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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.

w
Powder

Copper-tungsten Alloy R — NV

(Wt

Rods
Mining Tips
Shield Alloy
Burr Blanks

Precision Parts & Wear Parts

Solid
carbide
Tools




Holemaking Tools Index

Holemaking Series Catalogue
Explanation

Solid Carbide Drill

Solid Carbide Drill Identification System
Solid Carbide Drill Product Lineup

Overview of Solid Carbide Drill Application
D918S High Performance Twist Drill For Steel
D968S High Efficient Twist Drill For Stainless Steel
D938 Twist Drill For Steel

D928 Twist Drill For Cast Iron

D966 Twist Drill For Aluminium

D998 Twist Drill For Hardened Steel
D101/D102/D103 NC Centre Drill
Recommended Cutting Parameters

Indexable Drill

Overview of Drilling Grades

GUMD Modular Drill

Indexable Drill

GSD Spade Drill

Recommended Cutting Parameters

004
008

A

010
012
014
015
028
041
068
073
087
088
091

~ B

106
107
118
133
138

Boring Tools

Boring Tools Combination Description Table

Boring Inserts Selection Table
Modular Boring Tools

Boring Tools With Bridge

Boring Inserts Dimensional
Specification Information
Recommended Cutting Parameters
Instructions of Boring Tools

Appendix

Workpiece Material Table

The Structure of Shank—DIN Standard
Cutting Definitions and Calculations
Comparison Table of Tensile Strength,
Brinell Hardness and Rockwell Hardness
Service of Tool Regrinding

~C

143
145
146
163
170

172
179

D

184
185
186
187

188



HOLEMAKING TOOLS INDEX




HOLEMAKING TOOLS | Holemaking Tools Index

Drills Series Catalogue

Drills . . Point Shank Coating/ il Coolant Dimension Aals Dimension Qi
. Description and Profile Depth Tool Type Accuracy Parameters
Series Angle Type Grade LD Type Range Class Table Page Page

3D External T ) o AICHN/ ~
S e e Drill e 140 o D918S-A3N D3~D20 IT9-10 POI5 P09l
3D Internal ‘ " PR TN AICTN/
: . ————NeiT o - ~ -
2D nterna il 140 e D918S-A3C D3~D20 IT9-10 PO19 P09l
D918S
5D External - " PG AICTN/ ~
oo i pri | Esessasse | 140 e D918S-ASN  D3~D20 IT9-10 PO22  PO91
5D Internal " ° AICHN/
; : ——a—— ot - ~ -
2o e il 140 e D918S-A5C D3~D20 IT9-10 P025 = P09l
ggcﬁ’;tﬁtr%v‘istDrm EERewe | 140° ATiN il 3D D968S-A3N D1~D20 IT9-10 P028 P093
Dinternal | | Cm— | 140° Ll D968S-A3C D3~D20 IT9-10 P032 P093
D968S
D Extemal ol | —e—e—e | 140° AITIN D968S-ASN D1~D20 IT9-10 PO35 ~P093
5D Internal AITiN

Coolant Twist Dril = | 140° D968S-A5C D3~D20 1T9-10 PO038 = P093

3D External — o
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Coolant Twist Drill 140 D938-A3N  D1~D20 IT9-10 P041 = P095
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3D Internal p 140°

Coolant Twist Drill | S iieasss D938-A3C | D2~D20 IT9-10 PO045 | P095
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5D External R
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nano

5D Internal ; . . o AITiN ~
Qo erna Dyl | E——— | 140 T D938-A5C D2~D20 IT9-10 PO53 P095
8D Internal [ o AITiN ~

