 240 122 @ D938-A3N-0920 9.20 47 89 10 40 332 167 @
D938-A3N-0680 6.80 34 79 8 36 238 124 @ D938-A3N-0925 9.25 47 89 10 40 331 168 O
D938-A3N-0690 6.90 34 79 8 36 237 1.26 @ D938-A3N-0930 9.30 47 89 10 40 331 169 @
D938-A3N-0700 7.00 34 79 8 36 235 127 @ D938-A3N-0935 9.35 47 89 10 40 330 1.70 @
D938-A3N-0710 7.10 41 79 8 36 304 129 @ D938-A3N-0940 9.40 47 89 10 40 329 171 @
D938-A3N-0720 7.20 41 79 8 36 302 131 @ D938-A3N-0950 9.50 47 89 10 40 328 173 @
D938-A3N-0730 7.30 41 79 8 36 30.1 133 @ D938-A3N-0955 9.55 47 89 10 40 327 1.74 O
D938-A3N-0740 7.40 41 79 8 36 299 135 @ D938-A3N-0960 9.60 47 89 10 40 326 175 @
D938-A3N-0745 7.45 41 79 8 36 29.8 136 O D938-A3N-0970 9.70 47 89 10 40 325 177 @
D938-A3N-0750 7.50 41 79 8 36 29.8 136 @ D938-A3N-0980 9.80 47 89 10 40 323 1.78 @
D938-A3N-0755 7.55 41 79 8 36 29.7 137 O D938-A3N-0990 9.90 47 89 10 40 322 180 @
D938-A3N-0760 7.60 41 79 8 36 29.6 1.38 @ D938-A3N-1000 10.00 47 89 10 40 320 182 @
D938-A3N-0770 7.70 41 79 8 36 295 140 @ D938-A3N-1010 10.10 55 102 12 45 399 184 @
D938-A3N-0780 7.80 41 79 8 36 293 142 @ D938-A3N-1020 10.20 55 102 12 45 39.7 186 @
D938-A3N-0790 7.90 41 79 8 36 292 144 @ D938-A3N-1025 10.25 55 102 12 45 396 187 O
D938-A3N-0800 8.00 41 79 8 36 29.0 146 @ D938-A3N-1030 10.30 55 102 12 45 396 187 @
D938-A3N-0810 8.10 47 89 10 40 349 147 @ D938-A3N-1035 10.35 55 102 12 45 395 188 @
D938-A3N-0820 8.20 47 89 10 40 347 149 @ D938-A3N-1040 10.40 55 102 12 45 394 189 @
D938-A3N-0830 8.30 47 89 10 40 346 151 @ D938-A3N-1050 10.50 55 102 12 45 393 191 @
@ Stock O Available upon Order ~ Note: Accept customization from D1 to D20 tool Unit(mm)
Workpiece Material
B ~m [3 N

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

PH and Forged
Corbon 1 ST Stntess Tom g Aloy TN €Ot Copper Compound Reiant. Tianim Hardened Horden
Alloy Steel  Steels  Stainless eel C[;sztcﬂrfn Cast Iron Aluminium  Alloys Alloys = Material f\ﬁg;}sr Alloys Steels Steels

Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

O O O O O

Recommended Cutting Data ¢ P073
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HOLEMAKING TOOLS

Solid Carbide Drill

D938-A3N

3D External Coolant Twist Drills for Steel

o |

LU PL
% 81 e —— “%‘
LS LCF /1407
(SAL
) Continue
Ordering Code (r'%% LCF OAL %‘:"6")" LS LU PL Stock Ordering Code (r'%% LCF OAL [(’,':"6")" LS LU PL Stock
D938-A3N-1060 10.60 55 102 12 45 39.1 193 @ D938-A3N-1300 13.00 60 107 14 45 405 237 @
D938-A3N-1070 10.70 55 102 12 45 39.0 1.95 @ D938-A3N-1310 13.10 60 107 14 45 404 238 O
D938-A3N-1080 10.80 55 102 12 45 38.8 197 @ D938-A3N-1320 13.20 60 107 14 45 402 240 @
D938-A3N-1085 10.85 55 102 12 45 38.7 197 @ D938-A3N-1325 13.25 60 107 14 45 40.1 241 O
D938-A3N-1090 10.90 55 102 12 45 38.7 198 @ D938-A3N-1330 13.30 60 107 14 45 40.1 242 O
D938-A3N-1100 11.00 55 102 12 45 385 2.00 @ D938-A3N-1340 1340 60 107 14 45 399 244 O
D938-A3N-1110 11.10 55 102 12 45 384 2.02 @ D938-A3N-1350 13.50 60 107 14 45 398 246 @
D938-A3N-1120 11.20 55 102 12 45 382 2.04 @ D938-A3N-1370 13.70 60 107 14 45 395 249 O
D938-A3N-1130 11.30 55 102 12 45 38.1 2.06 @ D938-A3N-1380 13.80 60 107 14 45 393 251 @
D938-A3N-1140 11.40 55 102 12 45 37.9 2.07 @ D938-A3N-1400 14.00 60 107 14 45 39.0 255 @
D938-A3N-1150 11.50 55 102 12 45 37.8 2.09 @ D938-A3N-1410 14.10 65 115 16 48 439 257 @
D938-A3N-1160 11.60 55 102 12 45 37.6 2.11 O D938-A3N-1420 1420 65 115 16 48 43.7 258 @
D938-A3N-1170 11.70 55 102 12 45 375 213 @ D938-A3N-1430 1430 65 115 16 48 43.6 260 @
D938-A3N-1180 11.80 55 102 12 45 373 215 @ D938-A3N-1440 1440 65 115 16 48 434 262 O
D938-A3N-1190 11.90 55 102 12 45 37.2 217 @ D938-A3N-1450 1450 65 115 16 48 433 264 @
D938-A3N-1200 12.00 55 102 12 45 37.0 2.18 @ D938-A3N-1460 14.60 65 115 16 48 431 266 @
D938-A3N-1210 12.10 60 107 14 45 419 220 @ D938-A3N-1470 14.70 65 115 16 48 43.0 268 O
D938-A3N-1215 12.15 60 107 14 45 418 221 O D938-A3N-1480 14.80 65 115 16 48 42.8 269 @
D938-A3N-1220 12.20 60 107 14 45 41.7 222 @ D938-A3N-1490 1490 65 115 16 48 42.7 2711 O
D938-A3N-1225 12.25 60 107 14 45 416 223 O D938-A3N-1500 15.00 65 115 16 48 425 273 @
D938-A3N-1230 12.30 60 107 14 45 416 224 @ D938-A3N-1510 15.10 65 115 16 48 424 275 O
D938-A3N-1240 12.40 60 107 14 45 414 226 O D938-A3N-1520 15.20 65 115 16 48 422 2.77 @
D938-A3N-1250 12.50 60 107 14 45 413 227 @ D938-A3N-1525 1525 65 115 16 48 42.1 2.718 O
D938-A3N-1260 12.60 60 107 14 45 411 229 @ D938-A3N-1530 1530 65 115 16 48 42.1 2.718 @
D938-A3N-1270 12.70 60 107 14 45 410 231 @ D938-A3N-1540 1540 65 115 16 48 419 280 O
D938-A3N-1280 12.80 60 107 14 45 40.8 233 @ D938-A3N-1550 1550 65 115 16 48 418 282 @
D938-A3N-1290 12.90 60 107 14 45 40.7 235 O D938-A3N-1570 15.70 65 115 16 48 415 286 @
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)
Workpiece Material
B ~m 3 N

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

PH and Forged
SN 00 T Stlss Tom g Aloy WML SO Copper Compound Reisan Tianium Hardend Harcent
Alloy Steel  Steels  Stainless eel Czlsj'fil:lri)en Cast Iron Aluminium  Alloys Alloys = Material iﬁg;sr Alloys Steels Steels

Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12%  Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

© © © o | o

© Most Suitable

042 _ GESAC

(O Suitable

Recommended Cutting Data 3 P073



D938-A3N

Solid Carbide Drill | HOLEMAKING TOOLS

mERRI AITIN
DIN nano
B535HA

3D External Coolant Twist Drills for Steel

LU PL
= [ ot B
s 8 ¢ ' - e
LS LCF 140°
OAL

) Continue

Ordering Code (r'%% LCF OAL [(’,':"6'\)" LS LU PL Stock  Ordering Code (r[%% LCF OAL '?r""'e")" LS LU PL Stock
D938-A3N-1580 15.80 65 115 16 48 413 288 O D938-A3N-1750 17.50 73 123 18 48 46.8 318 @
D938-A3N-1590 15.90 65 115 16 48 412 289 O D938-A3N-1760 17.60 73 123 18 48 46.6 320 O
D938-A3N-1600 16.00 65 115 16 48 41.0 291 @ D938-A3N-1770 17.70 73 123 18 48 46,5 322 O
D938-A3N-1610 16.10 73 123 18 48 489 293 O D938-A3N-1780 17.80 73 123 18 48 463 324 O
D938-A3N-1620 16.20 73 123 18 48 48.7 295 O D938-A3N-1800 18.00 73 123 18 48 46.0 3.28 @
D938-A3N-1630 16.30 73 123 18 48 486 297 O D938-A3N-1820 1820 79 131 20 50 51.7 331 O
D938-A3N-1640 16.40 73 123 18 48 484 298 @ D938-A3N-1840 18.40 79 131 20 50 514 335 O
D938-A3N-1650 16.50 73 123 18 48 483 3.00 @ D938-A3N-1850 1850 79 131 20 50 513 337 @
D938-A3N-1660 16.60 73 123 18 48 48.1 3.02 @ D938-A3N-1860 18.60 79 131 20 50 51.1 338 O
D938-A3N-1670 16.70 73 123 18 48 48.0 3.04 O D938-A3N-1880 18.80 79 131 20 50 50.8 342 O
D938-A3N-1680 16.80 73 123 18 48 47.8 3.06 O D938-A3N-1900 19.00 79 131 20 50 505 346 @
D938-A3N-1690 16.90 73 123 18 48 47.7 3.08 @ D938-A3N-1910 19.10 79 131 20 50 504 348 O
D938-A3N-1700 17.00 73 123 18 48 475 3.09 @ D938-A3N-1950 1950 79 131 20 50 498 355 @
D938-A3N-1720 17.20 73 123 18 48 472 313 O D938-A3N-1980 19.80 79 131 20 50 493 360 O
D938-A3N-1730 17.30 73 123 18 48 47.1 315 O D938-A3N-1990 19.90 79 131 20 50 49.2 362 O
D938-A3N-1740 17.40 73 123 18 48 469 317 @ D938-A3N-2000 20.00 79 131 20 50 49.0 364 @

@ stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)

Nominal Size Range DC(mT7) 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
PHand Gray Cast Forged Heat

Carbon Alloy
Steel, Steels,ToolMartensitic
Alloy Steel Steels = Stainless
Steel

Steel

<35HRC 35-48HRC
© Most Suitable O Suitable

Ferritic/ Stainless

Cast Iron

Aluminium  Cast

Alloys,Cast Aluminium

Aluminium  Alloys
Alloys

Iron,  High Alloy
Ductile Castlron Alloys = Material = Super Alloys

Alloys

Copper Compound Resistant Titanium Hardened Hardened

Steels Steels

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

&)
) )

Recommended Cutting Data ¢ P073
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HOLEMAKING TOOLS

| Solid Carbide Drill

D938-A3C

3D Internal Coolant Twist Drills for Steel

LU PL
2 = = _E= ==
= b LSS 8l
LS LCF 140°
OAL

Ordering Code (r?f?) LCF OAL '?r':"e")" LS LU PL Stock
D938-A3C-0200 2.00 13 55 4 36 10.0 036 O
D938-A3C-0210 2.10 13 55 4 36 99 038 O
D938-A3C-0220 220 13 55 4 36 9.7 040 O
D938-A3C-0230 230 13 55 4 36 96 042 O
D938-A3C0240 240 17 55 4 33 134 044 O
D938-A3C-0250 2.50 17 55 4 33 133 045 O
D938-A3C-0260 2.60 17 55 4 33 131 047 O
D938-A3C-0270 2.70 17 55 4 33 130 049 O
D938-A3C-0280 2.80 17 55 4 33 12.8 051 O
D938-A3C-0290 2.90 17 55 4 33 127 053 O
D938-A3C-0300 3.00 20 62 6 36 155 055 @
D938-A3C0310 3.0 20 62 6 36 154 056 @
D938-A3C0320 320 20 62 6 36 152 058 O
D938-A3C-0325 325 20 62 6 36 151 059 O
D938-A3C-0330 330 20 62 6 36 151 0.60 @
D938-A3C-0340 340 20 62 6 36 149 062 @
D938-A3C-0350 3.50 20 62 6 36 14.8 064 @
D938-A3C0360 3.60 20 62 6 36 14.6 0.66 O
D938-A3C0370 370 20 62 6 36 145 067 @
D938-A3C0380 3.80 24 66 6 36 183 069 @
D938-A3C-0390 3.90 24 66 6 36 182 071 O
D938-A3C-0400 4.00 24 66 6 36 180 0.73 @
D938-A3C-0410 410 24 66 6 36 17.9 0.75 @
D938-A3C-0420 420 24 66 6 36 17.7 0.76 ®
D938-A3C0430 430 24 66 6 36 17.6 0.78 @
D938-A3C0440 440 24 66 6 36 17.4 080 O
D938-A3C-0450 4.50 24 66 6 36 17.3 082 @

@ Stock O Available upon Order

M

Ordering Code

D938-A3C-0460
D938-A3C-0465
D938-A3C-0470
D938-A3C-0480
D938-A3C-0490
D938-A3C-0500
D938-A3C-0510
D938-A3C-0520
D938-A3C-0530
D938-A3C-0540
D938-A3C-0550
D938-A3C-0555
D938-A3C-0560
D938-A3C-0570
D938-A3C-0580
D938-A3C-0590
D938-A3C-0600
D938-A3C-0605
D938-A3C-0610
D938-A3C-0620
D938-A3C-0630
D938-A3C-0640
D938-A3C-0650
D938-A3C-0660
D938-A3C-0670
D938-A3C-0680
D938-A3C-0690

Note: Accept customization from D2 to D20 tool

Workpiece Material

12

12 3

1234 5 67 123
PH and
Carbon Alloy Ferritic/ Stainless Grlar)(/)gast High Allo
Steel, Steels,ToolMartensitic 2 g Y
A Steel Ductile CastlIron
Alloy Steel Steels  Stainless Cast Iron
Steel
<35HRC 35-48HRC <35HRC 35-45HRC
© | o © © | o o
© Most Suitable O Suitable

044 __ GESAC

Forged
Aluminium  Cast
Alloys,Cast Aluminium
Aluminium  Alloys
Alloys

Si<12%  Si>12%

3 4

=m0 | P

LU

17.1
17.0
17.0
20.8
20.7
20.5
20.4
20.2
20.1
19.9
19.8
19.7
19.6
19.5
19.3
19.2
19.0
24.9
24.9
247
24.6
244
24.3
24.1
24.0
23.8
23.7

PL Stock

0.84
0.85
0.86
0.87
0.89
0.91
0.93
0.95
0.96
0.98
1.00
1.01
1.02
1.04
1.06
1.07
1.09
1.10
111
1.13
1.15
1.16
1.18
1.20
1.22
1.24
1.26

® @ OO @O0 O0Oe0Oe O e Oe Oe e e 0 06 6 0O 06 OO

Unit(mm)

Copper Compound Resistant Titanium Hardened Hardened

Alloys

<HB200

Material

LCF OAL '?#6")" LS
24 66 6 36
24 66 6 36
24 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
28 66 6 36
34 79 8 36
34 79 8 36
34 79 8 36
34 79 8 36
34 79 8 36
34 179 8 36
34 79 8 36
34 79 8 36
34 79 8 36
34 79 8 36
123 4
Heat
Super Alloys
Alloys

Steels

Steels

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

Recommended Cutting Data 3 P073



D938-A3C

3D Internal Coolant Twist Drills for Steel

Solid Carbide Drill

HOLEMAKING TOOLS

=@Eae
son ] "0

LU PL
% (R -——— 8] . o e g
LS LCF 140°
OAL
) Continue
Ordering Code (r'%% LCF OAL ?#6")" LS LU PL Stock Ordering Code (r[%% LCF OAL ?rh\ﬂel\)/l LS LU PL Stock
D938-A3C-0700 7.00 34 79 8 36 235 127 @ D938-A3C-0925 9.25 47 89 10 40 33.1 168 O
D938-A3C-0710 7.10 41 79 8 36 304 129 O D938-A3C-0930 9.30 47 89 10 40 331 169 O
D938-A3C-0720 720 41 79 8 36 302 131 O D938-A3C-0935 9.35 47 89 10 40 33.0 1.70 O
D938-A3C-0730 730 41 79 8 36 30.1 133 O D938-A3C-0940 9.40 47 89 10 40 329 171 O
D938-A3C-0740 7.40 41 79 8 36 299 135 @ D938-A3C-0950 9.50 47 89 10 40 328 1.73 @
D938-A3C-0745 745 41 79 8 36 29.8 136 O D938-A3C-0955 9.55 47 89 10 40 32.7 174 O
D938-A3C-0750 750 41 79 8 36 298 136 @ D938-A3C-0960 9.60 47 89 10 40 326 175 O
D938-A3C-0755 755 41 79 8 36 29.7 137 O D938-A3C-0970 9.70 47 89 10 40 325 177 @
D938-A3C-0760 760 41 79 8 36 296 138 O D938-A3C-0980 9.80 47 89 10 40 323 178 @
D938-A3C-0770 7.70 41 79 8 36 295 140 O D938-A3C-0990 990 47 89 10 40 322 180 O
D938-A3C-0775 7.75 41 79 8 36 294 141 O D938-A3C-1000 10.00 47 89 10 40 32.0 182 @
D938-A3C-0780 7.80 41 79 8 36 293 142 @ D938-A3C-1010 10.10 55 102 12 45 399 184 @
D938-A3C-0790 790 41 79 8 36 292 144 O D938-A3C-1020 10.20 55 102 12 45 39.7 186 @
D938-A3C-0800 800 41 79 8 36 290 146 @ D938-A3C-1025 10.25 55 102 12 45 39.6 187 O
D938-A3C-0810 8.10 47 89 10 40 349 147 O D938-A3C-1030 10.30 55 102 12 45 396 187 @
D938-A3C-0820 820 47 89 10 40 347 149 @ D938-A3C-1040 10.40 55 102 12 45 394 189 @
D938-A3C-0825 825 47 89 10 40 346 150 O D938-A3C-1050 10.50 55 102 12 45 393 191 @
D938-A3C-0830 830 47 89 10 40 346 151 @ D938-A3C-1060 10.60 55 102 12 45 39.1 193 O
D938-A3C-0840 840 47 89 10 40 344 153 @ D938-A3C-1070 10.70 55 102 12 45 39.0 195 O
D938-A3C-0850 850 47 89 10 40 343 155 @ D938-A3C-1080 10.80 55 102 12 45 38.8 197 @
D938-A3C-0860 8.60 47 89 10 40 34.1 157 @ D938-A3C-1085 10.85 55 102 12 45 38.8 197 O
D938-A3C-0870 870 47 89 10 40 34.0 158 @ D938-A3C-1090 10.90 55 102 12 45 387 198 O
D938-A3C-0880 880 47 89 10 40 338 160 @ D938-A3C-1100 11.00 55 102 12 45 385 200 @
D938-A3C-0890 890 47 89 10 40 33.7 162 @ D938-A3C-1110 11.10 55 102 12 45 384 202 O
D938-A3C-0900 9.00 47 89 10 40 335 164 @ D938-A3C-1120 11.20 55 102 12 45 382 2.04 O
D938-A3C-0910 9.10 47 89 10 40 334 166 O D938-A3C-1130 11.30 55 102 12 45 381 2.06 O
D938-A3C-0920 9.20 47 89 10 40 33.2 167 O D938-A3C-1140 11.40 55 102 12 45 379 2.07 O
@ Stock O Available upon Order ~ Note: Accept customization from D2 to D20 tool Unit(mm)
Workpiece Material
B ~m [3 N

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

PH and Forged
Corbon 1 ST Stntess Tom g Aloy TN €Ot Copper Compound Reiant. Tianim Hardened Horden
Alloy Steel  Steels  Stainless eel C[;sztcﬂrfn Cast Iron Aluminium  Alloys Alloys = Material f\ﬁg;}sr Alloys Steels Steels

Steel Alloys
<35HRC 35-48HRC <35HRC 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 ¢ P073
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D938-A3C