D938 | Coolant Twist Drill | = 140 -W AITiN D938-A8C D2.8~D20 IT9-10 PO57 & PO97
12D Internal — - 135° AITiN D938-A12C D3~D16 IT9-10 PO60 PO9T
Coolant Twist Drill | = = nano
15D Internal E———cecececeame | 135° AITiN D938-A15C D3~D14 IT9-10 P063 P097
Coolant Twist Dril nano
20D Internal S 135° AITIN D938-A20C D3~D12 IT9-10 P0O66 PO9T7
Coolant Twist Dril nano
25D Internal S 135° AITIN D938-A25C D3~D8 IT9-10 PO67 PO9T
Coolant Twist Dril nano
3D External ——— o AICIN/ ~
oo st Dyl | s 140 e D928-A3N  D3~D20 IT9-10 P068 P099
3D Internal S o AICTN/ ~
S e D] Ee—— 140 o D928-A3C  D5~D20 IT9-10 PO70 P099

D928
5D External — o AICTN/ ~
Bl st Dril] | Ees——— 140 e D928-A5N  D3~D16 IT9-10 PO71 P099
5D Internal . o AICTN/ ~
oo | | CSe— 140 o D928-A5C D5~D16 IT9-10 PO72 P099
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Drills Series Catalogue

Drills A X Point Shank Coating/ Driling Coolant Dimension Hole Dimension Cutting
. Description and Profile Depth Tool Type Accuracy Parameters
Series Angle Type Grade LD Type Range Class Table Page Page

3D External o

ool Toist Drill | S| 140 3 D966-A3N  D3-D20 | IT9-10 PO73 = P10l

3D Internal eS| 140°

20 nterna. ol ' 140° g 3 D966-A3C  D3-D20  IT9-10 PO77 = P10l
D966

5D External S S— [40° | g D966-ASN  D3~D20  IT9-10 P080 = P101

Coolant Twist Drill

2D Internal S 140°

Coolant Twist Drill D966-A5C | D3~D20  IT9-10 = P083 = P101

EEEEEB

SISEISESI S]]

D998 %Evi'g’t(tgmﬁlcc’da“t ———E— | 14(° -W 3 D998-Y3N | D4~D16 IT9-10 P0O87  P102
D101 90°NCCentreDrill Eosssssis® | o0° -em D101-AMN | D4~D20 P088 | P103
D102 120°NCCentre Drill s  170° '@H D102-ANN = D5~D20 P089  P103
D103 145°NCCentre Drill Esssssiie®  145° gsww D103-APN = D5~D20 P090 = P103
GUMD Drill Head A 140° GM3225 P110  P138
) GPDTLI5
GUMD — 3D/5D /k GUMD  D10-D21.9 IT9-10
GUMD Holder ] \ P116 = P138

QPMG Inserts GM3220 QPMG P131  P139

GHDS D14-D48 1T12-13

GHDS Holder

ﬂ 2D-5D ! GHDS P120 = P139

SPMG General GA4230
Drilling insert % (S4130 SPMG D13-D50 1T12-13 P132 P139

SPMG/
WCMT WCMT General GA4230
Drling oners Ghaas0 WCMT  D15-D60 IT12-13 PI32  PI39
MCMG Drilling GM3225 MCMG P135  P140
GSD D13~D36 IT9-IT10
GSD Holder ﬂ 2D-26D @ GSD P136  P140
1
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Explanation
Sign Notes Sign Notes
L sHANK] Cylindrical Shank DC Diameter of Drill
hé
Shank Type
L SHANK| DING535HA Shank DMM Diameter of Shank
o535
. LCF Flute Length
TIiAIN TIAIN Coating
LU Recommend Maximum
. AITiN ) . Drilling Depth
Coating J AITiN Nano Coating
nano
LS Shank Length
AICrN/ AICrN/TiSiN Multiple
TiSiN Coating
OAL Overall Length
External Coolant Twist Drill
PL Drill Tip Height
Tool Type Internal Coolant Twist Drill

LPR Hangout Length

Centre Drill
DF Flange Diameter

3D
IC Internal Cycle Diameter

Dimension Data

ElHEHBEEE E £

5D . .
Tip Height
8D RE Corner Radius
Length/D!ameter 12D D1 Internal Hole Diameter
Ratio
15D B Insert Thickness
DCON Boring Shank Diameter
20D
LF Effective Length
25D
WF Insert Saddle Width
Boring Shank Diameter
DCONWS (Working end)
DCONMS Boring Shank Diameter

(Connection end)

Insert Saddle Cutting Edge

KAPR Angle
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Solid Carbide Drills Identification System

D938 -

L (©)

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
Aluminum Alloy D966 Twist Drills for Aluminum 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
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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: 6.
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
20 Depth<20D
25 Depth<25D
M 90°Point Angle
N 120°Point Angle
P 145°Point Angle
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Solid Carbide Drill Product Lineup

D918S Series High Performance Twist
Drill for Steel

® Suitable for mild steel drilling, interrupted cutting,
defective coolant condition and other severe working.

® 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

® |arge groove design provides good chip evacuation
performance

D938 Series Twist Drill for Steel

® Suitable for steel (< 48HRC) and castiron

® 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 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 drilling 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 drill 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

Carbon Steel,
Alloy Steel
(<35HRC)

Alloy Steel
(35-48HRC)

PH and Ferritic/
Martensitic
(<35HRC)

Stainless Steel

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

High Alloy Cast Iron
(35-45HRC)

Forged Aluminium
Alloys
Cast Aluminium Alloys
(Si<12%)

Cast Aluminium Alloys
(Si>12%)
m Copper Alloys

(<HB200)

Composite

Heat Resistant

Super Alloys
B (<HB450)

Titanium Alloys
(<HB400)

Hardened Steels

m (45-60HRC) D398

Hardened Steels
(60-65HRC)