3D Internal Coolant Twist Drills for Steel

Solid Carbide Drill

=m0 | P

LU PL
e e g . e
LS LCF 140°
OAL
) Continue
Ordering Code (r?ﬁ) LCF OAL ?#eh)/' LS LU PL Stock  OrderingCode (r?ﬁ) LCF OAL ?PI:AGI\)/I LS LU PL Stock
D938-A3C-1150 11.50 55 102 12 45 37.8 2.09 O D938-A3C-1405 14.05 60 107 14 45 389 256 O
D938-A3C-1160 11.60 55 102 12 45 37.6 211 O D938-A3C-1420 1420 65 115 16 48 43.7 258 @
D938-A3C-1170 1170 55 102 12 45 37.5 213 O D938-A3C-1430 14.30 65 115 16 48 43.6 2.60 O
D938-A3C-1180 11.80 55 102 12 45 37.3 215 @ D938-A3C-1450 14.50 65 115 16 48 433 2.64 @
D938-A3C-1190 11.90 55 102 12 45 37.2 217 O D938-A3C-1460 14.60 65 115 16 48 431 2.66 O
D938-A3C-1200 12.00 55 102 12 45 37.0 218 ® D938-A3C-1470 1470 65 115 16 48 43.0 2.68 O
D938-A3C-1210 12.10 60 107 14 45 419 220 O D938-A3C-1480 14.80 65 115 16 48 42.8 2.69 O
D938-A3C-1220 1220 60 107 14 45 417 222 @ D938-A3C-1500 15.00 65 115 16 48 42.5 2.73 @
D938-A3C-1230 1230 60 107 14 45 41.6 224 O D938-A3C-1520 1520 65 115 16 48 422 277 O
D938-A3C-1250 1250 60 107 14 45 413 227 @ D938-A3C-1530 1530 65 115 16 48 421 278 @
D938-A3C-1260 12.60 60 107 14 45 411 229 O D938-A3C-1550 15.50 65 115 16 48 41.8 2.82 O
D938-A3C-1270 1270 60 107 14 45 41.0 231 O D938-A3C-1570 15.70 65 115 16 48 415 2.86 O
D938-A3C-1280 12.80 60 107 14 45 40.8 233 O D938-A3C-1580 15.80 65 115 16 48 41.3 2.88 @
D938-A3C-1285 12.85 60 107 14 45 40.7 234 O D938-A3C-1600 16.00 65 115 16 48 41.0 291 @
D938-A3C-1300 13.00 60 107 14 45 40.5 237 ® D938-A3C-1650 16.50 73 123 18 48 483 3.00 @
D938-A3C-1310 13.10 60 107 14 45 40.4 238 O D938-A3C-1680 16.80 73 123 18 48 47.8 3.06 O
D938-A3C-1340 13.40 60 107 14 45 39.9 244 O D938-A3C-1690 16.90 73 123 18 48 47.7 3.08 O
D938-A3C-1350 13.50 60 107 14 45 39.8 246 @ D938-A3C-1700 17.00 73 123 18 48 47.5 3.09 O
D938-A3C-1360 13.60 60 107 14 45 39.6 247 O D938-A3C-1750 17.50 73 123 18 48 46.8 3.18 @
D938-A3C-1370 1370 60 107 14 45 39.5 249 O D938-A3C-1770 17.70 73 123 18 48 465 322 O
D938-A3C-1375 13.75 60 107 14 45 39.4 250 O D938-A3C-1780 17.80 73 123 18 48 463 324 O
D938-A3C-1380 13.80 60 107 14 45 39.3 251 O D938-A3C-1800 18.00 73 123 18 48 46.0 328 @
D938-A3C-1400 14.00 60 107 14 45 39.0 255 @ D938-A3C-1830 1830 79 131 20 50 51.6 3.33 O
@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)
Workpiece Material
I m [3 N

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

PHand Gray Cast Forged Heat
S sselootaranstc S3 Co'fzzie e oy ot i ST CoTEend St Tharum e Hardres

Steel ast Iron Alloys Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% @ Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC

O @) @ O O O

© Most Suitable

046 — GESAC

(O Suitable

Recommended Cutting Data 3 P073



Solid Carbide Drill | HOLEMAKING TOOLS

D938-A3C oo [P

3D Internal Coolant Twist Drills for Steel

LU PL
Ls LCF \140°
OAL
) Continue
Ordering Code (Eﬁ) LCF OAL '?,':"6")" LS LU PL Stock
D938-A3C-1850 18.50 79 131 20 50 51.3 3.37 (@)
D938-A3C-1880 18.80 79 131 20 50 50.8 3.42 (@)
D938-A3C-1900 19.00 79 131 20 50 50.5 3.46 (@)
D938-A3C-1930 19.30 79 131 20 50 50.1 3.51 (@)
D938-A3C-1950 19.50 79 131 20 50 49.8 3.55 O
D938-A3C-1960 19.60 79 131 20 50 49.6 3.57 (@)
D938-A3C-1970 19.70 79 131 20 50 49.5 3.59 (@)
D938-A3C-1980 19.80 79 131 20 50 49.3 3.60 (@)
D938-A3C-2000 20.00 79 131 20 50 49.0 3.64 [
@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)

Nominal Size Range 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 +0.007/40.025 | 0.000/-0.011

>18-20 +0.008/+0.029 | 0.000/-0.013

M

12 3

Workpiece Material

1234 5 67 123 12 4 123 4 1 2
PH and Forged
e Gray Cast e Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast X N
Steel,  SteelsToolMartensitic Stainless ) High AllOyAlloys,CastAluminium Copper Compqund Resistant Titanium Hardened Hardened
A Steel Ductile ' Castlron P Alloys = Material =~ Super Alloys Steels Steels
Alloy Steel Steels = Stainless Cast Iron Aluminium  Alloys Alloys
Steel Alloys 4
<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 P073
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D938-A5N ra i 1 €

5D External Coolant Twist Drills for Steel

LU PL
s l 5 _ : .
z - 8 6 s B Do
LS LCF 140°
OAL
Ordering Code (r'%% LCF OAL '?#6")" LS LU PL Stock Ordering Code (r'%% LCF OAL [(’,':"6")" LS LU PL Stock

D938-A5N-0100 100 9 45 4 28 75 018 O D938-A5N-0400 4.00 36 74 6 36 30.0 0.73 @
D938-A5N-0160 160 12 55 4 35 96 029 O D938-A5N-0405 4.05 36 74 6 36 299 0.74 O
D938-A5N-0165 165 12 55 4 35 95 030 O D938-A5N-0410 4.10 36 74 6 36 299 0.75 @
D938-A5N-0190 190 12 55 4 35 92 035 O D938-A5N-0420 420 36 74 6 36 29.7 0.76 @
D938-A5N-0200 2.00 18 62 4 38 15.0 036 @ D938-A5N-0430 430 36 74 6 36 296 0.78 @
D938-A5N-0210 2.10 18 62 4 38 149 038 O D938-A5N-0440 440 36 74 6 36 294 080 O
D938-A5N-0230 230 18 62 4 38 146 042 O D938-A5N-0450 450 36 74 6 36 293 082 @
D938-A5N-0235 235 18 62 4 38 145 043 O D938-A5N-0460 4.60 36 74 6 36 29.1 0.84 O
D938-A5N-0240 240 22 62 4 35 184 044 O D938-A5N-0465 465 36 74 6 36 29.0 085 O
D938-A5N-0250 250 22 62 4 35 183 045 @ D938-A5N-0470 4.70 36 74 6 36 29.0 086 @
D938-A5N-0260 2.60 22 62 4 35 181 047 @ D938-A5N-0480 4.80 44 82 6 36 368 087 @
D938-A5N-0270 2.70 22 62 4 35 18.0 049 O D938-A5N-0490 490 44 82 6 36 36.7 0.89 O
D938-A5N-0280 280 22 62 4 35 178 051 O D938-A5N-0500 5.00 44 82 6 36 365 091 @
D938-A5N-0290 290 22 62 4 35 17.7 0.53 O D938-A5N-0505 5.05 44 82 6 36 364 092 O
D938-A5N-0300 3.00 28 66 6 36 235 055 @ D938-A5N-0510 5.10 44 82 6 36 364 093 @
D938-A5N-0310 3.10 28 66 6 36 234 056 O D938-A5N-0520 520 44 82 6 36 362 095 @
D938-A5N-0315 3.15 28 66 6 36 233 057 O D938-A5N-0530 530 44 82 6 36 36.1 096 @
D938-A5N-0320 3.20 28 66 6 36 232 058 @ D938-A5N-0540 540 44 82 6 36 359 098 O
D938-A5N-0325 325 28 66 6 36 231 059 O D938-A5N-0550 550 44 82 6 36 358 1.00 @
D938-A5N-0330 330 28 66 6 36 231 060 @ D938-A5N-0555 555 44 82 6 36 357 101 O
D938-A5N-0340 340 28 66 6 36 229 062 @ D938-A5N-0560 560 44 82 6 36 356 1.02 @
D938-A5N-0350 350 28 66 6 36 228 0.64 @ D938-A5N-0570 570 44 82 6 36 355 1.04 @
D938-A5N-0360 3.60 28 66 6 36 22,6 0.66 O D938-A5N-0580 580 44 82 6 36 353 1.06 @
D938-A5N-0365 365 28 66 6 36 225 0.66 O D938-A5N-0590 590 44 82 6 36 352 1.07 @
D938-A5N-0370 3.70 28 66 6 36 225 0.67 O D938-A5N-0600 6.00 44 82 6 36 350 1.09 @
D938-A5N-0380 380 36 74 6 36 303 069 O D938-A5N-0610 6.10 53 91 8 36 439 111 O
D938-A5N-0390 390 36 74 6 36 302 071 @ D938-A5N-0620 6.20 53 91 8 36 43.7 113 O
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)
Workpiece Material
B ~m [3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
Carbon Alloy Ferritic/ Stainless Grlar)(/)ﬁ?st High AlloyAlumﬁ]iU|m Cast Copper Compound Relzie;?;nt Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels | Stainless Steel Czl;'fil:lrloen Cast Iron Aluminium  Alloys Alloys = Material iﬁgesr Alloys Steels Steels
Steel Alloys Y
<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 3 P073
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D938-A5N

5D External Coolant Twist Drills for Steel

LU PL
a | S e
LS LCF 140°
OAL
Ordering Code (r'%% LCF OAL '%#6")" LS L PL
D938-A5N-0630 630 53 91 8 36 436 115
D938-A5N-0640 640 53 91 8 36 434 116
D938-A5N-0650 650 53 91 8 36 433 1.18
D938-A5N-0660 6.60 53 91 8 36 43.1 1.20
D938-ASN-0670 670 53 91 8 36 43.0 1.22
D938-A5N-0680 6.80 53 91 8 36 42.8 1.24
D938-A5N-0690 690 53 91 8 36 42.7 1.26
D938-A5N-0700 7.00 53 91 8 36 425 1.27
D938-ASN-0710 7.10 53 91 8 36 424 1.29
D938-A5N-0720 7.20 53 91 8 36 422 131
D938-A5N-0730 7.30 53 91 8 36 42.1 1.33
D938-ASN-0740 7.40 53 91 8 36 419 1.35
D938-ASN-0745 7.45 53 91 8 36 41.8 1.36
D938-A5N-0750 7.50 53 91 8 36 418 1.36
D938-ASN-0755 7.55 53 91 8 36 417 137
D938-A5N-0760 7.60 53 91 8 36 41.6 1.38
D938-ASN-0770 7.70 53 91 8 36 415 1.40
D938-A5N-0780 7.80 53 91 8 36 413 1.42
D938-ASN-0790 7.90 53 91 8 36 412 144
D938-A5N-0800 8.00 53 91 8 36 41.0 1.46
D938-A5N-0810 810 61 103 10 40 489 1.47
D938-A5N-0815 8.15 61 103 10 40 48.8 1.48
D938-A5N-0820 820 61 103 10 40 48.7 1.49
D938-A5N-0830 830 61 103 10 40 486 1.51
D938-A5N-0840 840 61 103 10 40 484 1.53
D938-A5N-0850 850 61 103 10 40 483 1.55
D938-A5N-0860 8.60 61 103 10 40 48.1 1.57

@ Stock O Available upon Order

1234 5
Carbon Alloy
Steel,

Alloy Steel Steels

67

PH

Ferritic/ Stainless
Steels,ToolMartensitic

Stai
St

<35HRC 35-48HRC

© Most Suitable

M

123
and

Steel
nless

eel

<35HRC 35-45HRC Si<12%

(O Suitable

12 3

Gray Cast

Iron,

Ductile Castlron
CastIron

&)
)

Aluminium
Alloys,Cast Aluminium
Aluminium  Alloys

High Alloy

Y

Stock

® 6 O OO OC e e Oe OO O0O0O0LOeOOL eoe o 0 0 06 0 C o

Solid Carbide Drill

Ordering Code

D938-A5N-0870
D938-A5N-0880
D938-A5N-0890
D938-A5N-0900
D938-A5N-0910
D938-A5N-0920
D938-A5N-0925
D938-A5N-0930
D938-A5N-0935
D938-A5N-0940
D938-A5N-0950
D938-A5N-0955
D938-A5N-0960
D938-A5N-0970
D938-A5N-0980
D938-A5N-0990
D938-A5N-1000
D938-A5N-1005
D938-A5N-1010
D938-A5N-1020
D938-A5N-1025
D938-A5N-1030
D938-A5N-1040
D938-A5N-1050
D938-A5N-1060
D938-A5N-1070
D938-A5N-1080

Note: Accept customization from D1 to D20 tool

Workpiece Material

12
Forged

Alloys

Si>12%

3 4

Cast
Alloys

<HB200

Material

HOLEMAKING TOOLS

RN AITIN
DIN nano
6535HA

DMM

LCF OAL (hé) LS

61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
61
71
71
71
71
71
71
71
71
71

103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
103
118
118
118
118
118
118
118
118
118

123
Heat

Super
Alloys

10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
12
12
12
12
12
12
12
12
12

Alloys

40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
45
45
45
45
45
45
45
45
45

LU

48.0
47.8
47.7
47.5
47.4
47.2
47.1
47.1
47.0
46.9
46.8
46.7
46.6
46.5
46.3
46.2
46.0
45.9
55.9
55.7
55.6
55.6
55.4
55.3
55.1
55.0
54.8

) Continue

PL Stock

1.58
1.60
1.62
1.64
1.66
1.67
1.68
1.69
1.70
171
1.73
1.74
1.75
177
1.78
1.80
1.82
1.83
1.84
1.86
1.87
1.87
1.89
191
1.93
1.95
1.97

O ®© @O0 O OO e e e O O OOe e O e e o0

Unit(mm)

Copper Compound Resistant Titanium Hardened Hardened
Steels

Steels

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

Recommended Cutting Data ¢ P073
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A5N ra i 1 €

5D External Coolant Twist Drills for Steel

LU PL
s l 5 _ = .
2 - 8 ; e e e
LS LCF 140°
OAL
) Continue
DC DMM DC DMM

Ordering Code (m7) LCF OAL (h6) LS LU PL Stock Ordering Code (m7) LCF OAL (h6) LS LU PL Stock

D938-A5N-1085 10.85 71 118 12 45 547 197
D938-A5N-1090 10.90 71 118 12 45 54.7 1.98
D938-A5N-1100 11.00 71 118 12 45 545 2.00
D938-A5N-1110 11.10 71 118 12 45 54.4 2.02
D938-A5N-1120 11.20 71 118 12 45 542 2.04
D938-A5N-1130 11.30 71 118 12 45 54.1 2.06
D938-A5N-1140 11.40 71 118 12 45 539 2.07
D938-A5N-1150 11.50 71 118 12 45 53.8 2.09
D938-A5N-1160 11.60 71 118 12 45 536 211
D938-A5N-1170 11.70 71 118 12 45 535 213
D938-A5N-1180 11.80 71 118 12 45 533 215
D938-A5N-1190 1190 71 118 12 45 532 217
D938-A5N-1200 12.00 71 118 12 45 53.0 2.18
D938-A5N-1210 12.10 77 124 14 45 589 2.20
D938-A5N-1220 1220 77 124 14 45 58.7 2.22
D938-A5N-1230 1230 77 124 14 45 586 2.24
D938-A5N-1240 12.40 77 124 14 45 584 2.26
D938-A5N-1250 12.50 77 124 14 45 583 2.27
D938-A5N-1260 12.60 77 124 14 45 58.1 2.29
D938-A5N-1270 12.70 77 124 14 45 58.0 231
D938-A5N-1280 12.80 77 124 14 45 578 2.33
D938-A5N-1290 1290 77 124 14 45 57.7 2.35
D938-A5N-1300 13.00 77 124 14 45 575 237
D938-A5N-1320 13.20 77 124 14 45 57.2 240
D938-A5N-1350 13.50 77 124 14 45 56.8 2.46
D938-A5N-1355 13.55 77 124 14 45 56.7 247
D938-A5N-1370 13.70 77 124 14 45 56.5 249

D938-A5N-1375 13.75 77 124 14 45 56.4 2.50
D938-A5N-1380 13.80 77 124 14 45 56.3 251
D938-A5N-1390 13.90 77 124 14 45 56.2 2.53
D938-A5N-1400 14.00 77 124 14 45 56.0 2.55
D938-A5N-1410 14.10 83 133 16 48 619 2.57
D938-A5N-1420 14.20 83 133 16 48 61.7 2.58
D938-A5N-1430 1430 83 133 16 48 61.6 2.60
D938-A5N-1450 14.50 83 133 16 48 61.3 2.64
D938-A5N-1460 14.60 83 133 16 48 61.1 2.66
D938-A5N-1480 14.80 83 133 16 48 60.8 2.69
D938-A5N-1500 15.00 83 133 16 48 60.5 2.73
D938-A5N-1510 15.10 83 133 16 48 60.4 2.75
D938-A5N-1525 1525 83 133 16 48 60.1 2.78
D938-A5N-1550 15.50 83 133 16 48 59.8 2.82
D938-A5N-1570 15.70 83 133 16 48 59.5 2.86
D938-A5N-1580 15.80 83 133 16 48 593 2.88
D938-A5N-1600 16.00 83 133 16 48 59.0 291
D938-A5N-1650 16.50 93 143 18 48 68.3 3.00
D938-A5N-1660 16.60 93 143 18 48 68.1 3.02
D938-A5N-1680 16.80 93 143 18 48 67.8 3.06
D938-A5N-1695 16.95 93 143 18 48 67.6 3.08
D938-A5N-1700 17.00 93 143 18 48 67.5 3.09
D938-A5N-1730 17.30 93 143 18 48 67.1 3.15
D938-A5N-1750 17.50 93 143 18 48 66.8 3.18
D938-A5N-1780 17.80 93 143 18 48 66.3 3.24
D938-A5N-1795 17.95 93 143 18 48 66.1 3.27
D938-A5N-1800 18.00 93 143 18 48 66.0 3.28

C0OeOC @O e@O e e O e e Oe OCe e e e OO OO e oo
C/l0O0C @0 @ OO e e e OO OO0 e e e e e O oo

@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)

Workpiece Material

B ~m [§ N
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PH and Forged
- Gray Cast L Heat
Carbon Alloy Ferritic/ Stainless  lron, High AlloyAlumInIU|m Cast Copper Compound Resistant Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels | Stainless Steel Czl;'fil:lrloen Cast Iron Aluminium  Alloys Alloys = Material iﬁgesr Alloys Steels Steels
Steel Alloys Y
<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 3 P073
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Solid Carbide Drill | HOLEMAKING TOOLS

D938-A5N = o B 0

5D External Coolant Twist Drills for Steel

LU PL
: | 2
a I oSS a
LS LCF 140°
OAL
) Continue
Ordering Code (r'%% LCF OAL '?,':"6")" LS LU PL Stock
D938-A5N-1850 18.50 101 153 20 50 73.3 3.37 O
D938-A5N-1860 18.60 101 153 20 50 73.1 3.38 O
D938-A5N-1900 19.00 101 153 20 50 72.5 3.46 O
D938-A5N-1950 19.50 101 153 20 50 71.8 3.55 [}
D938-A5N-2000 20.00 101 153 20 50 71.0 3.64 O
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)
Nominal Size Range 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

A ~m [ N H [
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PH and Forged
e Gray Cast e Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast A N
Steel,  SteelsToolMartensitic Stainless Iron, High AllOyAlloys,CastAluminium Copper Compqund Resistant Titanium Hardened Hardened
A Steel Ductile ' Castlron P Alloys = Material =~ Super Alloys Steels Steels
Alloy Steel  Steels = Stainless Cast Iron Aluminium  Alloys Alloys
Steel Alloys 4
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) @) O O O
© Most Suitable O Suitable Recommended Cutting Data 3 P073