014 _ GESAC
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AICIN/
=EE0

D918S-A3N

High Performance 3D External Coolant Twist Drills For Steel

LU PL

DMM
DC

LS LCF 140°
OAL
Ordering Code (,?1% LCF OAL [()PI:AGI\)A LS LU PL Stock Ordering Code (r?ﬁ) LCF OAL '?r':"s")" LS LU PL Stock
D918S-A3N-0300 3.00 20 62 6 36 155 0.55 @ D918S-A3N-0560 5.60 28 66 6 36 19.6 1.02 @
D918S-A3N-0310 3.10 20 62 6 36 154 056 @ D918S-A3N-0570 570 28 66 6 36 195 1.04 @
D918S-A3N-0320 320 20 62 6 36 152 058 @ D918S-A3N-0575 575 28 66 6 36 194 105 O
D918S-A3N-0330 3.30 20 62 6 36 151 0.60 @ D918S-A3N-0580 5.80 28 66 6 36 193 1.06 @
D918S-A3N-0340 3.40 20 62 6 36 149 062 @ D918S-A3N-0590 590 28 66 6 36 192 1.07 @
D918S-A3N-0350 3.50 20 62 6 36 14.8 0.64 @ D918S-A3N-0600 6.00 28 66 6 36 19.0 1.09 @
D918S-A3N-0360 3.60 20 62 6 36 14.6 0.66 @ D918S-A3N-0610 6.10 34 79 8 36 249 111 @
D918S-A3N-0365 3.65 20 62 6 36 145 0.66 O D918S-A3N-0620 620 34 79 8 36 247 113 @
D918S-A3N-0370 370 20 62 6 36 145 0.67 @ D918S-A3N-0630 630 34 79 8 36 246 115 @
D918S-A3N-0380 3.80 24 66 6 36 183 0.69 @ D918S-A3N-0640 6.40 34 79 8 36 244 116 @
D918S-A3N-0390 3.90 24 66 6 36 182 0.71 @ D918S-A3N-0650 650 34 79 8 36 243 118 @
D918S-A3N-0400 4.00 24 66 6 36 180 0.73 @ D918S-A3N-0660 6.60 34 79 8 36 241 120 @
D918S-A3N-0410 4.10 24 66 6 36 17.9 0.75 @ D918S-A3N-0670 670 34 79 8 36 240 122 @
D918S-A3N-0415 4.15 24 66 6 36 17.8 0.76 @ D918S-A3N-0675 675 34 79 8 36 239 123 O
D918S-A3N-0420 420 24 66 6 36 17.7 0.76 @ D918S-A3N-0680 6.80 34 79 8 36 238 124 @
D918S-A3N-0430 430 24 66 6 36 17.6 0.78 @ D918S-A3N-0690 690 34 79 8 36 23.7 1.26 @
D918S-A3N-0440 4.40 24 66 6 36 17.4 0.80 @ D918S-A3N-0700 7.00 34 79 8 36 235 127 @
D918S-A3N-0450 4.50 24 66 6 36 17.3 0.82 @ D918S-A3N-0710 7.10 41 79 8 36 304 129 @
D918S-A3N-0460 4.60 24 66 6 36 17.1 0.84 @ D918S-A3N-0720 7.20 41 79 8 36 302 131 @
D918S-A3N-0470 470 24 66 6 36 17.0 0.86 @ D918S-A3N-0730 7.30 41 79 8 36 30.1 133 @
D918S-A3N-0480 4.80 28 66 6 36 20.8 0.87 @ D918S-A3N-0740 7.40 41 79 8 36 299 135 @
D918S-A3N-0490 4.90 28 66 6 36 20.7 0.89 @ D918S-A3N-0745 7.45 41 79 8 36 29.8 136 O
D918S-A3N-0500 5.00 28 66 6 36 20.5 091 @ D918S-A3N-0750 7.50 41 79 8 36 29.8 136 @
D918S-A3N-0510 5.10 28 66 6 36 20.4 093 @ D918S-A3N-0755 7.55 41 79 8 36 29.7 137 O
D918S-A3N-0520 520 28 66 6 36 202 0.95 @ D918S-A3N-0760 7.60 41 79 8 36 29.6 138 @
D918S-A3N-0530 530 28 66 6 36 20.1 0.96 @ D918S-A3N-0770 7.70 41 79 8 36 295 140 @
D918S-A3N-0540 540 28 66 6 36 19.9 098 @ D918S-A3N-0780 7.80 41 79 8 36 293 142 @
D918S-A3N-0550 550 28 66 6 36 19.8 1.00 @ D918S-A3N-0790 7.90 41 79 8 36 292 144 @
@ 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
o Gray Cast S Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast X -
Steel, Steels,ToolMartensitic Stainless Iron, High AlloyAlloys,(:astAluminium Copper Composite Resistant | Titanium | Hardened Hardened
- Steel Ductile | Castlron P Alloys Super Alloys Steel Steel
Alloy Steel  Steel | 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 P091
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D918S-A3N =5 o0 [ @

High Performance 3D External Coolant Twist Drills For Steel

LU PL
=
z 8l e e e e
LS LCF 140°
OAL
) Continue
Ordering Code (r?]% LCF OAL '%::"6")" LS LU PL Stock Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock

D918S-A3N-0800 8.00 41 79 8 36 29.0 1.46
D918S-A3N-0810 8.10 47 89 10 40 349 147
D918S-A3N-0820 8.20 47 89 10 40 34.7 1.49
D918S-A3N-0830 8.30 47 89 10 40 34.6 151
D918S-A3N-0840 8.40 47 89 10 40 344 1.53
D918S-A3N-0850 8.50 47 89 10 40 34.3 1.55
D918S-A3N-0860 8.60 47 89 10 40 34.1 1.57
D918S-A3N-0870 8.70 47 89 10 40 34.0 1.58
D918S-A3N-0880 8.80 47 89 10 40 33.8 1.60
D918S-A3N-0890 890 47 89 10 40 33.7 1.62
D918S-A3N-0900 9.00 47 89 10 40 33.5 1.64
D918S-A3N-0910 9.10 47 89 10 40 33.4 1.66
D918S-A3N-0920 9.20 47 89 10 40 33.2 1.67
D918S-A3N-0930 9.30 47 89 10 40 33.1 1.69
D918S-A3N-0940 9.40 47 89 10 40 329 171
D918S-A3N-0950 9.50 47 89 10 40 32.8 1.73
D918S-A3N-0960 9.60 47 89 10 40 32,6 1.75
D918S-A3N-0970 9.70 47 89 10 40 325 1.77
D918S-A3N-0980 9.80 47 89 10 40 323 1.78
D918S-A3N-0990 9.90 47 89 10 40 322 1.80
D918S-A3N-0995 9.95 47 89 10 40 321 181
D918S-A3N-1000 10.00 47 89 10 40 32.0 1.82
D918S-A3N-1010 10.10 55 102 12 45 399 1.84
D918S-A3N-1020 10.20 55 102 12 45 39.7 1.86
D918S-A3N-1030 10.30 55 102 12 45 39.6 1.87
D918S-A3N-1040 10.40 55 102 12 45 394 1.89
D918S-A3N-1050 10.50 55 102 12 45 393 1091

D918S-A3N-1060 10.60 55 102 12 45 39.1 1.93
D918S-A3N-1070 10.70 55 102 12 45 39.0 1.95
D918S-A3N-1080 10.80 55 102 12 45 388 1.97
D918S-A3N-1085 10.85 55 102 12 45 387 1.97
D918S-A3N-1090 10.90 55 102 12 45 38.7 1.98
D918S-A3N-1100 11.00 55 102 12 45 385 2.00
D918S-A3N-1110 11.10 55 102 12 45 384 2.02
D918S-A3N-1120 11.20 55 102 12 45 382 2.04
D918S-A3N-1130 11.30 55 102 12 45 38.1 2.06
D918S-A3N-1140 11.40 55 102 12 45 379 2.07
D918S-A3N-1150 11.50 55 102 12 45 37.8 2.09
D918S-A3N-1160 11.60 55 102 12 45 37.6 2.11
D918S-A3N-1170 11.70 55 102 12 45 375 2.13
D918S-A3N-1180 11.80 55 102 12 45 373 2.15
D918S-A3N-1190 11.90 55 102 12 45 37.2 2.17
D918S-A3N-1200 12.00 55 102 12 45 37.0 2.18
D918S-A3N-1205 12.05 55 102 12 45 369 2.19
D918S-A3N-1210 12.10 60 107 14 45 419 2.20
D918S-A3N-1220 12.20 60 107 14 45 41.7 2.22
D918S-A3N-1230 12.30 60 107 14 45 416 2.24
D918S-A3N-1240 12.40 60 107 14 45 414 2.26
D918S-A3N-1250 12.50 60 107 14 45 413 2.27
D918S-A3N-1260 12.60 60 107 14 45 41.1 2.29
D918S-A3N-1270 12.70 60 107 14 45 41.0 231
D918S-A3N-1280 12.80 60 107 14 45 40.8 2.33
D918S-A3N-1290 12.90 60 107 14 45 40.7 2.35
D918S-A3N-1300 13.00 60 107 14 45 405 2.37

[ BN AN BN BN BN BEGNN BN BN BN BN NN BN BN BN NN BN BN BN BN BN BN BN BN EN BN ]
[ REORN BN BN BN BEONN BN BN NN NN NN BN BN BN BN BN BN BN BN NN BN BN BN BN BN J

@ 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
- Gray Cast 2% Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast ; N
Steel, Steels,ToolMartensitic Stainless Iron, High Alloy Alloys,Cast Aluminium Copper Composite Resistant| Titanium |Hardened| Hardened
R Steel Ductile | CastlIron o Alloys Super Alloys Steel Steel
Alloy Steel  Steel | 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 P091
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Solid Carbide Drill | HOLEMAKING TOOLS

AICTN/
=] a0 |

D918S-A3N

High Performance 3D External Coolant Twist Drills For Steel

LU PL
=
: 8l L ———ee
LS LCF 140°
OAL
) Continue
Ordering Code (r?q% LCF OAL '?r':"s")" LS LU PL Stock Ordering Code (r?q% LCF OAL %‘:"6")" LS LU PL Stock
D9185-A3N-1305 13.05 60 107 14 45 404 237 O D9185-A3N-1510 1510 65 115 16 48 424 275 O