GESAC _ 051




114d °piqJel pljos x>

HOLEMAKING TOOLS | Solid Carbide Drill

D938-A5C

5D Internal Coolant Twist Drills for Steel

=E0en
nano

OAL

DC DMM

Ordering Code (DS LcF oL RN 1s LU PL  stock Ordering Code 2 DMM

D938-A5C-0200 2.00 18 62 4 38 150 036 O D938-A5C-0480 4.80 44 82 6 36 368 087 @
D938-A5C-0250 250 22 62 4 35 183 045 O D938-A5C-0490 490 44 82 6 36 36.7 089 @
D938-A5C-0260 2.60 22 62 4 35 181 047 O D938-A5C-0500 5.00 44 82 6 36 365 091 @
D938-A5C-0280 2.80 22 62 4 35 178 051 O D938-A5C-0505 505 44 82 6 36 364 092 O
D938-A5C-0300 3.00 28 66 6 36 235 055 @ D938-A5C-0510 5.10 44 82 6 36 364 093 @
D938-A5C-0305 3.05 28 66 6 36 234 056 @ D938-A5C-0520 5.20 44 82 6 36 36.2 095 @
D938-A5C-0310 3.10 28 66 6 36 234 056 @ D938-A5C-0530 530 44 82 6 36 361 09 @
D938-A5C-0320 3.20 28 66 6 36 232 058 @ D938-A5C-0540 540 44 82 6 36 359 098 @
D938-A5C-0325 325 28 66 6 36 231 059 O D938-A5C-0550 550 44 82 6 36 358 1.00 @
D938-A5C-0330 330 28 66 6 36 231 060 @ D938-A5C-0555 555 44 82 6 36 357 101 @
D938-A5C-0340 340 28 66 6 36 229 062 @ D938-A5C-0560 560 44 82 6 36 356 1.02 @
D938-A5C-0350 350 28 66 6 36 228 064 @ D938-A5C-0570 570 44 82 6 36 355 1.04 @
D938-A5C-0360 3.60 28 66 6 36 226 0.66 @ D938-A5C-0580 5.80 44 82 6 36 353 106 @
D938-A5C-0365 365 28 66 6 36 225 066 O D938-A5C-0590 590 44 82 6 36 352 1.07 @
D938-A5C-0370 3.70 28 66 6 36 225 067 @ D938-A5C-0600 6.00 44 82 6 36 350 1.09 @
D938-A5C-0380 3.80 36 74 6 36 303 069 @ D938-A5C-0605 6.05 44 82 6 36 349 110 O
D938-A5C-0390 390 36 74 6 36 302 071 @ D938-A5C-0610 6.10 53 91 8 36 439 111 @
D938-A5C-0400 4.00 36 74 6 36 30.0 073 @ D938-A5C-0620 620 53 91 8 36 437 113 @
D938-A5C-0405 4.05 36 74 6 36 299 074 O D938-A5C-0630 630 53 91 8 36 436 115 @
D938-A5C-0410 4.10 36 74 6 36 299 075 @ D938-A5C-0640 6.40 53 91 8 36 434 116 O
D938-A5C-0420 420 36 74 6 36 297 0.76 @ D938-A5C-0650 6.50 53 91 8 36 433 118 @
D938-A5C-0430 430 36 74 6 36 296 078 @ D938-A5C-0660 6.60 53 91 8 36 431 120 @
D938-A5C-0440 4.40 36 74 6 36 294 080 @ D938-A5C-0670 6.70 53 91 8 36 43.0 122 @
D938-A5C-0450 450 36 74 6 36 293 082 @ D938-A5C-0680 6.80 53 91 8 36 428 124 @
D938-A5C-0460 460 36 74 6 36 291 0.84 @ D938-A5C-0690 6.90 53 91 8 36 427 126 @
D938-A5C-0465 465 36 74 6 36 290 085 @ D938-A5C-0700 7.00 53 91 8 36 425 127 @
D938-A5C-0470 470 36 74 6 36 290 08 @ D938-A5C-0705 7.05 53 91 8 36 424 128 O
@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)
Workpiece Material
B ~m [3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
Carbon Alloy Ferritic/ Stainless Gr?l}(/)g,ast High AuoyAlumﬁ]ium Cast Copper Compound Re':ii?z:nt Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel Cglsjtcfll’t)en CastIron Aluminium|  Alloys Alloys = Material f\ﬁgesr Alloys Steels Steels
Steel Alloys 4
<35HRC 35-48HRC <35HRC 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 3 P073
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D938-A5C

5D Internal Coolant Twist Drills for Steel

Solid Carbide Drill |

HOLEMAKING TOOLS

mERRI AITIN
DIN nano
6535HA

40
40
40
40
40
40
40
40
40
40
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45

LU

47.0
46.9
46.8
46.7
46.6
46.5
46.3
46.2
46.0
45.9
55.9
55.7
55.6
55.6
55.4
55.3
55.1
55.0
54.8
54.7
54.7
54.5
54.4
54.2
54.1
53.9
53.8

) Continue

PL Stock

1.70
171
1.73
1.74
1.75
177
1.78
1.80
1.82
1.83
1.84
1.86
1.87
1.87
1.89
191
1.93
1.95
1.97
1.97
1.98
2.00
2.02
2.04
2.06
2.07
2.09

® 6 O 0606 CO O 006 O 060606 O 006 0 0 0 006 OO 0 0

Unit(mm)

Steels

Steels

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

LU PL
2 o= e LIS oSS o ;
Sl e Nt S
LS LCF -/ 140°
OAL
Ordering Code (r'%% LCF OAL '?#6")" LS LU PL Stock Ordering Code (r'%% LCF OAL '?#6")" LS
D938-A5C-0710 7.10 53 91 8 36 424 129 @ D938-A5C-0935 9.35 61 103 10
D938-A5C-0720 7.20 53 91 8 36 422 131 O D938-A5C-0940 9.40 61 103 10
D938-A5C-0730 730 53 91 8 36 421 133 O D938-A5C-0950 9.50 61 103 10
D938-A5C-0740 7.40 53 91 8 36 419 135 @ D938-A5C-0955 9.55 61 103 10
D938-A5C-0745 7.45 53 91 8 36 418 136 @ D938-A5C-0960 9.60 61 103 10
D938-A5C-0750 750 53 91 8 36 418 136 @ D938-A5C-0970 9.70 61 103 10
D938-A5C-0755 755 53 91 8 36 41.7 137 O D938-A5C-0980 9.80 61 103 10
D938-A5C-0760 7.60 53 91 8 36 416 138 O D938-A5C-0990 9.90 61 103 10
D938-A5C-0770 7.70 53 91 8 36 415 140 O D938-A5C-1000 10.00 61 103 10
D938-A5C-0780 780 53 91 8 36 413 142 @ D938-A5C-1005 10.05 61 103 10
D938-A5C-0790 790 53 91 8 36 412 144 @ D938-A5C-1010 10.10 71 118 12
D938-A5C-0800 800 53 91 8 36 410 146 @ D938-A5C-1020 10.20 71 118 12
D938-A5C-0805 805 53 91 8 36 409 146 O D938-A5C-1025 10.25 71 118 12
D938-A5C-0810 8.10 61 103 10 40 489 147 @ D938-A5C-1030 10.30 71 118 12
D938-A5C-0820 8.20 61 103 10 40 487 149 O D938-A5C-1040 10.40 71 118 12
D938-A5C-0830 830 61 103 10 40 486 151 @ D938-A5C-1050 10.50 71 118 12
D938-A5C-0840 8.40 61 103 10 40 484 153 @ D938-A5C-1060 10.60 71 118 12
D938-A5C-0850 850 61 103 10 40 483 155 @ D938-A5C-1070 10.70 71 118 12
D938-A5C-0860 8.60 61 103 10 40 48.1 157 @ D938-A5C-1080 10.80 71 118 12
D938-A5C-0870 8.70 61 103 10 40 48.0 1.58 @ D938-A5C-1085 10.85 71 118 12
D938-A5C-0880 8.80 61 103 10 40 478 160 @ D938-A5C-1090 1090 71 118 12
D938-A5C-0890 890 61 103 10 40 47.7 162 @ D938-A5C-1100 11.00 71 118 12
D938-A5C-0900 9.00 61 103 10 40 475 164 @ D938-A5C-1110 11.10 71 118 12
D938-A5C-0910 9.10 61 103 10 40 47.4 166 @ D938-A5C-1120 11.20 71 118 12
D938-A5C-0920 9.20 61 103 10 40 47.2 167 O D938-A5C-1130 11.30 71 118 12
D938-A5C-0925 9.25 61 103 10 40 47.1 168 O D938-A5C-1140 11.40 71 118 12
D938-A5C-0930 9.30 61 103 10 40 47.1 169 @ D938-A5C-1150 11.50 71 118 12
@ Stock O Available upon Order ~ Note: Accept customization from D2 to D20 tool
Workpiece Material
@ ~m [3 N
1234 5 67 123 12 3 12 3 4 5 123 4
PH and Forged
CorBOn 00T Statss Tom. g Aloy T SO Copper Compound Reisan Tianium Hardend Harcent
Alloy Steel Steels  Stainless s szﬁlrt)en Castlron Aluminium  Alloys Alloys | Material iﬁg;sr Alloys
Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12%  Si>12% <HB200
© © © O O O
© Most Suitable (O Suitable

Recommended Cutting Data ¢ P073

GESAC _ 053

114@ spiqJel pljos >



114d °piqJel pljos x>

HOLEMAKING TOOLS | Solid Carbide Drill

D938-A5C

5D Internal Coolant Twist Drills for Steel

=E0en
nano

OAL

) Continue

Ordering Code (r?ﬁ) LCF OAL ?#eh)/' LS LU PL Stock  Ordering Code (r'%% LCF OAL [(’,':"6")" LS LU PL Stock
D938-A5C-1160 11.60 71 118 12 45 53.6 2.11
D938-A5C-1170 1170 71 118 12 45 53.5 2.13
D938-A5C-1180 11.80 71 118 12 45 533 2.15
D938-A5C-1190 11.90 71 118 12 45 532 2.17
D938-A5C-1200 12.00 71 118 12 45 530 2.18
D938-A5C-1205 12.05 71 118 12 45 529 2.19
D938-A5C-1210 12.10 77 124 14 45 589 220
D938-A5C-1220 1220 77 124 14 45 587 222
D938-A5C-1230 1230 77 124 14 45 586 224
D938-A5C-1240 12.40 77 124 14 45 584 226
D938-A5C-1250 1250 77 124 14 45 583 227
D938-ASC-1260 12.60 77 124 14 45 581 2.29
D938-ASC-1270 1270 77 124 14 45 580 2.31
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-1300 13.00 77 124 14 45 57.5 237
D938-A5C-1310 13.10 77 124 14 45 57.4 238
D938-A5C-1320 1320 77 124 14 45 57.2 2.40
D938-ASC-1325 1325 77 124 14 45 57.1 2.41
D938-A5C-1330 1330 77 124 14 45 57.1 2.42
D938-A5C-1350 13.50 77 124 14 45 56.8 2.46
D938-A5C-1360 13.60 77 124 14 45 56.6 2.47
D938-A5C-1370 1370 77 124 14 45 56.5 2.49
D938-ASC-1380 13.80 77 124 14 45 563 2.51
D938-A5C-1300 1390 77 124 14 45 562 2.53
D938-ASC-1400 14.00 77 124 14 45 56.0 2.55
D938-A5C-1410 14.10 83 133 16 48 619 2.57

D938-A5C-1420 14.20 83 133 16 48 61.7 2.58
D938-A5C-1430 14.30 83 133 16 48 61.6 2.60
D938-A5C-1440 14.40 83 133 16 48 614 262
D938-A5C-1450 14.50 83 133 16 48 613 2.64
D938-A5C-1460 14.60 83 133 16 48 61.1 2.66
D938-A5C-1470 14.70 83 133 16 48 61.0 2.68
D938-A5C-1480 14.80 83 133 16 48 60.8 2.69
D938-A5C-1500 15.00 83 133 16 48 60.5 2.73
D938-A5C-1510 15.10 83 133 16 48 60.4 2.75
D938-A5C-1520 15.20 83 133 16 48 60.2 2.77
D938-A5C-1530 1530 83 133 16 48 60.1 2.78
D938-A5C-1550 15.50 83 133 16 48 59.8 2.82
D938-A5C-1570 15.70 83 133 16 48 59.5 2.86
D938-A5C-1580 15.80 83 133 16 48 59.3 2.88
D938-A5C-1600 16.00 83 133 16 48 59.0 2.91
D938-A5C-1650 16.50 93 143 18 48 68.3 3.00
D938-A5C-1670 16.70 93 143 18 48 68.0 3.04
D938-A5C-1680 16.80 93 143 18 48 67.8 3.06
D938-A5C-1690 16.90 93 143 18 48 67.7 3.08
D938-A5C-1700 17.00 93 143 18 48 67.5 3.09
D938-A5C-1720 17.20 93 143 18 48 67.2 3.13
D938-A5C-1730 17.30 93 143 18 48 67.1 3.15
D938-A5C-1750 17.50 93 143 18 48 66.8 3.18
D938-A5C-1770 17.70 93 143 18 48 66.5 3.22
D938-A5C-1780 17.80 93 143 18 48 66.3 3.24
D938-A5C-1800 18.00 93 143 18 48 66.0 3.28
D938-A5C-1850 18.50 101 153 20 50 73.3 3.37

C®eOC @@ O @@ OO0 00 eoOoe o e o Oe e e e e o6 O
® @ OO @O0 @000 e e O Oee e 06 ©C OO OO e

@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)

Workpiece Material

B ~m [§ N
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PH and Forged
" Gray Cast L Heat
Carbon Alloy Ferritic/ Stainless  lron, High AlloyAlU|mInIU|m Cast Copper Compound Resistant Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel Czlsj'fil:lri)en Cast Iron Aluminium  Alloys Alloys = Material iﬁgesr Alloys Steels Steels
Steel Alloys Y
<35HRC 35-48HRC <35HRC 35-45HRC Si<12%  Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) © O O O O
© Most Suitable (O Suitable Recommended Cutting Data 3 P073

054 _ GESAC



Solid Carbide Drill | HOLEMAKING TOOLS

D938-A5C =l o |

5D Internal Coolant Twist Drills for Steel

OAL
) Continue
Ordering Code (r?]cn LCF OAL '%::"6")" LS LU PL Stock
D938-A5C-1860 18.60 101 153 20 50 73.1 3.38 O
D938-A5C-1880 18.80 101 153 20 50 72.8 3.42 [ ]
D938-A5C-1900 19.00 101 153 20 50 72.5 3.46 [
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-1980 19.80 101 153 20 50 713 3.60 @)
D938-A5C-2000 20.00 101 153 20 50 71.0 3.64 [ ]
@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)
Nominal Size Range ~ DC(m7) DMM(h6)
>3 +0.002/+0.012 | 0.000/-0.006
>3-6 +0.004/+0.016 | 0.000/-0.008
>6-10 +0.006/+40.021 | 0.000/-0.009
>10-18 +0.007/+40.025 | 0.000/-0.011
>18-20 +0.008/+40.029 | 0.000/-0.013

Workpiece Material

A ~m [ N H [
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PH and Forged
e Gray Cast e Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast A N
Steel,  SteelsToolMartensitic Stainless Iron, High AllOyAlloys,CastAluminium Copper Compqund Resistant Titanium Hardened Hardened
A Steel Ductile ' Castlron P Alloys = Material =~ Super Alloys Steels Steels
Alloy Steel  Steels = Stainless Cast Iron Aluminium  Alloys Alloys
Steel Alloys 4
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
@) ©) O O O O
© Most Suitable O Suitable Recommended Cutting Data 3 P073

GESAC _ 055
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A8C = oo | P

8D Internal Coolant Twist Drills for Steel

LU PL

DC|

LS LCF
OAL

140°

Ordering Code (r'%c?) LCF OAL [(’r':"e")" LS LU PL Stock Ordering Code (r?q% LCF OAL '?#6")" LS LU PL Stock

D938-A8C-0280 2.80 31 66 4 30 268 051 @ D938-A8C-0540 540 57 95 6 36 489 098 O
D938-A8C-0290 290 31 66 4 30 26.7 053 O D938-A8C-0550 550 57 95 6 36 488 1.00 @
D938-A8C-0300 3.00 34 72 6 36 295 055 @ D938-A8C-0560 5.60 57 95 6 36 486 1.02 O
D938-A8C-0310 3.10 34 72 6 36 294 056 O D938-A8C-0570 5.70 57 95 6 36 485 1.04 O
D938-A8C-0320 3.20 34 72 6 36 292 058 O D938-A8C-0580 580 57 95 6 36 483 106 O
D938-A8C-0325 325 34 72 6 36 291 059 O D938-A8C-0590 5.90 57 95 6 36 482 107 @
D938-A8C-0330 330 34 72 6 36 291 060 @ D938-A8C-0600 6.00 57 95 6 36 48.0 109 @
D938-A8C-0340 340 34 72 6 36 289 062 O D938-A8C-0610 6.10 76 114 8 36 669 111 O
D938-A8C-0350 350 34 72 6 36 288 064 @ D938-A8C-0620 6.20 76 114 8 36 66.7 1.13 @
D938-A8C-0360 3.60 34 72 6 36 286 066 @ D938-A8C-0630 6.30 76 114 8 36 666 115 O
D938-A8C-0370 3.70 34 72 6 36 285 067 O D938-A8C-0640 6.40 76 114 8 36 664 116 O
D938-A8C-0380 380 43 81 6 36 373 069 O D938-A8C-0650 6.50 76 114 8 36 663 118 @
D938-A8C-0390 390 43 81 6 36 372 0.71 O D938-A8C-0660 6.60 76 114 8 36 66.1 120 O
D938-A8C-0400 4.00 43 81 6 36 370 073 @ D938-A8C-0670 6.70 76 114 8 36 66.0 1.22 O
D938-A8C-0410 4.10 43 81 6 36 369 075 @ D938-A8C-0680 6.80 76 114 8 36 658 124 @
D938-A8C-0420 420 43 81 6 36 36.7 0.76 @ D938-A8C-0690 6.90 76 114 8 36 657 126 O
D938-A8C-0430 430 43 81 6 36 366 078 @ D938-A8C-0700 7.00 76 114 8 36 655 127 @
D938-A8C-0440 440 43 81 6 36 364 080 O D938-A8C-0710 7.10 76 114 8 36 654 129 O
D938-A8C-0450 450 43 81 6 36 363 082 @ D938-A8C-0720 7.20 76 114 8 36 652 131 O
D938-A8C-0460 4.60 43 81 6 36 361 084 @ D938-A8C-0730 7.30 76 114 8 36 65.1 133 O
D938-A8C-0470 4.70 43 81 6 36 36.0 086 O D938-A8C-0740 7.40 76 114 8 36 649 135 O
D938-A8C-0480 4.80 57 95 6 36 498 087 O D938-A8C-0750 7.50 76 114 8 36 64.8 136 O
D938-A8C-0490 4.90 57 95 6 36 49.7 089 O D938-A8C-0760 7.60 76 114 8 36 64.6 138 O
D938-A8C-0500 5.00 57 95 6 36 495 091 @ D938-A8C-0770 7.70 76 114 8 36 645 140 O
D938-A8C-0510 5.10 57 95 6 36 494 093 @ D938-A8C-0780 7.80 76 114 8 36 643 142 @
D938-A8C-0520 5.20 57 95 6 36 492 095 @ D938-A8C-0790 7.90 76 114 8 36 64.2 144 O
D938-A8C-0530 530 57 95 6 36 491 09 O D938-A8C-0800 8.00 76 114 8 36 64.0 146 @
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Workpiece Material
B ~m [3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
Carbon Alloy Ferritic/ Stainless Grlar)(/)g’ast High AlloyAlU|m§1iU|m Cast Copper Compound Re:es?;nt Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel Czlsj'fil:ll‘i)en Cast Iron Aluminium  Alloys Alloys = Material iﬁgesr Alloys Steels Steels
Steel Alloys Y
<35HRC 35-48HRC <35HRC 35-45HRC Si<12%  Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) © O O O O
© Most Suitable (O Suitable Recommended Cutting Data 3 P075

056 — GESAC



D938-A8C

8D Internal Coolant Twist Drills for Steel

LU

PL

|

LS

LCF

OAL

Ordering Code

D938-A8C-0810
D938-A8C-0820
D938-A8C-0830
D938-A8C-0840
D938-A8C-0850
D938-A8C-0860
D938-A8C-0870
D938-A8C-0880
D938-A8C-0890
D938-A8C-0900
D938-A8C-0910
D938-A8C-0920
D938-A8C-0930
D938-A8C-0940
D938-A8C-0950
D938-A8C-0960
D938-A8C-0970
D938-A8C-0980
D938-A8C-0990
D938-A8C-1000
D938-A8C-1010
D938-A8C-1020
D938-A8C-1030
D938-A8C-1040
D938-A8C-1050
D938-A8C-1060
D938-A8C-1080