D918S-A3N-1310 13.10 60 107 14 45 40.4 2.38 D918S-A3N-1520 1520 65 115 16 48 422 2.77

D918S-A3N-1320 13.20 60 107 14 45 40.2 240 D918S-A3N-1530 1530 65 115 16 48 421 2.78

D918S-A3N-1330 13.30 60 107 14 45 40.1 2.42 D918S-A3N-1540 15.40 65 115 16 48 41.9 2.80

D918S-A3N-1340 13.40 60 107 14 45 399 244 D918S-A3N-1550 15.50 65 115 16 48 41.8 2.82

D918S-A3N-1350 13.50 60 107 14 45 39.8 2.46 D918S-A3N-1555 15.55 65 115 16 48 41.7 2.83

D918S-A3N-1360 13.60 60 107 14 45 39.6 247 D918S-A3N-1560 15.60 65 115 16 48 41.6 2.84

D918S-A3N-1370 13.70 60 107 14 45 395 249 D918S-A3N-1570 15.70 65 115 16 48 415 2.86

D918S-A3N-1380 13.80 60 107 14 45 393 251 D918S-A3N-1580 15.80 65 115 16 48 41.3 2.88

D918S-A3N-1390 13.90 60 107 14 45 39.2 2.53 D918S-A3N-1590 1590 65 115 16 48 41.2 2.89

D918S-A3N-1395 13.95 60 107 14 45 39.1 2.54 D918S-A3N-1600 16.00 65 115 16 48 41.0 2.91

D918S-A3N-1400 14.00 60 107 14 45 39.0 2.55 D918S-A3N-1610 16.10 73 123 18 48 489 2.93

D918S-A3N-1420 1420 65 115 16 48 43.7 2.58 D918S-A3N-1630 16.30 73 123 18 48 48.6 2.97

D918S-A3N-1425 1425 65 115 16 48 43.6 2.59 D918S-A3N-1640 16.40 73 123 18 48 48.4 298

D918S-A3N-1430 14.30 65 115 16 48 43.6 2.60 D918S-A3N-1650 16.50 73 123 18 48 48.3 3.00

D918S-A3N-1440 14.40 65 115 16 48 43.4 2.62 D918S-A3N-1660 16.60 73 123 18 48 48.1 3.02

D918S-A3N-1450 14.50 65 115 16 48 433 2.64 D918S-A3N-1670 16.70 73 123 18 48 48.0 3.04

D918S-A3N-1460 14.60 65 115 16 48 43.1 2.66 D918S-A3N-1680 16.80 73 123 18 48 47.8 3.06

D918S-A3N-1470 14.70 65 115 16 48 43.0 2.68 D918S-A3N-1700 17.00 73 123 18 48 47.5 3.09

D918S-A3N-1480 14.80 65 115 16 48 42.8 2.69 D918S-A3N-1710 17.10 73 123 18 48 474 311

D918S-A3N-1490 1490 65 115 16 48 427 2.71 D918S-A3N-1720 17.20 73 123 18 48 47.2 3.13

[ J (]
(] (]
O O
O (]
® O
O O
O (]
(J O
O O
O ®
(J O
D918S-A3N-1410 14.10 65 115 16 48 439 257 @ D918S-A3N-1620 16.20 73 123 18 48 487 295 O
( J O
O O
(J O
O O
(] O
[} O
O O
(] O
O O
® O

D918S-A3N-1500 15.00 65 115 16 48 425 2.73 D918S-A3N-1730 17.30 73 123 18 48 47.1 3.15

@ 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
o Gray Cast L Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast X -
Steel, Steels,ToolMartensitic Stainless Iron, High Alloy Alloys,Cast Aluminium Copper Composite Resistant| Titanium |Hardened| Hardened
A Steel Ductile | Castlron > Alloys Super Alloys Steel Steel