@ Stock O Available upon Order

DC
(m7)
8.10
8.20
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

10.30

10.40

10.50

10.60

10.80

1234 5
Carbon Alloy
Steel,

Alloy Steel Steels

67

95
95
95
95
95
95
95
95
95
95
95
95
95
95
95
95
95
95
95
95
114
114
114
114
114
114
114

PH and

Ferritic/ Stainless
Steels,ToolMartensitic

Stainle:
Steel

<35HRC 35-48HRC

© Most Suitable

O

SS

(O Suitable

142
142
142
142
142
142
142
142
142
142
142
142
142
142
142
142
142
142
142
142
162
162
162
162
162
162
162

DMM
LCF OAL (h6) LS

10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
12
12
12
12
12
12
12

LU

40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
45
45
45
45
45
45
45

82.9
82.7
82.6
82.4
82.3
82.1
82.0
81.8
81.7
81.5
81.4
81.2
81.1
80.9
80.8
80.6
80.5
80.3
80.2
80.0
98.9
98.7
98.6
98.4
98.3
98.1
97.8

1.47
1.49
1.51
1.53
1.55
1.57
1.58
1.60
1.62
1.64
1.66
1.67
1.69
171
1.73
1.75
177
1.78
1.80
1.82
1.84
1.86
1.87
1.89
191
1.93
1.97

140°

PL Stock

® O O0Oe O e@O 000 eO0CeOe e Oe OCe e e O

Solid Carbide Drill |

Ordering Code

D938-A8C-1090
D938-A8C-1100
D938-A8C-1120
D938-A8C-1130
D938-A8C-1140
D938-A8C-1150
D938-A8C-1160
D938-A8C-1170
D938-A8C-1180
D938-A8C-1190
D938-A8C-1200
D938-A8C-1210
D938-A8C-1220
D938-A8C-1230
D938-A8C-1240
D938-A8C-1250
D938-A8C-1270
D938-A8C-1280
D938-A8C-1290
D938-A8C-1300
D938-A8C-1350
D938-A8C-1380
D938-A8C-1400
D938-A8C-1420
D938-A8C-1430
D938-A8C-1450
D938-A8C-1460

Note: Accept customization from D3 to D20 tool

M

123

Steel

G

12 3

ray Cast
Iron,  High Alloy
Ductile Castlron

Cast Iron

Workpiece Material

12

Forged
Aluminium

Alloys,Cast Aluminium
Aluminium  Alloys

Alloys

<35HRC 35-45HRC Si<12%

&) @)
) )

Si>12%

3 4

Cast
Alloys

<HB200

Material

LCF

114
114
114
114
114
114
114
114
114
114
114
133
133
133
133
133
133
133
133
133
133
133
133
152
152
152
152

HOLEMAKING TOOLS

RRI AITIN
DIN nano
6535HA

OAL ?ﬁgf LS
162 12
162 12
162 12
162 12
162 12
162 12
162 12
162 12
162 12
162 12
162 12
182 14
182 14
182 14
182 14
182 14
182 14
182 14
182 14
182 14
182 14
182 14
182 14
203 16
203 16
203 16
203 16

45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
48
48
48
48

123 4

Heat

Alloys

Alloys

LU

97.7
97.5
97.2
97.1
96.9
96.8
96.6
96.5
96.3
96.2
96.0
114.9
114.7
114.6
114.4
114.3
114.0
113.8
113.7
1135
112.8
112.3
112.0
130.7
130.6
130.3
130.1

Steels

e e el

) Continue

PL Stock

1.98
2.00
2.04
2.06
2.07
2.09
211
2.13
2.15
2.17
2.18
2.20
222
2.24
2.26
2.27
231
2.33
2.35
2.37
2.46
2.51
2.55
2.58
2.60
2.64
2.66

O 000 e O e e OO OO0 OO e C e OO 0| e o

Unit(mm)

Copper Compound Resistant Titanium Hardened Hardened
Super

Steels

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

Recommended Cutting Data 3 P075

GESAC _ 057
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A8C

8D Internal Coolant Twist Drills for Steel

‘ LU . PL
< I J )8 P S — "3“‘-__. ‘Sﬁm‘:
(=
LS LCF
140°
OAL
) Continue
Ordering Code (S, LCF OAL OM Ls LU PL Stk oOrderingCode (DS, LcF oaL QMM Ls LU PL stock
D938-A8C-1470 14.70 152 203 16 48 130.0 268 O D938-A8C-1670 16.70 171 222 18 48 146.0 3.04 O
D938-A8C-1480 14.80 152 203 16 48 1298 269 O D938-A8C-1700 17.00 171 222 18 48 1455 3.09 O
D938-A8C-1500 15.00 152 203 16 48 1295 273 @ D938-A8C-1750 17.50 171 222 18 48 1448 3.18 O
D938-A8C-1520 15.20 152 203 16 48 1292 2.77 O D938-A8C-1780 17.80 171 222 18 48 1443 324 O
D938-A8C-1530 15.30 152 203 16 48 129.1 2.78 O D938-A8C-1800 18.00 171 222 18 48 1440 328 @
D938-A8C-1550 15.50 152 203 16 48 1288 2.82 O D938-A8C-1850 18.50 190 243 20 50 1623 3.37 O
D938-A8C-1580 15.80 152 203 16 48 1283 288 O D938-A8C-1900 19.00 190 243 20 50 1615 346 O
D938-A8C-1590 1590 152 203 16 48 1282 289 O D938-A8C-1950 19.50 190 243 20 50 160.8 3.55 O
D938-A8C-1600 16.00 152 203 16 48 1280 291 @ D938-A8C-2000 20.00 190 243 20 50 160.0 3.64 O
D938-A8C-1650 16.50 171 222 18 48 1463 3.00 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range 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
PH and Forged
" Gray Cast L Heat
Carbon Alloy Ferritic/ Stainless  lron, High AlloyAlU|mInIU|m Cast Copper Compound Resistant Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel Czl;'fil:li‘i)en Cast Iron Aluminium  Alloys Alloys = Material iﬁg;sr Alloys Steels Steels
Steel Alloys
<35HRC 35-48HRC <35HRC 35-45HRC Si<12%  Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) ©) © O O O
© Most Suitable (O Suitable Recommended Cutting Data 3 P075

058 _ GESAC



D938-A12C

12D Twist deep Drills for Steel

Solid Carbide Drill |

HOLEMAKING TOOLS

) AITIN
DIN nano
6535HA

‘ LU . PL
< | _ | ) A
E _—— _—— =< ) 9 T e S S — e
LS LCF 135°
OAL
Ordering Code (r'%% LCF OAL [(’,':"6'\)" LS LU PL Stock Ordering Code (r?ﬁ) LCF OAL ?#6“)" LS LU PL Stock
D938-A12C-0300 3.00 54 92 6 36 495 0.62 O D938-A12C-0700 7.00 110 148 8 36 995 145 O
D938-A12C-0330 330 54 92 6 36 49.1 0.68 O D938-A12C-0800 8.00 110 148 8 36 98.0 1.66 O
D938-A12C-0350 3.50 54 92 6 36 488 0.72 O D938-A12C-0850 8.50 138 180 10 40 1253 1.76 O
D938-A12C-0380 3.80 64 102 6 36 583 0.79 O D938-A12C-0870 8.70 138 180 10 40 125.0 1.80 O
D938-A12C-0390 3.90 64 102 6 36 582 0.81 O D938-A12C-0900 9.00 138 180 10 40 1245 186 O
D938-A12C-0400 4.00 64 102 6 36 58.0 0.83 @ D938-A12C-0950 9.50 138 180 10 40 1238 1.97 O
D938-A12C-0420 4.20 64 102 6 36 57.7 0.87 O D938-A12C-1000 10.00 138 180 10 40 123.0 2.07 @
D938-A12C-0430 4.30 64 102 6 36 57.6 0.89 O D938-A12C-1050 10.50 158 206 12 45 1423 2.17 O
D938-A12C-0450 4.50 64 102 6 36 57.3 093 O D938-A12C-1100 11.00 158 206 12 45 1415 228 O
D938-A12C-0460 4.60 64 102 6 36 57.1 0.95 O D938-A12C-1180 11.80 158 206 12 45 1403 244 O
D938-A12C-0470 4.70 64 102 6 36 57.0 097 O D938-A12C-1200 12.00 158 206 12 45 140.0 249 O
D938-A12C-0480 4.80 83 121 6 36 758 0.99 O D938-A12C-1250 12.50 182 230 14 45 1633 259 O
D938-A12C-0500 5.00 83 121 6 36 755 1.04 O D938-A12C-1300 13.00 182 230 14 45 1625269 O
D938-A12C-0550 5.50 83 121 6 36 748 114 O D938-A12C-1400 14.00 182 230 14 45 161.0 290 O
D938-A12C-0600 6.00 83 121 6 36 740 124 O D938-A12C-1450 14.50 208 260 16 48 186.3 3.00 O
D938-A12C-0610 6.10 110 148 8 36 1009 1.26 @ D938-A12C-1500 15.00 208 260 16 48 1855 3.11 O
D938-A12C-0650 6.50 110 148 8 36 1003 1.35 O D938-A12C-1600 16.00 208 260 16 48 184.0 3.31 O
D938-A12C-0680 6.80 110 148 8 36 99.8 141 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D16 tool Unit(mm)
Note: Deep hole drilling D938-A3C use same specification as the guide drill N°mi”a>'3siz6e RENES 05)5/(2.7312 02)“(;'()%’4‘&
>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
B ~m [3 N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
Corbon 1 ST Stntess Tom g Aloy TN €Ot Copper Compound Reiant. Tianim Hardened Horden
Alloy Steel  Steels  Stainless eel C[;sztcﬂrfn Cast Iron Aluminium  Alloys Alloys = Material f\ﬁg;}sr Alloys Steels Steels
Steel Alloys
<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 3 P075

GESAC _ 059
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A15C uwm == 1sof P

15D Twist deep Drills for Steel

) LU . PL
g D\L; =S = v\\'{’ : | o e R " S — __-__x_,_:____“ ,‘3:;_:3
LS LCF 135°

OAL

Ordering Code  (OS) LcF OAL QM Ls LU PL Stock  OrderingCode (%) LcF oaL QYN Ls LU PL stock
D938-A15C-0300 3.00 55 95 6 36 505 062 O D938-A15C-0750 7.50 143 183 8 36 1318 1.55 O
D938-A15C-0330 3.30 67 106 6 36 62.1 0.68 O D938-A15C-0800 8.00 143 183 8 36 131.0 1.66 O
D938-A15C-0350 3.50 76 116 6 36 70.8 0.72 O D938-A15C-0850 8.50 160 204 10 40 1473 1.76 O
D938-A15C-0400 4.00 76 116 6 36 70.0 0.83 O D938-A15C-0900 9.00 160 204 10 40 1465 1.86 O
D938-A15C-0420 4.20 93 133 6 36 86.7 0.87 O D938-A15C-0950 9.50 177 221 10 40 1628 1.97 O
D938-A15C-0450 4.50 93 133 6 36 86.3 093 O D938-A15C-1000 10.00 177 221 10 40 162.0 2.07 @
D938-A15C-0500 5.00 93 133 6 36 855 1.04 O D938-A15C-1050 10.50 198 247 12 45 1823 2.17 O
D938-A15C-0510 5.10 110 150 6 36 1024 1.06 O D938-A15C-1100 11.00 198 247 12 45 1815 228 O
D938-A15C-0550 5.50 110 150 6 36 101.8 1.14 O D938-A15C-1200 12.00 214 263 12 45 196.0 249 O
D938-A15C-0600 6.00 110 150 6 36 101.0 1.24 @ D938-A15C-1250 12.50 248 297 14 45 2293 2.59 O
D938-A15C-0650 6.50 127 167 8 36 1173 1.35 O D938-A15C-1300 13.00 248 297 14 45 2285 269 O
D938-A15C-0680 6.80 127 167 8 36 1168 141 O D938-A15C-1400 14.00 248 297 14 45 227.0 290 O
D938-A15C-0700 7.00 127 167 8 36 1165 145 @
@ Stock O Available upon Order  Note: Accept customization from D3 to D14 tool Unit(mm)
Note: Deep hole drilling D938-A3C use same specification as the guide drill Nominal SizeRange ~ DC(h7) DMM(h6)
>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
PH and Forged
" Gray Cast L Heat
Carbon Alloy Ferritic/ Stainless  lron, High AlloyAlU|mInIU|m Cast Copper Compound Resistant Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel Clgl;tcm;an Cast Iron Aluminium  Alloys Alloys = Material iﬁgesr Alloys Steels Steels
Steel Alloys Y
<35HRC 35-48HRC <35HRC 35-45HRC Si<12%  Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
©) © O O O O
© Most Suitable (O Suitable Recommended Cutting Data 3 P075

060 — GESAC



Solid Carbide Drill | HOLEMAKING TOOLS

D928-A5N =1 5o (@

5D External Coolant Twist Drills for Cast Iron

LU PL
s 8 s R e—
LS LCF 140°
| OAL

Ordering Code (r?q% LCF OAL '?#6")" LS LU PL Stock Ordering Code (r?q% LCF OAL '?#6")" LS LU PL Stock
D928-A5N-0300 3.00 28 66 6 36 235 0.55 O D928-A5N-1000 10.00 61 103 10 40 46.0 1.82 O
D928-A5N-0330 3.30 28 66 6 36 231 0.60 O D928-A5N-1025 10.25 71 118 12 45 556 1.87 O
D928-A5N-0400 4.00 36 74 6 36 300 073 O D928-A5N-1050 10.50 71 118 12 45 553 191 O
D928-A5N-0420 420 36 74 6 36 297 0.76 O D928-A5N-1100 11.00 71 118 12 45 545 2.00 O
D928-A5N-0500 5.00 44 82 6 36 365 091 O D928-A5N-1200 12.00 71 118 12 45 53.0 218 O
D928-A5N-0600 6.00 44 82 6 36 350 1.09 O D928-A5N-1250 12.50 77 124 14 45 583 227 O
D928-A5N-0680 6.80 53 91 8 36 428 124 O D928-A5N-1300 13.00 77 124 14 45 575 237 O
D928-A5N-0700 7.00 53 91 8 36 425 127 O D928-A5N-1380 13.80 77 124 14 45 575 237 O
D928-A5N-0800 8.00 53 91 8 36 410 146 O D928-A5N-1400 14.00 77 124 14 45 56.0 255 O
D928-A5N-0850 8.50 61 103 10 40 483 155 O D928-A5N-1450 14.50 83 133 16 48 613 2.64 O
D928-A5N-0900 9.00 61 103 10 40 475 164 O D928-A5N-1500 15.00 83 133 16 48 605 2.73 O
D928-A5N-0910 9.10 61 103 10 40 475 164 O D928-A5N-1600 16.00 83 133 16 48 59.0 291 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range DC(mT7) DMM(h6)

22-3 +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

A ~m [ N
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PH and Forged
S Gray Cast e Heat
Carbon Alloy Ferritic/ Stainless  Iron, High AlloyAlurnlnlum Cast Copper Compound Resistant Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel C[;sztcﬂlc?n Cast Iron Aluminium  Alloys Alloys = Material f\ﬁgesr Alloys Steels Steels
Steel Alloys 4
<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 P077

GESAC _ 061
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HOLEMAKING TOOLS | Solid Carbide Drill

D928-A5C =150 [

5D Internal Coolant Twist Drills for Cast Iron

LU PL
a 81 . -
S Rt
140° - )
Ordering Code  (0C) LCF OAL JM Ls LU PL stock  OrderingCode (%) LcF oAL MM Ls LU PL stock
D928-A5C-0500 5.00 44 82 6 36 365 091 O D928-A5C-1050 10.50 71 118 12 45 5525 191 O
D928-A5C-0600 6.00 44 82 6 36 350 1.09 O D928-A5C-1100 11.00 71 118 12 45 545 2.00 O
D928-A5C-0680 6.80 53 91 8 36 428 124 O D928-A5C-1200 12.00 71 118 12 45 53 218 O
D928-A5C-0700 7.00 53 91 8 36 425 127 O D928-A5C-1250 12.50 77 124 14 45 5825 227 O
D928-A5C-0800 8.00 53 91 8 36 41.0 146 O D928-A5C-1300 13.00 77 124 14 45 575 237 O
D928-A5C-0850 8.50 61 103 10 40 483 155 O D928-A5C-1400 14.00 77 124 14 45 56 255 O
D928-A5C-0860 8.60 61 103 10 40 483 155 O D928-A5C-1450 1450 83 133 16 48 613 264 O
D928-A5C-0900 9.00 61 103 10 40 475 164 O D928-A5C-1500 15.00 83 133 16 48 605 273 O
D928-A5C-1000 10.00 61 103 10 40 46 182 O D928-A5C-1600 16.00 83 133 16 48 59.0 291 O
D928-A5C-1025 10.25 71 118 12 45 556 187 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range 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
PH and Forged
o Gray Cast 2% Heat
Carbon Alloy Ferritic/ Stainless  Iron, High AlloyAlummmm Cast Copper Compound Resistant Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel C[;sztc}:l(;en CastIron Aluminium|  Alloys Alloys = Material f\ﬁgesr Alloys Steels Steels
Steel Alloys 4
<35HRC 35-48HRC <35HRC 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 3 P077
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Solid Carbide Drill | HOLEMAKING TOOLS

D966-A5N amfuz 5p | |

5D External Coolant Twist Drills for Aluminium Alloy

‘ LU PL
= [ 8[ _ )
o 5 r— - -
LS LCF 140
OAL
Ordering Code (r?q% LCF OAL '?#6")" LS LU PL Stock Ordering Code (%CY) LCF OAL %‘:"6")" LS LU PL Stock
D966-A5N-0300 3.00 28 66 6 36 235 055 O D966-A5N-0900 9.00 61 103 10 40 47.5 1.64 O
D966-A5N-0330 3.30 28 66 6 36 231 060 O D966-A5N-1000 10.00 61 103 10 40 460 1.82 O
D966-A5N-0400 4.00 36 74 6 36 300 073 O D966-A5N-1050 10.50 71 118 12 45 553 191 O
D966-A5N-0420 420 36 74 6 36 297 076 O D966-A5N-1100 11.00 71 118 12 45 545 2.00 O
D966-A5N-0500 5.00 44 82 6 36 365 091 O D966-A5N-1200 12.00 71 118 12 45 530 2.18 O
D966-A5N-0550 550 44 82 6 36 365 091 O D966-A5N-1250 12.50 77 124 14 45 583 227 O
D966-A5N-0600 6.00 44 8 6 36 350 1.09 O D966-A5N-1300 13.00 77 124 14 45 575 237 O
D966-A5N-0680 6.80 53 91 8 36 42.8 124 O D966-A5N-1400 14.00 77 124 14 45 56.0 2.55 O
D966-A5N-0700 7.00 53 91 8 36 425 127 O D966-A5N-1450 1450 83 133 16 48 613 2.64 O
D966-A5N-0800 800 53 91 8 36 410 146 O D966-A5N-1500 15.00 83 133 16 48 60.5 273 O
D966-A5N-0850 850 61 103 10 40 483 155 O D966-A5N-1600 16.00 83 133 16 48 59.0 291 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range DC(mT) 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

A ~m [ N
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PH and Forged
e Gray Cast e Heat
Carbon Alloy Ferritic/ Stainless  Iron, High AlloyAlurnlnlum Cast Copper Compound Resistant Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel C[;sztcﬂfn Cast Iron Aluminium  Alloys Alloys = Material f\ﬁgesr Alloys Steels Steels
Steel Alloys 4
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
© O O O
© Most Suitable (O Suitable Recommended Cutting Data 3 P079

GESAC _ 063
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HOLEMAKING TOOLS | Solid Carbide Drill

D966-A5C —mEE

5D Internal Coolant Twist Drills for Aluminium Alloy

LU PL

OAL

OrderingCode  PS LCF OAL '?#6")" LS LU PL Stock  OrderingCode PS LCF OAL '?r':"G")" LS LU PL Stock

(m7) (m7)

D966-A5C-0300 3.00 28 66.0 6 36 235 055 O D966-A5C-1000 10.00 61 1030 10 40 46.0 1.82 O
D966-A5C-0330 3.30 28 66.0 6 36 23.1 060 O D966-A5C-1050 10.50 71 1180 12 45 553 191 O
D966-A5C-0400 4.00 36 740 6 36 300 073 O D966-A5C-1100 11.00 71 1180 12 45 545 2.00 O
D966-A5C-0420 4.20 36 740 6 36 29.7 0.76 O D966-A5C-1200 12.00 71 1180 12 45 53.0 2.18 O
D966-A5C-0500 5.00 44 82.0 6 36 36.5 091 O D966-A5C-1250 12.50 77 1240 14 45 583 227 O
D966-A5C-0600 6.00 44 82.0 6 36 350 1.09 O D966-A5C-1300 13.00 77 1240 14 45 575 237 O
D966-A5C-0680 6.80 53 91.0 8 36 428 124 O D966-A5C-1400 14.00 77 1240 14 45 56.0 255 O
D966-A5C-0700 7.00 53 91.0 8 36 425 127 O D966-A5C-1450 14.50 83 1330 16 48 613 264 O
D966-A5C-0800 8.00 53 91.0 8 36 41.0 146 O D966-A5C-1500 15.00 83 1330 16 48 605 2.73 O
D966-A5C-0850 8.50 61 1030 10 40 483 155 O D966-A5C-1600 16.00 83 1330 16 48 59.0 291 O

D966-A5C-0900 9.00 61 1030 10 40 475 164 O

@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)

Nominal Size Range 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 [{ N
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged

Carbon Alloy Ferritic/ Stainless Gr?r);(ri,aSt High A“OyAlumﬁ]ium Cast Copper Compound Regi(:;nt Titanium Hardened Hardened

Steel, Steels,ToolMartensitic Alloys,Cast Aluminium

Alloy Steel  Steels  Stainless Steel C[;sztcﬂ'l:n Cast Iron Aluminium  Alloys Alloys = Material f\ﬁgesr Alloys Steels Steels
Steel Alloys 4
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O O
© Most Suitable (O Suitable Recommended Cutting Data 3 P079
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Solid Carbide Drill | HOLEMAKING TOOLS

D998-Y3N =i 3p ||
3D External Coolant Twist Drills for Hardened Steel

LU PL

| -
A

s — = > o)

= a

LCF \7140°

OAL

Ordering Code (E% LCF OAL '%#6")4 LU PL Stock Ordering Code (R% LCF OAL ?r':/lehf LU PL Stock
D998-Y3N-0400 4.00 22 55 4 16.0 0.73 O D998-Y3N-1100 11.00 47 95 11 30,5 200 O
D998-Y3N-0500 5.00 26 62 5 185 091 O D998-Y3N-1200 12.00 51 102 12 33.0 218 O
D998-Y3N-0600 6.00 28 66 6 19.0 1.09 O D998-Y3N-1300 13.00 51 102 13 315 237 O
D998-Y3N-0700 7.00 34 T4 7 235 1271 O D998-Y3N-1400 14.00 54 107 14 330 255 @
D998-Y3N-0800 8.00 37 79 8 25.0 146 O D998-Y3N-1500 15.00 56 111 15 335 273 O
D998-Y3N-0900 9.00 40 84 9 265 1.64 O D998-Y3N-1600 16.00 58 115 16 340 291 O

D998-Y3N-1000 10.00 43 89 10 280 182 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range 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

A ~m [ N H [
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PH and Forged
o Gray Cast 2% Heat
Carbon Alloy Ferritic/ ) ) Aluminium  Cast ) -
Steel, Steels.ToolMartensitic Stainless Iron, High AHOyAlloys,CastAluminium Copper Compoynd Resistant Titanium Hardened Hardened
R Steel Ductile CastlIron - Alloys = Material =~ Super Alloys Steels Steels
Alloy Steel Steels  Stainless Cast Iron Aluminium  Alloys Allovs
Steel Alloys 4
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O © O
© Most Suitable O Suitable Recommended Cutting Data 3 P079

GESAC _ 065




HOLEMAKING TOOLS | Solid Carbide Drill

D101-AMN =z | |

90°NC Centre Drills

X
=—Nr —
LCF 007
OAL

Ordering Code DC LCF OAL DMM(h6) 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 O
D101-AMN-1600 16 35 115 16 [ J
D101-AMN-1800 18 38 123 18 O
D101-AMN-2000 20 40 131 20 ([ ]

@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)

Workpiece Material

B ~m [§ N H [
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PH and Forged
" Gray Cast e Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast N -
Steel, Steels ToolMartensitic Stainless Iron, High AHOyAlloys,CastAluminium Copper Compo_und Resistant Titanium Hardened Hardened
R Steel Ductile CastlIron - Alloys = Material =~ Super Alloys Steels Steels
Alloy Steel  Steels = Stainless Cast Iron Aluminium  Alloys Alloys
Steel Alloys Y
<35HRC 35-48HRC <35HRC 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 3 P081
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Solid Carbide Drill | HOLEMAKING TOOLS

D102-ANN

120°NC Centre Drills

=
o -
=
5 - 8 pr——
LCF /120
OAL

Ordering Code DC LCF OAL DMM(h6) Stock
D102-ANN-0500 5 10 62 5 O
D102-ANN-0600 6 15 66 O
D102-ANN-0800 8 17 79 8 O
D102-ANN-1000 10 20 89 10 O
D102-ANN-1200 12 25 102 12 )
D102-ANN-1400 14 30 107 14 O
D102-ANN-1600 16 35 115 16 O
D102-ANN-2000 20 40 131 20 O

@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)

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

PH and Forged

Carbon Alloy Ferritic/ Stainless Gray Cast Aluminium  Cast Heat

. Iron,  High Alloy L Copper Compound Resistant Titanium Hardened Hardened
Steel, Steels,ToolMartgnsﬁlc Steel Ductile ' Castlron Alloy§,(_2astAlum|n|um Alloys = Material =~ Super Alloys Steels Steels
Alloy Steel  Steels = Stainless Cast Iron Aluminium  Alloys Alloys
Steel Alloys 4
<35HRC 35-48HRC <35HRC 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 3 P081
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HOLEMAKING TOOLS | Solid Carbide Drill

D103-APN

145°NC Centre Drills

=
o -
2 8 L ———
LCE 145
OAL

Ordering Code DC LCF OAL DMM(h6) Stock
D103-APN-0500 5 10 62 O
D103-APN-0600 6 15 66 O
D103-APN-0800 8 17 79 @]
D103-APN-1000 10 20 89 10 O
D103-APN-1200 12 25 102 12 O
D103-APN-1400 14 30 107 14 O
D103-APN-1600 16 35 115 16 O
D103-APN-2000 20 40 131 20 O

@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)

Workpiece Material

B ~m [§ N H [
12 3

1234 5 67 123 12 3 4 5 123 4 1 2
PH and Forged
" Gray Cast e Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast N _—
Steel, Steels ToolMartensitic Stainless Iron, High AHOyAlloys,CastAluminium Copper Compo_und Resistant Titanium Hardened Hardened
R Steel Ductile CastlIron - Alloys = Material =~ Super Alloys Steels Steels
Alloy Steel  Steels = Stainless Cast Iron Aluminium  Alloys Alloys
Steel Alloys Y
<35HRC 35-48HRC <35HRC 35-45HRC Si<12% Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
O O O ©) ©) O
© Most Suitable O Suitable Recommended Cutting Data 3 P081
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Solid Carbide Drill | HOLEMAKING TOOLS

Recommended Machining Parameters
D918S Series High Performance Twist Drill for Steel

Cutting Speed Feed Rate fn
Ve (m/min) (mm/rev)
Workpiece
n 3 o4 6 o8 10
Low Carbon
Steel, Long Chip 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
Chip, 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
Automatic Steel
(<125HB)

n High Carbon
Steel/Medium 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
Carbon 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
(<35HRC)

Alloy Steel,
Tool Steel (35- 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
48HRC)

Austenitic
Stainless Steel — 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 | 0.09-0.15-0.20
(130- 200HB)

Strength
M Austenitic /Cast
Stainless Steel
(<25HRC)

— 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

Duplex Stainless

Steel (<30HRC) = 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

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

Cast Iron Alloy,
m Ductile Cast 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
Iron (<28HRC)

High Cast Iron
Alloy, Ductile
Cast Iron
(<45HRC)

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

[Note]
1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for apply water soluble
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,
adjust cutting parameters according to actual working conditions during processing
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| Solid Carbide Drill

Recommended Machining Parameters

D918S Series High Performance Twist Drill for Steel

Workpiece

[Note]

Low Carbon
Steel, Long Chip
(<125HB)

Low Carbon
Steel, Short
Chip,
Automatic Steel
(<125HB)
High Carbon
Steel/Medium
Carbon Steel
(<25HRC)

Alloy Steel, Tool
Steel
(<35HRC)

Alloy Steel,
Tool Steel (35-
48HRC)

Austenitic
Stainless Steel
(130- 200HB)

Strength
Austenitic /Cast
Stainless Steel
(<25HRC)

Duplex
Stainless Steel
(<30HRC)

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

Cast Iron Alloy,
Ductile Cast
Iron (<28HRC)

High Cast Iron
Alloy, Ductile
Cast Iron
(<45HRC)

Cutting Speed
Vc (rr%/mpin)

100-80-50
100-75-50
90-70-45

90-70-45

80-60-40

100-80-60

100-80-60

90-70-60

140-100-60

140-100-60

120-80-60
110-80-50
90-60-40
80-60-40
80-60-40
60-45-30

140-120-60

140-120-60

100-90-60

0.24-0.33-0.41

0.24-0.33-0.41

0.24-0.33-0.41

0.24-0.33-0.41

0.22-0.30-0.37

0.10-0.17-0.22

0.08-0.13-0.16

0.08-0.13-0.16

0.25-0.33-0.45

0.22-0.30-0.42

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 Rate fn
(mm/rev)

P16

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

P18

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

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm

3. The recommended cutting condition is suitable for apply water soluble
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,

adjust cutting parameters according to actual working conditions during processing

070 — GESAC

$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



Solid Carbide Drill

Recommended Machining Parameters
D968S Series High Efficient Twist drill for Stainless Steel

Workpiece

Low Carbon
Steel, Long Chip
(<125HB)

Low Carbon
Steel, Short
Chip,
Automatic Steel
(<125HB)
High Carbon
Steel/Medium
Carbon Steel
(<25HRC)

Alloy Steel, Tool
Steel
(<35HRC)

Alloy Steel,
Tool Steel (35-
48HRC)

Austenitic
Stainless Steel
(130- 200HB)

Strength
Austenitic /Cast
Stainless Steel
(<25HRC)
Iron Base
Superalloy
(160-
260HB)

Cobalt Base
Superalloy
(250-450HB)

Nickel Base
Superalloy
(160-450HB)

Titanium and
Titanium Alloy
(300-400HB)

[Note]

Cutting Speed
Vc (m/min)

L3 3
100-80-50 ' 140-100-60
100-75-50 ' 140-100-60
90-70-45  120-80-60
90-70-45  110-80-50
40-30-20 80-60-40
40-30-20 80-60-40
35-25-20 60-45-30
25-15-10 35-25-15
25-15-10 35-25-15
25-15-10 35-25-15
40-30-15 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

0.03-0.06-0.08

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

4

0.11-0.15-0.19

0.11-0.15-0.19

0.11-0.15-0.19

0.11-0.15-0.19

0.04-0.08-0.10

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

Feed Rate fn
(mm/rev)

®6

0.14-0.19-0.23

0.14-0.19-0.23

0.14-0.19-0.23

0.14-0.19-0.23

0.05-0.08-0.10

0.05-0.08-0.10

0.05-0.08-0.10

0.05-0.08-0.10

0.05-0.08-0.10

0.05-0.08-0.10

| HOLEMAKING TOOLS

P8

0.19-0.25-0.31

0.19-0.25-0.31

0.19-0.25-0.31

0.19-0.25-0.31

0.06-0.10-0.12

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

®10

0.23-0.30-0.38

0.23-0.30-0.38

0.23-0.30-0.38

0.23-0.30-0.38

0.07-0.11-0.14

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

0.03-0.05-0.08  0.04-0.07-0.10 0.05-0.09-0.10 0.06-0.10-0.12 ' 0.07-0.12-0.14

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm

3. The recommended cutting condition is suitable for apply water soluble
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,

adjust cutting parameters according to actual working conditions during processing

Note: 5D external Coolant drill is not suitable for machining S-type workpiece material
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| Solid Carbide Drill

Recommended Machining Parameters
D968S Series High Efficient Twist drill for Stainless Steel

Workpiece

Low Carbon
Steel, Long Chip
(<125HB)

Low Carbon
Steel, Short
Chip,
Automatic Steel
(<125HB)
High Carbon
Steel/Medium
Carbon Steel
(<25HRC)

Alloy Steel, Tool
Steel
(<35HRC)

Alloy Steel,
Tool Steel (35-
48HRC)

Austenitic
Stainless Steel
(130- 200HB)

Strength
Austenitic /Cast
Stainless Steel
(<25HRC)

Iron Base
Superalloy
(160-
260HB)

M

Cobalt Base
Superalloy
(250-450HB)

Nickel Base
Superalloy
(160-450HB)

Titanium and
Titanium Alloy
(300-400HB)

[Note]

Cutting Speed

Vc (m/min)

3 [
100-80-50 ' 140-100-60
100-75-50 ' 140-100-60
90-70-45  120-80-60
90-70-45  110-80-50
40-30-20 80-60-40
40-30-20 80-60-40
35-25-20 60-45-30
25-15-10 35-25-15
25-15-10 35-25-15
25-15-10 35-25-15
40-30-15 50-40-25

0.24-0.33-0.41

0.24-0.33-0.41

0.24-0.33-0.41

0.24-0.33-0.41

0.10-0.17-0.22

0.08-0.13-0.16

0.08-0.13-0.16

0.08-0.12-0.14

0.08-0.12-0.14

0.08-0.12-0.14

0.28-0.38-0.45

0.28-0.38-0.45

0.28-0.38-0.45

0.28-0.38-0.45

0.11-0.18-0.24

0.09-0.13-0.18

0.09-0.13-0.18

0.09-0.13-0.16

0.09-0.13-0.16

0.09-0.13-0.16

Feed Rate fn
(mm/rev)

P16

0.30-0.42-0.50

0.30-0.42-0.50

0.30-0.42-0.50

0.30-0.42-0.50

0.12-0.20-0.24

0.10-0.14-0.18

0.10-0.14-0.18

0.10-0.14-0.16

0.10-0.14-0.16

0.10-0.14-0.16

$18

0.33-0.42-0.50

0.33-0.42-0.50

0.33-0.42-0.50

0.33-0.42-0.50

0.13-0.22-0.26

0.10-0.14-0.20

0.10-0.14-0.20

0.10-0.15-0.18

0.10-0.15-0.18

0.10-0.15-0.18

D20

0.34-0.43-0.51

0.34-0.43-0.51

0.34-0.43-0.51

0.34-0.43-0.51

0.14-0.24-0.28

0.12-0.16-0.22

0.12-0.16-0.22

0.12-0.16-0.20

0.12-0.16-0.20

0.12-0.16-0.20

0.08-0.14-0.16 0.09-0.15-0.18 0.10-0.17-0.18 0.10-0.16-0.20 0.12-0.18-0.22

Note: 5D external Coolant drill is not suitable for machining S-type workpiece material

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm

3. The recommended cutting condition is suitable for apply water soluble
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,

adjust cutting parameters according to actual working conditions during processing
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Solid Carbide Drill

Recommended Machining Parameters
D938 Twist Drills for Steel 3D\5D

Workpiece

[Note]

Low carbon
Steel, Long Chip
(<125HB)

Low Carbon
Steel, Short
Chip, Automatic
Steel
(<125HB)
High Carbon
Steel and
Medium Carbon
Steel
(<25HRC)

Alloy Steel, Tool
Steel
(<35HRC)

Alloy Steel, Tool
Steel
(35-48HRC)

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

Alloy Steel,
Tool Steel (35-
48HRC)

Austenitic
Stainless Steel
(130- 200HB)

Strength
Austenitic /Cast
Stainless Steel
(<25HRC)

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

Cast Iron Alloy,
Ductile Cast
Iron (<28HRC)

High Cast Iron
Alloy, Ductile
CastIron
(<45HRC)

Cutting Speed
Vc (r'r%/n?in)

120-80-50  140-100-60

120-75-50  140-100-60

120-70-45 120-80-60

100-70-45 110-80-60

80-60-35  90-60-35

70-50-30  90-60-30

70-45-25 = 80-50-30
= 80-60-40
- 80-60-40
= 60-45-30

140-100-60 160-120-60

120-80-60 140-100-60

100-70-50  100-80-50

o3

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

0.13-0.17-0.20

0.11-0.15-0.18

0.06-0.09-0.11

4

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 Rate fn
(mm/rev)

6

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

| HOLEMAKING TOOLS

o8

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

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm

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

3. The recommended cutting condition is suitable for apply water soluble
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,
adjust cutting parameters according to actual working conditions during processing
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Recommended Machining Parameters
D938 Twist Drills for Steel 3D\5D

Cutting Speed
Vc (mg/n?in)

Low carbon

Steel, Long Chip 120-80-50
(<125HB)

Low Carbon
Steel, Short
Chip, Automatic 120-75-50
Steel
(<125HB)
High Carbon
Steel and
Medium Carbon 120-70-45
Steel
(<25HRC)

Alloy Steel, Tool
Steel 100-70-45

(<35HRC)

Workpiece

140-100-60 0.18-0.28-0.40 0.22-0.32-0.45

140-100-60 0.18-0.28-0.40 0.22-0.32-0.45

120-80-60 0.18-0.28-0.38 0.22-0.32-0.45

110-80-60 0.15-0.23-0.34 0.18-0.25-0.38

Alloy Steel, Tool
Steel 80-60-35
(35-48HRC)

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

Alloy Steel, Tool
Steel —
(35-48HRC)

90-60-35  0.11-0.19-0.30 0.12-0.22-0.32

70-50-30  90-60-30 | 0.10-0.18-0.28 0.12-0.20-0.30

70-45-25 80-50-30  0.10-0.18-0.28 0.12-0.20-0.30

80-60-40  0.10-0.17-0.22 0.11-0.18-0.24

Austenitic
M Stainless Steel —
(130- 200HB)

Strength
Austenitic /Cast
Stainless Steel
(<25HRC)

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

80-60-40  0.08-0.13-0.16 0.09-0.13-0.18

= 60-45-30  0.08-0.13-0.16 0.09-0.13-0.18

140-100-60 160-120-60 0.25-0.33-0.45 0.28-0.36-0.48

Cast Iron Alloy,
Ductile Cast ~ 120-80-60 140-100-60 0.22-0.30-0.42 0.24-0.33-0.45
Iron (<28HRC)

High Cast Iron
Alloy, Ductile
Cast Iron
(<45HRC)

100-70-50  100-80-50 @ 0.16-0.22-0.28 0.18-0.24-0.30

[Note]

Feed Rate fn
(mm/rev)

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

0.12-0.20-0.24

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

$18

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

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks

2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for apply water soluble

4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,

adjust cutting parameters according to actual working conditions during processing
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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



Recommended Machining Parameters

D938 Twist deep-hole Drills, 8D\12D\15D

Cutting Speed

Vc (m/min)

140-100-60

Workpiece

Low carbon Steel,
Long Chip
(<125HB)

Low Carbon
Steel, Short Chip,
Automatic Steel
(<125HB)
High Carbon
Steel and Medium
Carbon Steel
(<25HRC)

Alloy Steel, Tool
Steel
(<35HRC)

Alloy Steel, Tool
Steel 90-60-35
(35-48HRC)

140-100-60

120-80-60

110-80-60

Ph and Ferritic,
Martensitic Steel 90-60-30
(<35HRC)

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

Alloy Steel, Tool
Steel 60-50-40
(35-48HRC)

80-50-30

Austenitic Stainless
M Steel 60-50-40
(130- 200HB)

Strength Austenitic
/Cast Stainless 50-40-30
Steel (<25HRC)

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

Cast Iron Alloy,
Ductile Cast Iron
(<28HRC)

High Cast Iron
Alloy, Ductile Cast
Iron
(<45HRC)

160-120-60

140-100-60

100-80-50

[Note]

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks

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

2. Make sure total indicated run-out(TIR) is less than 0.02mm

3. The recommended cutting condition is suitable for apply water soluble

Solid Carbide Drill | HOLEMAKING TOOLS

Feed Rate fn

(mm/rev)

D4 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

4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,
adjust cutting parameters according to actual working conditions during processing
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Recommended Machining Parameters

Solid Carbide Drill

D938 Twist deep-hole Drills, 8D\12D\15D

Workpiece

Low carbon Steel,
Long Chip
(<125HB)

Low Carbon
Steel, Short Chip,
Automatic Steel

(<125HB)

High Carbon
Steel and Medium

Carbon Steel

(<25HRC)

Alloy Steel, Tool
Steel

(<35HRC)

Alloy Steel, Tool
Steel
(35-48HRC)

Ph and Ferritic,
Martensitic Steel
(<35HRC)

High Strength
PH and Ferritic,
Martensitic Steel

(35-48HRC)

Alloy Steel, Tool
Steel
(35-48HRC)

Austenitic Stainless
M Steel
(130- 200HB)

Strength Austenitic
/Cast Stainless
Steel (<25HRC)

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

Cast Iron Alloy,
Ductile Cast Iron
(<28HRC)

High Cast Iron
Alloy, Ductile Cast
Iron
(<45HRC)

[Note]

Cutting Speed
Vc (r'r%/n‘lmoin)

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

Feed Rate fn

(mm/rev)
®12 ®14
0.18-0.28-0.40 0.22-0.32-0.45
0.18-0.28-0.40 0.22-0.32-0.45
0.18-0.28-0.38 0.22-0.32-0.45
0.15-0.23-0.34 0.18-0.25-0.38
0.11-0.19-0.30 0.12-0.22-0.32
0.10-0.18-0.28 0.12-0.20-0.30
0.10-0.18-0.28 0.12-0.20-0.30
0.08-0.12-0.16 0.10-0.14-0.18
0.08-0.10-0.12 0.10-0.12-0.14
0.08-0.10-0.12 0.10-0.12-0.14
0.25-0.33-0.45 0.28-0.36-0.48
0.22-0.30-0.42 0.24-0.33-0.45
0.16-0.22-0.28 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. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm

3. The recommended cutting condition is suitable for apply water soluble

4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,
adjust cutting parameters according to actual working conditions during processing
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Solid Carbide Drill

Recommended Machining Parameters
D928 Twist Drill for Cast Iron

Workpiece

[Note]

Low Carbon
Steel, Long Chip
(<125HB)

Low Carbon
Steel, Short
Chip, Free
Cutting Steel
(<125HB)
High Carbon
Steel and
Medium Carbon
Steel
(<25HRC)

Alloy Steel, Tool
Steel
(<35HRC)

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

Cast Iron Alloy,
Ductile Cast
Iron (<28HRC)

High Cast Iron
Alloy, Ductile
Cast Iron
(<45HRC)

Forged
Aluminium
Alloys(Si<12%)

Casted
Aluminium
Alloys(Si<12%)

Casted
Aluminium
Alloys(Si>12%)

Cutting Speed
Vc (r'r%/n?in)

100-80-50

100-75-50

90-70-45

90-70-45
100-80-60

100-80-60

90-70-60

140-100-60

140-100-60

100-80-60
100-80-60
160-140-60
140-120-60
100-90-60

315-230-90
315-230-90

270-180-90

o3

0.09-0.13-0.16

0.09-0.13-0.16

0.09-0.13-0.16

0.09-0.13-0.16

0.13-0.17-0.21

0.11-0.15-0.18

0.06-0.09-0.11

0.06-0.09-0.11

0.06-0.09-0.11

0.06-0.09-0.11

4

0.11-0.15-0.19

0.11-0.15-0.19

0.11-0.15-0.19

0.11-0.15-0.19

0.15-0.20-0.26

0.13-0.18-0.22

0.08-0.10-0.13

0.13-0.20-0.26

0.13-0.20-0.26

0.13-0.20-0.26

Feed Rate fn
(mm/rev)

6

0.14-0.19-0.23

0.14-0.19-0.23

0.14-0.19-0.23

0.14-0.19-0.23

0.17-0.26-0.32

0.15-0.23-0.27

0.10-0.13-0.16

0.16-0.22-0.28

0.16-0.22-0.28

0.16-0.22-0.28

| HOLEMAKING TOOLS

o8

0.19-0.25-0.31

0.19-0.25-0.31

0.19-0.25-0.31

0.19-0.25-0.31

0.20-0.32-0.40

0.17-0.26-0.38

0.13-0.17-0.21

0.18-0.26-0.32

0.18-0.26-0.32

0.18-0.26-0.32

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm

3. The recommended cutting condition is suitable for apply water soluble
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,

adjust cutting parameters according to actual working conditions during processing

10

0.23-0.30-0.38

0.23-0.30-0.38

0.23-0.30-0.38

0.23-0.30-0.38

0.25-0.36-0.42

0.22-0.28-0.38

0.15-0.20-0.26

0.20-0.30-0.38

0.20-0.30-0.38

0.20-0.30-0.38
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| Solid Carbide Drill

Recommended Machining Parameters
D928 Twist Drill for Cast Iron

Workpiece

[Note]

Low Carbon
Steel, Long Chip
(<125HB)

Low Carbon
Steel, Short
Chip, Free
Cutting Steel
(<125HB)
High Carbon
Steel and
Medium Carbon
Steel
(<25HRC)

Alloy Steel, Tool
Steel
(<35HRC)

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

Cast Iron Alloy,
Ductile Cast
Iron (<28HRC)

High Cast Iron
Alloy, Ductile
CastIron
(<45HRC)

Forged
Aluminium
Alloys(Si<12%)

Casted
Aluminium
Alloys(Si<12%)

Casted
Aluminium
Alloys(Si>12%)

Cutting Speed
Vc (rr%/mpin)

100-80-50

100-75-50

90-70-45

90-70-45
100-80-60

100-80-60

90-70-60

140-100-60

140-100-60

100-80-60
100-80-60
160-140-60
140-120-60
100-90-60
315-230-90

315-230-90

270-180-90

0.24-0.33-0.41

0.24-0.33-0.41

0.24-0.33-0.41

0.24-0.33-0.41

0.26-0.38-0.46

0.22-0.34-0.42

0.17-0.22-0.28

0.22-0.34-0.42

0.22-0.34-0.42

0.22-0.34-0.42

0.28-0.38-0.45

0.28-0.38-0.45

0.28-0.38-0.45

0.28-0.38-0.45

0.28-0.40-0.50

0.24-0.35-0.44

0.19-0.26-0.31

0.24-0.36-0.44

0.24-0.36-0.44

0.24-0.36-0.44

Feed Rate fn
(mm/rev)

P16

0.30-0.42-0.50

0.30-0.42-0.50

0.30-0.42-0.50

0.30-0.42-0.50

0.30-0.42-0.52

0.26-0.40-0.48

0.20-0.27-0.33

0.28-0.38-0.46

0.28-0.38-0.46

0.28-0.38-0.46

P18

0.33-0.42-0.50

0.33-0.42-0.50

0.33-0.42-0.50

0.33-0.42-0.50

0.32-0.44-0.54

0.30-0.40-0.46

0.23-0.28-0.34

0.32-0.40-0.48

0.32-0.40-0.48

0.32-0.40-0.48

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm

3. The recommended cutting condition is suitable for apply water soluble
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,

adjust cutting parameters according to actual working conditions during processing
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$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

0.36-0.48-0.56

0.34-0.43-0.50

0.23-0.29-0.35

0.34-0.42-0.48

0.34-0.42-0.48

0.34-0.42-0.48



Solid Carbide Drill

Recommended Machining Parameters
D966 Twist Drill for Aluminium

Workpiece

Forged
Aluminium
Alloy
(Si<12%)
Casted
Aluminium
Alloy
(Si<12%)
Casted
Aluminium
Alloy
(Si>12%)

Copper, Copper

Alloy
(<200HB)

Workpiece

Forged
Aluminium
Alloy
(Si<12%)
Casted
Aluminium
Alloy
(Si<12%)
Casted
Aluminium
Alloy
(Si>12%)

Copper, Copper

Alloy
(<200HB)

[Note]

Cutting Speed
Vc (n%g/mpin)

250-150-80
230-150-80
230-150-80

160-120-70

315-230-90
315-230-90
270-180-90

180-135-90

Cutting Speed
Vc (mg/mpin)

250-150-80
230-150-80
230-150-80

160-120-70

315-230-90
315-230-90
270-180-90

180-135-90

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

P12

0.22-0.34-0.42

0.22-0.34-0.42

0.22-0.34-0.42

0.22-0.34-0.42

o4

0.13-0.20-0.26

0.13-0.20-0.26

0.13-0.20-0.26

0.13-0.20-0.26

P14

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 Rate fn
(mm/rev)

D6

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 Rate fn
(mm/rev)

P16

0.28-0.38-0.46

0.28-0.38-0.46

0.28-0.38-0.46

0.28-0.38-0.46

| HOLEMAKING TOOLS

P8

0.18-0.26-0.32

0.18-0.26-0.32

0.18-0.26-0.32

0.18-0.26-0.32

P18

0.32-0.40-0.48

0.32-0.40-0.48

0.32-0.40-0.48

0.32-0.40-0.48

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm

3. The recommended cutting condition is suitable for apply water soluble
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,

adjust cutting parameters according to actual working conditions during processing

®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
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| Solid Carbide Drill

Recommended Machining Parameters
D998 Twist Drill for Hardened Steel

Workpiece

Alloy Steel, Tool
n Steel
(35-48HRC)
Gray Cast Iron,

Ductile Cast
Iron (<28HRC)

Cast Iron Alloy,
Ductile Cast
Iron (<28HRC)
High Cast Iron
Alloy, Ductile

Cast Iron
(<45HRC)

Hardened Steel
(45-55HRC)

Hardened Steel
(55-60HRC)

Workpiece

Alloy Steel, Tool
n Steel
(35-48HRC)
Gray Cast Iron,

Ductile Cast
Iron (<28HRC)

Cast Iron Alloy,
Ductile Cast
Iron (<28HRC)
High Cast Iron
Alloy, Ductile

Cast Iron
(<45HRC)

Hardened Steel
(45-55HRC)

Hardened Steel
(55-60HRC)

[Note]

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks

Cutting Speed
Vc (r'r%/n?in)

80-60-30

100-80-60
100-80-60
90-70-60

40-30-20

30-20-15

Cutting Speed
Vc (n%/rr?in)

80-60-30
100-80-60
100-80-60

90-70-60

40-30-20

30-20-15

®3

0.09-0.13-0.16

0.13-0.17-0.20

0.11-0.15-0.18

0.06-0.09-0.11

0.04-0.06-0.08

0.03-0.05-0.07

P12

0.22-0.30-0.37

0.25-0.33-0.45

0.22-0.30-0.42

0.16-0.22-0.28

0.10-0.15-0.17

0.09-0.13-0.16

2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for apply water soluble
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,

adjust cutting parameters according to actual working conditions during processing

080 — GESAC

P4

0.10-0.14-0.17

0.15-0.20-0.23

0.13-0.17-0.20

0.08-0.10-0.13

0.05-0.08-0.10

0.03-0.06-0.08

P14

0.26-0.35-0.41

0.28-0.36-0.48

0.24-0.33-0.45

0.18-0.24-0.30

0.10-0.16-0.20

0.10-0.14-0.17

Feed Rate fn
(mm/rev)

6

0.13-0.17-0.22

0.17-0.25-0.30

0.15-0.20-0.25

0.10-0.13-0.16

0.06-0.10-0.13

0.04-0.08-0.12

Feed Rate fn
(mm/rev)

P16

0.28-0.37-0.44

0.30-0.40-0.50

0.25-0.35-0.48

0.20-0.26-0.32

0.10-0.16-0.20

0.10-0.14-0.17

P8

0.17-0.23-0.29

0.20-0.27-0.35

0.17-0.25-0.32

0.12-0.16-0.20

0.08-0.12-0.15

0.06-0.10-0.13

10

0.21-0.28-0.35

0.23-0.30-0.40

0.20-0.28-0.36

0.14-0.20-0.26

0.09-0.14-0.16

0.08-0.12-0.15



Solid Carbide Drill | HOLEMAKING TOOLS

Recommended Machining Parameters
D101/D102/D103 NC Centre Drills

Feed Rate fn

Cutting Speed
i (mm/rev)

Vc (m/min)

Workpiece

[Note]

Low-carbon
Steels, Long
Chippin
(< 125HBg)
Low-carbon
Steels, Short
Chipping,
Free-cutting
Steels
(<125HB)
High Carbon
teel and
Medium Carbon
Stee
(<25HRC)
Alloy Steel, Tool
Steel
(<35HRC)
Alloy Steel, Tool
Steel
(35-48HRC)
PH , Ferritic
and Martensitic
Steel
(<35HRC)
Gray Cast Iron,
Ductile Cast Iron
(<28HRC)

Cast Iron Alloy,
Ductile Cast Iron
(<28HRC)

High Cast Iron
Alloy, Ductile
Cast Iron
(<45HRC)
Forged
Aluminium
Alloy (Si<12%)
Casted
Aluminium
Alloy (Si<12%)

Casted
Aluminium
Alloy(Si>12%)

Copper, Copper
Allo
(<200HB)

130-100-60

120-100-60

110-80-60
110-80-60
100-80-60
100-80-60

140-120-60

130-105-60

120-90-60

150-120-60
150-120-60
150-120-60

150-120-60

o4

0.12-0.15-0.18

0.10-0.14-0.18

0.10-0.13-0.16

0.10-0.13-0.16

0.10-0.12-0.16

0.10-0.12-0.16

0.12-0.20-0.26

0.12-0.18-0.24

0.10-0.16-0.22

0.12-0.20-0.26

0.12-0.18-0.24

0.10-0.13-0.16

0.10-0.12-0.16

®6

0.14-0.17-0.20

0.14-0.16-0.20

0.12-0.15-0.18

0.12-0.15-0.18

0.12-0.14-0.18

0.12-0.14-0.18

0.17-0.26-0.32

0.15-0.20-0.27

0.10-0.13-0.16

0.17-0.26-0.32

0.15-0.20-0.27

0.12-0.15-0.18

0.12-0.14-0.18

®8

0.16-0.20-0.26

0.16-0.20-0.24

0.14-0.18-0.22

0.14-0.18-0.22

0.14-0.16-0.20

0.14-0.16-0.20

0.20-0.32-0.40

0.17-0.22-0.30

0.13-0.17-0.21

0.20-0.32-0.40

0.17-0.22-0.30

0.14-0.18-0.22

0.14-0.16-0.20

®10

0.18-0.24-0.3

0.18-0.24-0.3

0.16-0.20-0.24

0.16-0.20-0.24

0.16-0.20-0.24

0.16-0.20-0.24

0.25-0.30-0.36

0.20-0.26-0.32

0.15-0.20-0.26

0.25-0.30-0.36

0.20-0.26-0.32

0.16-0.20-0.24

0.16-0.20-0.24

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm

3. The recommended cutting condition is suitable for apply water soluble

4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,
adjust cutting parameters according to actual working conditions during processing

GESAC _ 081

114@ spiqJel pljos >



114d °piqJel pljos x>

HOLEMAKING TOOLS | Solid Carbide Drill

Recommended Machining Parameters
D101/D102/D103 NC Centre Drills

Cutting Speed
Vc (m/min)

130-100-60

Workpiece

Low-carbon
Steels, Long
Chipping
(<125HB)
Low-carbon
Steels, Short

Chipping,
Free-cutting
Steels
(<125HB)
High Carbon
Steel and
Medium Carbon
Steel
(<25HRC)
Alloy Steel, Tool

Steel 110-80-60
(<35HRC)
Alloy Steel, Tool
Steel 100-80-60
(35-48HRC)
PH , Ferritic
and Martensitic
Steel
(<35HRC)
Gray Cast Iron,
Ductile Cast Iron
(<28HRC)

Cast Iron Alloy,
m Ductile Cast Iron
(<28HRC)
High Cast Iron
Alloy, Ductile
Castlron
(<45HRC)
Forged
Aluminium
Alloy (Si<12%)
Casted

Aluminium
m Alloy (Si<12%)
Casted

Aluminium
Alloy(Si>12%)

Copper, Copper
Allo
(<200HB)

0.20-0.26-0.32

120-100-60 0.20-0.26-0.32

110-80-60 0.18-0.24-0.30

0.18-0.24-0.30

0.18-0.24-0.30

100-80-60 0.18-0.24-0.30

140-120-60 0.26-0.32-0.38

130-105-60 0.22-0.28-0.34

120-90-60 0.17-0.22-0.28

150-120-60 0.26-0.32-0.38

150-120-60 0.22-0.28-0.34
150-120-60 0.18-0.24-0.30

150-120-60 0.18-0.24-0.30

[Note]

Feed Rate fn

(mm/rev)

14 D16
0.24-0.30-0.35 0.28-0.34-0.4
0.24-0.28-0.34 0.28-0.34-0.4
0.20-0.26-0.30 0.22-0.28-0.32
0.20-0.26-0.30 0.22-0.28-0.32
0.20-0.26-0.30 0.22-0.28-0.32
0.20-0.26-0.30 0.22-0.28-0.32
0.28-0.32-0.40 0.30-0.36-0.42
0.24-0.30-0.36 0.26-0.32-0.38
0.19-0.26-0.31 0.20-0.27-0.33
0.28-0.32-0.40 0.30-0.36-0.42
0.24-0.30-0.36 0.26-0.32-0.38
0.20-0.26-0.30 0.22-0.28-0.32
0.20-0.26-0.30 0.22-0.28-0.32

®20

0.32-0.38-0.45

0.32-0.38-0.45

0.26-0.32-0.40

0.26-0.32-0.40

0.26-0.32-0.40

0.26-0.32-0.40

0.32-0.38-0.44

0.30-0.36-0.42

0.28-0.29-0.35

0.32-0.38-0.44

0.30-0.36-0.42

0.26-0.32-0.40

0.26-0.32-0.40

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks

2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for apply water soluble

4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,
adjust cutting parameters according to actual working conditions during processing

082 _ GESAC
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Overview of Drill Grades

Grade

GM3225

GM3220

GA4230

GS4130

084 _ GESAC

Color

Purple
gray

Bronze

Fuchsia

Purple gray

Coating composition

Features

+The brand-new nano-structured TiAIN coating is combined
with the sub-fine grained cemented carbide matrix with
high cobalt content, which has excellent anti build-up edge
and fragmentation resistance

«Applicable to semi-precision to rough machining of
stainless steel and thread processing of general materials
such as steel and stainless steel steel

+Double-layer nanostructured PVD coating combine with
submicron carbide substrate with high Co content,
providing excellent wear resistance and red hardness
«Suitable for ISO M & mild steel in general cutting condition
with medium or low speed

«Upgrade PVD TiAIN coating with good heat resistance
And toughness, combined carbide substrate with excellent
heat and wear resistance, ensure stable processing

sLatest TIALN nanostructured coating with micro carbide
substrate, has good wear resistance and rigidness
«Suitable for drilling ISO M and titanium alloy materials
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QPMG Drilling Insert

Fist shape cutting edge —>

® Having better performance of
chip control and cutting stability

Cooling groove design

® Perfect cooling performance

Same mserjc can
be used as inside
or outside insert

® Convenient for tool management

Local wide cutting edge
*— and small rake angle

® Having better fracture

GHDS Drill Body
Optimized Inner and outer Internal coolant outlet directly
insert structure design inject insert rake surface
—Balanced inner and outer cutting ——Cooling and chip removal more
edge force, result in better stability sufficient, Intensified outer insert seat

— optimized flute design
——chip remove smooth, Good rigidity

Double twisted coolant
channel
—Structure is more rational and

chip removal smoother

- — Advanced surface treatment
technology

—Eliminating drill body surface stress
and environment protection

GESAC _ 085
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Indexable Drill Body Identification system

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

dolp Sl Eeoh ol oD melm fon Een

®Tool Type (®Aspect Ratio ®Shank Dia. @Cutting edge length
GHD  Indexable Drills 3D 3D 25 ©25.0mm 06~ Cultingedge
) length: 0
@Dia. of drill @Shank type ®Insert series ®Internal coolant mode
210 ®21.0mm FC Flange-Flat Q Q series s Double-twisted

Drilling Insert Identification system

Q P M G 06 02 04-DP-GA4230

L ©1© 16101616 40 J0©

L)

086 _ GESAC

®Shape Tolerance ®Cutt|r;§rl:;]dbgoei Length ®Chipbreaker Symbol
Indicates the cuttin

Q D M 06 6.5mm ‘ properties and chipbreakers
s [ ]

@Hole/Chipbreaker @Thickness @Grade
W Symbol

G Double-sided 02 2.38mm GA4230

@Relief Angle T With hole
Single-sided

C 7° @Corner Rc Symbol
P 11° 04 0.4mm




DF

GHDS-2D

GHDS-2D Indexable Drills

=iy g
i LU
LS LPR
OAL

Dia. Drilling body

DC
14 GHD-140-2D-FC20-Q04S 14
145 GHD-145-2D-FC20-Q04S 14.5
15 GHD-150-2D-FC20-Q04S 15
155 GHD-155-2D-FC20-Q04S 155
16 GHD-160-2D-FC20-Q05S 16
16.5 GHD-165-2D-FC20-Q05S 16.5
17 GHD-170-2D-FC25-Q05S 17
17.5 GHD-175-2D-FC25-Q05S 17.5
18 GHD-180-2D-FC25-Q05S 18
18.5 GHD-185-2D-FC25-Q05S 18.5
19 GHD-190-2D-FC25-Q06S 19
19.5 GHD-195-2D-FC25-Q06S 19.5
20 GHD-200-2D-FC25-Q06S 20
20.5 GHD-205-2D-FC25-Q06S 20.5
21 GHD-210-2D-FC25-Q06S 21
215 GHD-215-2D-FC25-Q06S 21.5
22 GHD-220-2D-FC25-Q06S 22
22,5 GHD-225-2D-FC25-Q06S 22.5
23 GHD-230-2D-FC25-Q07S 23
235 GHD-235-2D-FC25-Q07S 235
24 GHD-240-2D-FC25-Q07S 24
24.5 GHD-245-2D-FC25-Q07S 24.5
25 GHD-250-2D-FC25-Q07S 25
25.5 GHD-255-2D-FC32-Q07S 25.5
26 GHD-260-2D-FC32-Q07S 26
26.5 GHD-265-2D-FC32-Q07S 26.5
27 GHD-270-2D-FC32-Q07S 27

DMM
20
20
20
20
20
20
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
32
32
32
32

Dimension (mm)

DF
25
25
25
25
25
25
32
32
32
32
32
32
32
32
32
32
32
32
32
32
32
32
32
40
40
40
40

LS
50
50
50
50
50
50
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
60
60
60
60

Indexable Drill

LU
31
33
35
37
37
38
38
39
41
42
42
44
44
45
47
48
49
51
50
51
53
55
54
55
56
58
59

LPR
44
46
47
49
51
52
53
55
56
57
58
60
61
62
64
65
66
68
69
70
71
73
74
76
77
78
79

OAL

94

96

97

99

101
102
109
111
112
113
114
116
117
118
120
121
122
124
125
126
127
129
130
136
137
138
139

Stock

HOLEMAKING TOOLS

Insert

QPMG040204

QPMG050204

QPMG060204

QPMGO7T306

@ Stock O Available upon order

GESAC _ 087
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GHDS-2D

GHDS-2D Indexable Drills

Indexable Drill

5 % =98
LU
LS LPR
OAL

Dia. Drilling body
DC
27.5 GHD-275-2D-FC32-Q09S 27.5
28 GHD-280-2D-FC32-Q09S 28
28.5 GHD-285-2D-FC32-Q09S 28.5
29 GHD-290-2D-FC32-Q09S 29
29.5 GHD-295-2D-FC32-Q09S 29.5
30 GHD-300-2D-FC32-Q09S 30
30.5 GHD-305-2D-FC32-Q09S 30.5
31 GHD-310-2D-FC40-Q09S 31
315 GHD-315-2D-FC40-Q09S 315
32 GHD-320-2D-FC40-Q09S 32
325 GHD-325-2D-FC40-Q09S 32,5
39 GHD-330-2D-FC40-Q09S 33
335 GHD-335-2D-FC40-Q11S 33.5
34 GHD-340-2D-FC40-Q11S 34
34.5 GHD-345-2D-FC40-Q11S 34.5
35 GHD-350-2D-FC40-Q11S 35
35.5 GHD-355-2D-FC40-Q11S 35.5
36 GHD-360-2D-FC40-Q11S 36
36.5 GHD-365-2D-FC40-Q11S 36.5
37 GHD-370-2D-FC40-Q11S 37
37.5 GHD-375-2D-FC40-Q11S 375
38 GHD-380-2D-FC40-Q11S 38
38.5 GHD-385-2D-FC40-Q11S 38.5
39 GHD-390-2D-FC40-Q11S 39
39.5 GHD-395-2D-FC40-Q11S 39.5
40 GHD-400-2D-FC40-Q11S 40

088 _ GESAC

DMM
32
32
32
32
32
32
32
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40

Dimension (mm)

DF LS
40 60
40 60
40 60
40 60
40 60
40 60
40 60
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70
48 70

LU
61
60
62
63
65
65
68
67
68
70
72
71
73
75
76
78
79
78
80
80
81
82
84
85
85
86

LPR
81
82
83
84
86
87
89
90
91
92
94
95
97
98
99

101

102

104

105

105

106

108

109

110

112

113

Stock Insert

OAL
141
142
143
144
146
147
149
160
161
162
164
165
167
168
169
171
172
174
175
175
176
178
179
180
182
183

QPMGO09T308

QPMG110408

@ Stock O Available upon order



GHDS-3D

GHDS-3D Indexable Drills

DF

DMM

Dia.

14
14.5
15
15.5
16
16.5
17
17.5
18
18.5
19
19.5
20
20.5
21
21.5
22
22,5
23
285
24
24.5
25
255
26
26.5
27

DC

OAL

Drilling body

GHD-140-3D-FC20-Q04S
GHD-145-3D-FC20-Q04S
GHD-150-3D-FC20-Q04S
GHD-155-3D-FC20-Q04S
GHD-160-3D-FC20-Q05S
GHD-165-3D-FC20-Q05S
GHD-170-3D-FC25-Q05S
GHD-175-3D-FC25-Q05S
GHD-180-3D-FC25-Q05S
GHD-185-3D-FC25-Q05S
GHD-190-3D-FC25-Q06S
GHD-195-3D-FC25-Q06S
GHD-200-3D-FC25-Q06S
GHD-205-3D-FC25-Q06S
GHD-210-3D-FC25-Q06S
GHD-215-3D-FC25-Q06S
GHD-220-3D-FC25-Q06S
GHD-225-3D-FC25-Q06S
GHD-230-3D-FC25-Q07S
GHD-235-3D-FC25-Q07S
GHD-240-3D-FC25-Q07S
GHD-245-3D-FC25-Q07S
GHD-250-3D-FC25-Q07S
GHD-255-3D-FC32-Q07S
GHD-260-3D-FC32-Q07S
GHD-265-3D-FC32-Q07S
GHD-270-3D-FC32-Q07S

DC
14
14.5
15
15.5
16
16.5
17
17.5
18
18.5
19
19.5
20
20.5
21
21.5
22
22.5
23
23.5
24
24.5
25
255
26
26.5
27

DMM
20
20
20
20
20
20
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
32
32
32
32

Dimension (mm)

DF
25
25
25
25
25
25
32
32
32
32
32
32
32
32
32
32
32
32
32
32
32
32
32
40
40
40
40

LS
50
50
50
50
50
50
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
60
60
60
60

Indexable Drill

LU
45
47
50
52
51
53
54
56
58
60
60
62
64
65
67
69
69
72
72
75
76
77
79
80
81
84
85

LPR
58
60
62
64
66
68
69
72
73
75
76
79
81
82
84
86
87
90
91
93
95
97
99

100

102

104

105

OAL
108
110
112
114
116
118
125
128
129
131
132
135
137
138
140
142
143
146
147
149
151
153
155
160
162
164
165

Stock

HOLEMAKING TOOLS

Insert

QPMG040204

QPMG050204

QPMG060204

QPMGO7T306

@ Stock O Available upon order

GESAC _ 089
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GHDS-3D

GHDS-3D Indexable Drills

S | S el
LU
LS LPR
OAL

Dia. Drilling body
DC
27.5 GHD-275-3D-FC32-Q09S 27.5
28 GHD-280-3D-FC32-Q09S 28
28.5 GHD-285-3D-FC32-Q09S 28.5
29 GHD-290-3D-FC32-Q09S 29
29.5 GHD-295-3D-FC32-Q09S 29.5
30 GHD-300-3D-FC32-Q09S 30
30.5 GHD-305-3D-FC32-Q09S 30.5
31 GHD-310-3D-FC40-Q09S 31
315 GHD-315-3D-FC40-Q09S 315
32 GHD-320-3D-FC40-Q09S 32
325 GHD-325-3D-FC40-Q09S 32,5
39 GHD-330-3D-FC40-Q09S 33
335 GHD-335-3D-FC40-Q11S 33.5
34 GHD-340-3D-FC40-Q11S 34
34.5 GHD-345-3D-FC40-Q11S 34.5
35 GHD-350-3D-FC40-Q11S 35
35.5 GHD-355-3D-FC40-Q11S 35.5
36 GHD-360-3D-FC40-Q11S 36
36.5 GHD-365-3D-FC40-Q11S 36.5
37 GHD-370-3D-FC40-Q11S 37
37.5 GHD-375-3D-FC40-Q11S 375
38 GHD-380-3D-FC40-Q11S 38
38.5 GHD-385-3D-FC40-Q11S 38.5
39 GHD-390-3D-FC40-Q11S 39
39.5 GHD-395-3D-FC40-Q11S 39.5
40 GHD-400-3D-FC40-Q11S 40

090 _ GESAC

DMM
32
32
32
32
32
32
32
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40

Dimension (mm)

DF
40
40
40
40
40
40
40
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48

LS
60
60
60
60
60
60
60
70
70
70
70
70
70
70
70
70
70
70
70
70
70
70
70
70
70
70

LU
88
87
90
91
93
95
97
98
98
101
103
104
106
108
109
112
114
113
116
117
118
122
122
125
124
126

LPR
108
109
111
112
115
117
118
121
122
124
126
128
130
131
134
135
137
139
141
142
144
146
148
149
151
153

Stock Insert

OAL
168
169
171
172
175
177
178
191
192
194
196
198
200
201
204
205
207
209
211
212
214
216
218
219
221
223

QPMGO09T308

QPMG110408

@ Stock O Available upon order



GHDS-4D

GHDS-4D Indexable Drills

DF

oc |

LS LPR
OAL
Dia. Drilling body
DC
14 GHD-140-4D-FC20-Q04S 14
14.5 GHD-145-4D-FC20-Q04S 14.5
15 GHD-150-4D-FC20-Q04S 15
15.5 GHD-155-4D-FC20-Q04S 155
16 GHD-160-4D-FC20-Q05S 16
16.5 GHD-165-4D-FC20-Q05S 16.5
17 GHD-170-4D-FC25-Q05S 17
17.5 GHD-175-4D-FC25-Q05S 17.5
18 GHD-180-4D-FC25-Q05S 18
18.5 GHD-185-4D-FC25-Q05S 18.5
19 GHD-190-4D-FC25-Q06S 19
19.5 GHD-195-4D-FC25-Q06S 19.5
20 GHD-200-4D-FC25-Q06S 20
20.5 GHD-205-4D-FC25-Q06S 20.5
21 GHD-210-4D-FC25-Q06S 21
21.5 GHD-215-4D-FC25-Q06S 21.5
22 GHD-220-4D-FC25-Q06S 22
22.5 GHD-225-4D-FC25-Q06S 22.5
23 GHD-230-4D-FC25-Q07S 23
23.5 GHD-235-4D-FC25-Q07S 23.5
24 GHD-240-4D-FC25-Q07S 24
24.5 GHD-245-4D-FC25-Q07S 24.5
25 GHD-250-4D-FC25-Q07S 25
25.5 GHD-255-4D-FC32-Q07S 25.5
26 GHD-260-4D-FC32-Q07S 26
26.5 GHD-265-4D-FC32-Q07S 26.5
27 GHD-270-4D-FC32-Q07S 27

DMM
20
20
20
20
20
20
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
32
32
32
32

Indexable Drill

Dimension (mm)

DF
25
25
25
25
25
25
32
32
32
32
32
32
32
32
32
32
32
32
32
32
32
32
32
40
40
40
40

LS
50
50
50
50
50
50
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
60
60
60
60

LU
59
63
64
66
67
70
71
74
76
78
79
83
84
87
88
90
2
95
99

102

101

104

104

107

108

110

112

LPR
72
75
7
79
82
84
86
89
91
93
95
99

101

103

105

107

109

112

114

117

119

122

124

126

128

130

132

OAL
122
125
127
129
132
134
142
145
147
149
151
155
157
159
161
163
165
168
170
173
175
178
180
186
188
190
192

Stock

HOLEMAKING TOOLS

Insert

QPMG040204

QPMG050204

QPMG060204

QPMGO7T306

@ Stock O Available upon order

GESAC _ 091
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GHDS-4D

GHDS-4D Indexable Drills

Indexable Drill

Loc |

L s P = ———__ ~Je
=1 I e | =
LU
LS LPR
OAL
Dia. Drilling body bC
27.5 GHD-275-4D-FC32-Q09S 27.5
28 GHD-280-4D-FC32-Q09S 28
28.5 GHD-285-4D-FC32-Q09S 28.5
29 GHD-290-4D-FC32-Q09S 29
29.5 GHD-295-4D-FC32-Q09S 29.5
30 GHD-300-4D-FC32-Q09S 30
30.5 GHD-305-4D-FC32-Q09S 30.5
31 GHD-310-4D-FC40-Q09S 31
315 GHD-315-4D-FC40-Q09S 315
32 GHD-320-4D-FC40-Q09S 32
325 GHD-325-4D-FC40-Q09S 325
33 GHD-330-4D-FC40-Q09S 33
335 GHD-335-4D-FC40-Q11S 335
34 GHD-340-4D-FC40-Q11S 34
34.5 GHD-345-4D-FC40-Q11S 34.5
35 GHD-350-4D-FC40-Q11S 35
35.5 GHD-355-4D-FC40-Q11S 355
36 GHD-360-4D-FC40-Q11S 36
36.5 GHD-365-4D-FC40-Q11S 36.5
37 GHD-370-4D-FC40-Q11S 37
37.5 GHD-375-4D-FC40-Q11S 375
38 GHD-380-4D-FC40-Q11S 38
38.5 GHD-385-4D-FC40-Q11S 38.5
39 GHD-390-4D-FC40-Q11S 39
39.5 GHD-395-4D-FC40-Q11S 39.5
40 GHD-400-4D-FC40-Q11S 40

092 _ GESAC

DMM
32
32
32
32
32
32
32
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40
40

Dimension (mm)

DF
40
40
40
40
40
40
40
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48
48

LS
60
60
60
60
60
60
60
70
70
70
70
70
70
70
70
70
70
70
70
70
70
70
70
70
70
70

LU
113
115
118
120
123
125
126
129
131
134
137
138
142
142
142
146
146
150
152
154
158
157
160
165
166
164

LPR
135
137
139
141
144
147
148
152
154
156
159
161
163
165
168
170
173
175
177
179
182
184
186
188
191
193

OAL
195
197
199
201
204
207
208
222
224
226
229
231
233
235
238
240
243
245
247
249
252
254
256
258
261
263

Stock

[ ]
[ ]
[ ]
[ ]
[ ]
[ ]
(@)
[ ]
(@)
[ ]
([ ]
[ ]
([ ]
[ ]
@)
[ ]
(@)
[ ]
(@)
[ ]
([ ]
[ ]
©)
[ ]
[ ]

Insert

QPMG09T308

QPMG110408

@ Stock O Available upon order
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GHDS-5D Indexable Drills

DF

LS LPR
OAL
Dia. Drilling body
DC
14 GHD-140-5D-FC20-Q04S 14
14.5 GHD-145-5D-FC20-Q04S 14.5
15 GHD-150-5D-FC20-Q04S 15
15.5 GHD-155-5D-FC20-Q04S 15.5
16 GHD-160-5D-FC20-Q05S 16
16.5 GHD-165-5D-FC20-Q05S 16.5
17 GHD-170-5D-FC25-Q05S 17
17.5 GHD-175-5D-FC25-Q05S 17.5
18 GHD-180-5D-FC25-Q05S 18
18.5 GHD-185-5D-FC25-Q05S 18.5
19 GHD-190-5D-FC25-Q06S 19
19.5 GHD-195-5D-FC25-Q06S 19.5
20 GHD-200-5D-FC25-Q06S 20
20.5 GHD-205-5D-FC25-Q06S 20.5
21 GHD-210-5D-FC25-Q06S 21
215 GHD-215-5D-FC25-Q06S 215
22 GHD-220-5D-FC25-Q06S 22
22,5 GHD-225-5D-FC25-Q06S 22.5
23 GHD-230-5D-FC32-Q07S 23
23.5 GHD-235-5D-FC32-Q07S 23.5
24 GHD-240-5D-FC32-Q07S 24
24.5 GHD-245-5D-FC32-Q07S 24.5
25 GHD-250-5D-FC32-Q07S 25
25.5 GHD-255-5D-FC32-Q07S 25.5
26 GHD-260-5D-FC32-Q07S 26
26.5 GHD-265-5D-FC32-Q07S 26.5
27 GHD-270-5D-FC32-Q07S 27

DMM
20
20
20
20
20
20
25
25
25
25
25
25
25
25
25
25
25
25
32
32
32
32
32
32
32
32
32

Indexable Drill

Dimension (mm)

DF
25
25
25
25
25
25
32
32
32
32
32
32
32
32
32
32
32
32
40
40
40
40
40
40
40
40
40

LS
50
50
50
50
50
50
56
56
56
56
56
56
56
56
56
56
56
56
60
60
60
60
60
60
60
60
60

LU
73
7
79
81
83
87
90
93
94
97
99
103
104
107
109
112
113
116
120
122
124
127
129
133
137
138
139

LPR
86
90
92
95
98

101

104

107

109

112

114

118

121

124

126

129

131

134

138

140

143

146

149

153

157

158

159

HOLEMAKING TOOLS

OAL

136
140
142
145
148
151
160
163
165
168
170
174
177
180
182
185
187
190
198
200
203
206
209
213
217
218
219

Stock

Insert

QPMG040204

QPMG050204

QPMG060204

QPMGOTT306

@ Stock O Available upon order

GESAC _ 093
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GHDS-5D

GHDS-5D Indexable Drills

wlg| F/———
=1 T
LU
LS LPR
OAL
Dimension (mm)
Dia. Drilling body Stock Insert
DC  DMM  DF LS LU LPR  OAL
275  GHD-275-5D-FC32-Q09S  27.5 2 40 60 42 162 22 e
28 GHD-280-5D-FC32-Q09S 28 2 40 60 43 165 25 @
285  GHD-285-5D-FC32-Q09S  28.5 2 40 60 147 169 229 e
29 GHD-290-5D-FC32-Q09S 29 2 40 60 150 171 231 @
295  GHD-295-5D-FC32-Q09S  29.5 2 40 60 153 174 234 e
30 GHD-300-5D-FC32-Q09S 30 2 40 60 155 177 237 e QPMGO9T308
30.5  GHD-305-5D-FC32-Q09S  30.5 2 40 60 158 180 240 @
31 GHD-310-5D-FC40-Q09S 31 40 48 70 160 183 253 @
315  GHD-315-5D-FC40-Q09S 315 40 48 70 163 18 256 @
2 GHD-320-5D-FC40-Q09S EY) 40 48 70 166 188 258 @
325  GHD-325-5D-FC40-Q09S  32.5 40 48 70 170 192 262 e

@ Stock O Available upon order
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QPMG

QPMG Insert
g 1
S
Grade Dimension (mm)
Insert Type Drilling Dia.
GA4230 GM3220  GS4130 IC S RE D1
QPMG040204-DP [ O O 4.7 2.3 0.4 2.2 $14.0 ~ d15.9
QPMG050204-DP [ @) [ 5.7 2.5 0.4 2.6 $16.0 ~ $18.9
QPMG060204-DP [ J [ ] [ 6.5 2.5 0.4 2.6 ®19.0 ~ $22.5
QPMGO7T306-DP [ ©) [ ] 7.94 3.5 0.6 2.85 $22.6 ~ $27.0
QPMGO09T308-DP [ @) [ ] 9.7 3.97 0.8 3.5 ®27.1 ~ $33.0
QPMG110408-DP [ @) @) 11.5 4.76 0.8 4.4 $33.1 ~ $40.0

GA4230- Universal Grade
GM3220 - For stainless steel
GS4130-Suitable for HRSA Material, and unstable conditions

@ Stock O Available upon order

Spare Parts

Screw Wrench
Insert
Ordering Code Diagram Ordering Code Diagram
QPMG040204 PSI60M020050-02704B PTTO5IPB
QPMG050204 PSI60M022055-03107B PTTO6IPB
QPMG060204 PSI60M022055-03107B \ PTTO6IPB
QPMGO07T306 PSI60M025070-03509B PTTO7IPB o
QPMG09T308 PSI60M030080-04210B PTT09IPB
QPMG110408 PSI60M040100-05510B PTT15IPB
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SPMG

General Drill Insert

S
Insert Type Grade Dimension (mm) Drilling Dia.
GA4230 654130 c s RE DI
SPMG050204-DM [ [ ] 5 2.38 2.2 0.4 $13.0 ~ $15.0
SPMG060204-DM [ [ 6 2.38 2.6 0.4 $15.5 ~ $21.5
SPMGO7T308-DM [ [ 7.94 3.97 2.8 0.8 ©22.0 ~ $27.5
SPMG090408-DM [ [ ] 9.8 4.3 4.2 0.8 $28.0 ~ ©33.0
SPMG110408-DM [ [ 115 4.76 4.4 0.8 $33.0 ~ d41.0
SPMG140512-DM [ [ 14.3 5.2 5.8 1.2 42.0 ~ $50.0

GA4230- Universal Grade

GS4130-Suitable for HRSA Material, and unstable conditions @ Stock O Available upon order
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WCMT

General Drill Insert

Grade Dimension (mm)
Insert Type Drilling Dia.
GA4230 IC S RE D1
WCMT030208-DU [ J 5.56 2.38 2.8 0.8 $15.0 ~ $20.5
WCMT040208-DU [ ] 6.35 2.38 2.9 0.8 $21.0 ~ $24.5
WCMT050308-DU [ 7.94 3.18 3.4 0.8 ©25.0 ~ $30.0
WCMTO06T308-DU [ ] 9.52 3.97 3.8 0.8 ©30.5 ~ $39.5
WCMT080412-DU [ 12.7 4.76 4.4 1.2 ©40.0 ~ ©60.0

@ Stock O Available upon order
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MCMG Spade Drilling insert

XR chisel edge regrinding — — — — — — — | - - Chip dividing groove

@ Reduce chip width
® Smaller drilling torque

@ Increase edge strength
® enhance drilling stability

Locating slot

________ - _ _ _ _
Double screw hole ® Ensure radial accuracy

@ Safe and reliable installation
® ensure drilling stability

Drillingcore — - ———————— — — — |

@ Thin drilling core, effectively reduce axial resistance
@ Good self-centering

L - - - Double flank surface
of cutting tool

@ Reduce the friction with
the workpiece
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Spade Drill Identification system

GSD-125-08D -FC 20 - (S)

dolp @Eelh deln Hen dem wEem

@Drill Type (®Aspect Ratio ®Shank Dia. ®Groove Type
Indexable Helical
GSD Spade Drills 08D 8D ‘ 20 $20.0mm - Groove
Straight
. . s Groogve
@Dia. of drill @Shank type
_Thedia. of
125 insert place: FC Flange-Flat
$12.5mm

M C M G 0200 T3-DS-GM3225

Ol @160 10N NO-NO L(©)

®Shape ®Tolerance ®Dia. @Chip breaker Symbol
o Indicates the cutting
M [:J M 0200 20.0mm properties and chipbreakers

(@Relief Angle QLB omeler ®Thickness ®Grade
Symbol
C I G Double-sided T3 3.97mm GM3225 ‘
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MCMG

MCMG Insert

132°

m?j@

DC
Dimension (mm) Grade Dimension (mm) Grade
Ordering Code Ordering Code
DC B PL GM3225 DC B PL GM3225

MCMGO013003-DS 13 2.86 [ ] MCMGO025004-DS 25 5.5 [ ]
MCMGO013503-DS 135 2.97 [ J MCMGO025504-DS 255 5.61 [ ]
MCMG014003-DS 14 3.08 [ MCMG026004-DS 26 5.72 [ ]
MCMGO014503-DS 14.5 3.19 [ MCMG026504-DS 26.5 5.83 ([ ]
MCMG015003-DS 15 3.3 [ MCMG027004-DS 27 5.94 [ ]
MCMGO015503-DS 15.5 318 3.41 [ MCMGO027504-DS 27.5 6.05 [ ]
MCMG016003-DS 16 3.52 [ ] MCMG028004-DS 28 6.16 [ ]
MCMG016503-DS 16.5 3.63 [ ] MCMGO028504-DS 28.5 6.27 ([ ]
MCMG017003-DS 17 3.74 [ ] MCMG029004-DS 29 6.38 [ ]
MCMG017503-DS 17.5 3.85 [ MCMG029504-DS 29.5 6.49 ([ ]
MCMGO0180T3-DS 18 3.96 [ ] MCMG030004-DS 30 6.6 [ ]
MCMG0185T3-DS 18.5 4.07 [ J MCMG030504-DS 30.5 4.76 6.71 (]
MCMG0190T3-DS 19 4.18 [ ] MCMG031004-DS 31 6.82 [ ]
MCMGO0195T3-DS 19.5 4.29 [ J MCMGO031504-DS 315 6.93 [ ]
MCMG0200T3-DS 20 4.4 [ ] MCMG032004-DS 32 7.04 ([ ]
MCMGO0205T3-DS 20.5 4.51 [ MCMG032504-DS 325 7.15 [ ]
MCMGO0210T3-DS 21 4.62 [ ] MCMG033004-DS 33 7.26 ([ ]
MCMGO0215T3-DS 21.5 391 4.73 [ J MCMGO033504-DS 335 7.37 [ ]
MCMG0220T3-DS 22 4.84 [ ] MCMG034004-DS 34 7.48 ([ ]
MCMG0225T3-DS 22.5 4.95 [ J MCMG034504-DS 34.5 7.59 [ ]
MCMG0230T3-DS 23 5.06 [ MCMGO035004-DS 35 7.7 [ ]
MCMG0235T3-DS 23.5 5.17 [ MCMGO035504-DS 35.5 7.81 [ ]
MCMG0240T3-DS 24 5.28 [ MCMGO036004-DS 36 7.92 ([ ]
MCMG0245T3-DS 24.5 5.39 [ J

@ Stock O Available upon order
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GSD

The Lateral Fixation Type Flange Shank and Helical Flute Holder

DMM

)

LS

OAL

Dimension (mm)

Ordering Code Stock Screw Wrench
DC LU OAL DMM LS

GSD-125-04D-FC20 63.5 142.1 °

GSD-125-07D-FC20 13.0~150 1143 192.9 °

GSD-125-11D-FC20 177.8 256.4 2 5 o) PSIS2MO25060- oo
GSD-150-03D-FC20 63.5 142.1 ° 03712€
GSD-150-06D-FC20 155~175 1143 192.9 °

GSD-150-10D-FC20 177.8 256.4 °

GSD-175-05D-FC25 1175 210.8 °

GSD-175-07D-FC25 18.0~215 1683 261.6 °

GSD-175-12D-FC25 269.9 363.2 )5 s ° PSI5024I\4(S(():075- o TTo9pC
GSD-215-04D-FC25 1175 210.8 o)

GSD-215-07D-FC25 220~245 1683 261.6 °

GSD-215-11D-FC25 269.9 363.2 °

GSD-245-04D-FC32 136.5 239.4 °

GSD-245-06D-FC32 25.0~29.0  187.3 290.2 °

GSD-245-09D-FC32 288.9 391.8 i 6 o PSISIMO40095- e
GSD-295-03D-FC32 136.5 239.4 o) 05218C
GSD-295-05D-FC32 30.0~36.0  187.3 290.2 °

GSD-295-08D-FC32 288.9 391.8 o)

@ Stock O Available upon order
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GSD

The Lateral Fixation Type Flange Shank and Straight Flute Holder

( ]
2 I o) 8
Ls - Ly
OAL
Dimension (mm)
Ordering Code Stock Screw Wrench
DC LU OAL DMM LS
GSD-125-01D-FC20-S 22.2 97.6 (@)
GSD-125-02D-FC20-S 34.9 113.5 [ ]
13.0~15.0
GSD-125-19D-FC20-S 295 373.9 O
GSD-125-25D-FC20-S 387 466 @) i
20 50 PSISZI\%%SOQSO PTTO8PC
GSD-150-01D-FC20-S 222 97.6 o 03712€
GSD-150-02D-FC20-S 34.9 1135 @)
155~17.5
GSD-150-16D-FC20-S 295 373.9 ©)
GSD-150-22D-FC20-S 387 466 @)
GSD-175-02D-FC25-S 47.6 131.8 O
GSD-175-03D-FC25-S 66.7 163.2 [ ]
18.0~21.5
GSD-175-21D-FC25-S 457 550.5 O
GSD-175-26D-FC25-S 569 658.5 (@) _
25 56 POISZN0S00T> pTTO9PC
GSD-215-01D-FC25-S 47.6 131.8 O
GSD-215-02D-FC25-S 66.7 163.2 [ ]
22.0~24.5
GSD-215-19D-FC25-S 457 550.5 O
GSD-215-23D-FC25-S 569 658.5 @)
GSD-245-01D-FC32-S 57.2 148.5 O
GSD-245-02D-FC32-S 85.7 188.6 @)
25.0~29.0
GSD-245-17D-FC32-S 511 614.1 O
GSD-245-23D-FC32-S 692 795.1 @) _
2 60 POIRAN0I009>"  pTTISPC
GSD-295-01D-FC32-S 57.2 148.5 (@)
GSD-295-02D-FC32-S 85.7 188.6 [ ]
30.0~36.0
GSD-295-14D-FC32-S 511 614.1 (@)
GSD-295-19D-FC32-S 692 795.1 (@)
@ Stock O Available upon order
Spare Parts
Screw Wrench
Dia of Insert
Ordering Code Diagram Ordering Code Diagram
$13.0-®17.5 PS152M025060-03712C PTTO8PC
$18.0 - ®24.5 PSI152M030075-04212C PTTO9PC
$25.0 - $36.0 PS152M040095-05218C PTT15PC
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Recommended Cutting Data

GHDS Indexable drill

Workpiece Materials

Low-Carbon Steel,Long
Chipping (< 125HB)

Low-Carbon Steel,Short
Chipping,Free Cutting
Steel (< 125HB)

High-carbon Steels,
Medium-carbon Steels
(< 25HRC)

Alloy Steels, Tool Steels
(< 35HRC)

Alloy Steels, Tool Steels
(35-48HRC)

PH and
Ferrite/Martensitic steel
(< 35HRC)

High-Strength PH and
Ferrite/Martensitic steel
(35-48HRC)

Austenitic Stainless
Steels
(130- 200HB)

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

Duplex Stainless Steels
(<30HRC)

Grey Cast Iron
( < 32HRC)

Moderately Difficult Alloy
Castiron, Nodular
Cast Iron (< 28HRC)

Difficult High-alloy Cast
Iron, Nodular Cast Iron
( < 45HRC)

(Ni+/Fe+/Co+)HRSA

(Ti+)HRSA

Cutting Speed

Vc(m/min)

160—240—300

140—180—220

140—180—220

100—160—200

80—160—200

80—160—200

60—140—180

100—140—200

60—140—180

60—140—180

140—180—230

120—160—200

100—160—200

30—50—80

30—50—70

®14.0-22.5

0.04-0.06

0.04-0.10

0.04-0.10

0.04-0.10

0.04-0.10

0.03-0.08

0.03-0.08

0.04-0.10

0.03-0.08

0.03-0.08

0.04-0.10

0.04-0.10

0.04-0.10

0.03-0.06

0.03-0.08

Indexable Drill | HOLEMAKING TOOLS

Feed (mm/rev)*Refer to Diameter Range *

$23.0-27.0

0.04-0.06

0.04-0.12

0.04-0.12

0.06-0.12

0.06-0.12

0.04-0.12

0.04-0.12

0.06-0.12

0.04-0.12

0.04-0.12

0.06-0.14

0.06-0.14

0.06-0.12

0.04-0.08

0.04-0.10

$27.5-33.0 ®33.5-40.0
0.04-0.08 0.04-0.08
0.06-0.16 0.08-0.18
0.06-0.16 0.08-0.18
0.08-0.16 0.08-0.18
0.08-0.16 0.08-0.18
0.08-0.14 0.08-0.16
0.06-0.14 0.06-0.16
0.06-0.14 0.06-0.16
0.06-0.14 0.06-0.16
0.06-0.14 0.06-0.16
0.06-0.16 0.08-0.20
0.06-0.16 0.08-0.20
0.08-0.16 0.08-0.18
0.04-0.10 0.06-0.12
0.04-0.10 0.06-0.12
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Recommended Cutting Data

GSD spade drill

Workpiece Materials

Cutting Speed

Feed (mm/rev)*Refer to Diameter Range *

Ve(m/min) 213.0-17.5 218.0-24.0 ©25.0 - 35.0
Low-Carbon Steel,Long
Chipping (< 125HB) 80—100—120 0.14-0.26 0.18-0.28 0.22-0.32
Low-Carbon Steel,Short
Chipping,Free Cutting Steel 80—90—105 0.14-0.26 0.18-0.28 0.22-0.32
(< 125HB)
High-carbon Steels, Medium-
carbon Steels 60—80—100 0.12-0.18 0.16-0.24 0.22-0.30
(< 25HRC)
Alloy Steels, Tool Steels
n e 5HRO) 60—80—100 0.12-0.16 0.16-0.22 0.22-0.28
Alloy Steels, Tool Steels
(35-48HRC) 50—70—90 0.12-0.16 0.15-0.20 0.20-0.25
PH and
Ferrite/Martensitic steel 40—60—70 0.12-0.16 0.16-0.20 0.18-0.25
(< 35HRC)
High-Strength PH and
Ferrite/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
Stainless Steels and
M et e cronls 20—40—50 0.08-0.14 0.12-0.20 0.14-0.22
(< 25HRC)
Duplex Stainless Steels
(<30HRC) 20—40—-50 0.08-0.14 0.12-0.20 0.14-0.22
Grey Cast Iron 80—100—120 0.18-0.25 0.25-0.30 0.30-0.35
( < 32HRC) e e e
Moderately Difficult Alloy
m Castiron, Nodular 80—100—120 0.15-0.20 0.18-0.26 0.22-0.32
Castlron (< 28HRC)
Difficult High-alloy Cast
Iron, Nodular CastIron 60—80—100 0.15-0.20 0.18-0.26 0.22-0.32

( < 45HRC)

Holders With different length

Length of different holders

114a 3)qexapu| @

Parameters
Drill Depth < 8D 8D = Drill Depth < 12D 12D = Drill Depth < 16D 16D = Drill Depth < 20D 20D = Drill Depth
Speed Refer to the above sheet 0.9 0.85 0.8 0.75
Feed Refer to the above sheet 0.95 0.9

Note: The parameters recommended in the table are based on the premise of perfect equipment and efficiency. Please according to the actual
equipment situation, reduce the speed and feed (speed reduced by 20%, feed reduced by 10%) .
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Workpiece Material Table

ISOGI\:IC?l’j%riaI MC Workpiece Material Content SI?gr?Iglfh Hgﬂjnnee"ss Eg%w:slé
N/mm2 HB HRC
P1 Low-carbon Steels, Long Chipping C<0.25% <530 <125
P2 Low-carbon Steels, Short Chipping, Freecutting Steels C<0.25% <530 <125
P3 High-carbon Steels, Medium-carbon Steels C>0.25% >530 <220 <25
n P4 Alloy Steels, Tool Steels C>0.25% 600-850 <330 <35
Steels P5 Alloy Steels, Tool Steels C>0.25% 850-1400 340-450 35-48
PG Ferritic Stainless Steels, Martensitic Stainless C=(0-0.4)% 600-900 <330 <35

Steels, PH Stainless Steels

High-strength Ferritic Stainless Steels, Martensitic ~_
PT Stafgnless Steels, PH Stainless Steels C=(0.1-0.6)% 900-1350 330-450 35-48

M1 Austenitic Stainless Steels C=(0.05-0.15)% <600 130-200
Stm | M2 High-Strength Austenitic Stainless Steelsand — ¢~(0.05.0.15)% 600800  150-230 <25
Steels M3 Duplex Stainless Steels C=(0.05-0.20)% <800 135-275 <30
K1 Grey Cast Iron 125-500 120-290 <32
m K2 Moderately Difficult Alloy Cast iron, Nodular Cast Iron <600 130-260 <28
Castlron K3  Difficult High-alloy Cast Iron, Nodular Cast Iron >600 180-350 <43
N1 Wrought Aluminium Alloys <520 60-90
N2 Cast Aluminium Alloys Si<12% <350 70-100
m N3 Cast Aluminium Alloys Si>12% 200-320 60-120
Non-ferrous N4 Copper, Copper Alloys 200-650 60-200
Materials N5 Graphite, CFK, CFRP Graphite, Composite Materials 600-1500
NG GFK, CFK Al\llll;rpeiggﬂn(ﬁ&sgg Composite <700 <10
S1 Iron-based Heat-resistant Alloys 500-1200 160-260 25-48
S2 Cobalt-based Heat-resistant Alloys 1000-1450 250-450 25-48
gsggrr:lslig)tg?t S3 Nickel-based Heat-resistant Alloys 600-1700 160-450 <48
Titanium Alloys = sS4 Titanium and Titanium Alloys 900-1600 300-400 33-48
H1 Hardened Steels 45-55
H2 Hardened Steels 55-60
Hardened H3 Hardened Steels 60-65
Materials H4 Hardened Steels >65
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The Structure of Shank-DIN Standard

DIN 6535-HA
n d1h52‘3‘4‘5 6‘8 10 12‘14 16‘18 20 25 32
1 1+2 28 36 40 45 48 50 56 60
- r‘ -—
DIN 6535-HB
b: el |x |2
2 +0.05 0 B + +1
i : 0 1 2 0 0
IEAT)
. 6.0 42 5.1
—E S - 18.0 36.0
i 8.0 5.5 6.9
l...._._a.l.__ dy
3 10 7.0 20.0 8.5 40.0
AR 12 10.4
=omeomm 8.0 25 45.0
14 12.7
"‘5-:'" .
“xB1 16 142
1 10.0 240 48.0
18 162
[ 20 11.0 25.0 18.2 50.0
1,
dy=26~32mm 25 12.0 32.0 23.0 56.0 17.0
2 14.0 36.0 30.0 60.0 19.0
DIN 6535-HE
‘tbz} d: (b) (b) (he) (h) L L ls 2
P 6.0 43 5.1
/] - - 360 250 180
R 8.0 55 6.9
— d,
[ 10 7.1 8.5 400 280 200 12
di=5-20mm 12 8.2 10.4
450 330 225
14 8.1 12.7
il 16 10.1 14.2
) 480 360 240
18 108 16.2
J | o2 |
(= 20 114 18.2 500 380 250 16
et o 25 136 93 230 241 560 440  32.0
L &w
R — 32 155 99 300 312 600 480 350
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Cutting Calculations and Definitions

Parameter and Unit

D Diameter (mm) fn Feed per Revolution (mm/rev)
ap Cutting Depth (mm) fz Feeding per Teeth (mm/tooth)
ae Cutting Width (mm) Z Number of Teeth
Vf Feed Rate (mm/min) N Spindle Speed (rev/min)
Vc Cutting Speed (m/min) L Length (mm)
Q Rate of Metal Removal (cm*/min) Tc Processing Time (min)
General Formula
Vc 1000 .
n Spindle Speed n= ————(rev/min)
m+D
m+D*n .
Vc Cutting Speed Vc= —— (m/min)
1000
Vf Feed Rate Vf= fz*z*n (mm/min)
v
fz Feed per Teeth fZ= Zifn(mm)
Q Rate of Metal Removal Q= %ﬁ (cm3/min)
_ L .
Tc Processing Time Te= vf (min)
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Comparison Table for Tensile Strength , Brinell Hardness and Rockwell

N/mm?2 HV10 HB HRC N/mm2 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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Service of Tool Regrinding

Through the system of grinding process and strict process quality control,Xiamen GESAC will let your wear tool to recover full new
state.One more time to regrinding, to extend the tool life.Practical data show,reasonable tool grinding can save more than 50% of
the total investment cost of tool.

Regrinding process can not only helps you save investment, reduce inventory, but also effectively avoid the waste of materials,
saving resources and protecting the environment.

Xiamen GESAC cutter grinding service will help you achieve the dream of processing.

You only need to contact the nearest Xiamen GESAC agents to make your tool to restore as new!

100% |

REVERGE
tool cost
of more
than 50%

90% |——

80% ——

70% [

60%

50% | @

40%

Tool cost

30%

20%
10%

I p—
0%
No,. First of Second of Third of
regrinding  regarding regarding  regarding
» Please follow these steps
Contact the nearest GESAC office.

Step

One ‘e,

Kd *
A professional re-grinding o *
team will repair your tool .
and send it back to you.
se 0w
Four CZL_F Gesac®
Please put the regrinding tool
:' into the box with the GESAC

.
‘e

' Ste
Threpe

Fill out the "Tool Regrinding and
Recoating Power of Attorney", and
with the re-grinding tool to the
nearest to the Xiamen Golden
Egret agents.

» GESAC provides regrinding services for a wide range of

tool products, including:

« Solid carbide drill
+ Solid carbide endmill
« Solid carbide step drill

110 _ GESAC

mark, and pay attention to
prevent the tool from bumping.
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XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.

Add: No.69 Xinglong Road Huli District Xiamen CHINA

Factory Add: No.1601-1629 Jicheng Road Industrial WWW. g e S a C . CO m. C N

Concentration Area Tongan Xiamen CHINA
Tel: +86-592-7107392

T 400-998-6858 )

Email: gesac@cxtc.com
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