Alloy Steel  Steel | 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 P091
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HOLEMAKING TOOLS | Solid Carbide Drill

D918S-A3N EECd

High Performance 3D External Coolant Twist Drills For Steel

LU PL
8 S
LS LCF 140°
OAL
) Continue
Ordering Code (r?q% LCF OAL '?{:"6")" LS LU PL Stock
D918S-A3N-1740 17.40 73 123 18 48 46.9 3.17 (@)
D918S-A3N-1750 17.50 73 123 18 48 46.8 3.18 (@)
D918S-A3N-1760 17.60 73 123 18 48 46.6 3.20 (@)
D918S-A3N-1770 17.70 73 123 18 48 46.5 3.22 (@)
D918S-A3N-1780 17.80 73 123 18 48 46.3 3.24 (@)
D918S-A3N-1800 18.00 73 123 18 48 46.0 3.28 (]
D918S-A3N-1810 18.10 79 131 20 50 51.9 3.29 (@)
D918S-A3N-1840 18.40 79 131 20 50 51.4 3.35 (@)
D918S-A3N-1850 18.50 79 131 20 50 51.3 3.37 (@)
D918S-A3N-1860 18.60 79 131 20 50 51.1 3.38 (@)
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 (@)
D918S-A3N-1910 19.10 79 131 20 50 50.4 3.48 (@)
D918S-A3N-1920 19.20 79 131 20 50 50.2 3.49 (@)
D918S-A3N-1950 19.50 79 131 20 50 49.8 3.55 (@)
D918S-A3N-1960 19.60 79 131 20 50 49.6 3.57 (@)
D918S-A3N-1980 19.80 79 131 20 50 49.3 3.60 (@)
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)
>1-3 +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

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
- Gray Cast 2% Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast ; N
Steel, Steels,ToolMartensitic Stainless Iron, High Alloy Alloys,Cast Aluminium Copper Composite Resistant| Titanium |Hardened| Hardened
R Steel Ductile | CastlIron o Alloys Super Alloys Steel Steel
Alloy Steel  Steel | 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 O
© Most Suitable O Suitable Recommended Cutting Data 3 P091
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Solid Carbide Drill | HOLEMAKING TOOLS

D918S-A3C il |

High Performance 3D Internal Coolant Twist Drill For Steel

LU PL
BSOS : [
LS LCF 140°
OAL

Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock  Ordering Code (r?]% LCF OAL '%::"6")" LS LU PL Stock
D918S-A3C-0300 3.00 20 62 6 36 155 055 @ D918S-A3C-0560 560 28 66 6 36 19.6 1.02 @
D918S-A3C-0310 3.10 20 62 6 36 154 056 @ D918S-A3C-0570 570 28 66 6 36 195 1.04 @
D918S-A3C-0320 3.20 20 62 6 36 152 058 @ D918S-A3C-0580 580 28 66 6 36 193 1.06 @
D918S-A3C-0330 330 20 62 6 36 151 060 @ D918S-A3C-0590 590 28 66 6 36 192 1.07 @
D918S-A3C-0340 340 20 62 6 36 149 062 @ D918S-A3C-0600 6.00 28 66 6 36 19.0 1.09 @
D918S-A3C-0350 350 20 62 6 36 148 064 @ D918S-A3C-0610 6.10 34 79 8 36 249 111 @
D918S-A3C-0360 3.60 20 62 6 36 146 066 @ D918S-A3C-0620 6.20 34 79 8 36 247 113 @
D918S-A3C-0370 3.70 20 62 6 36 145 067 @ D918S-A3C-0630 630 34 79 8 36 246 115 @
D918S-A3C-0380 3.80 24 66 6 36 183 069 @ D918S-A3C-0640 6.40 34 79 8 36 244 116 @
D918S-A3C-0390 390 24 66 6 36 182 0.71 @ D918S-A3C-0650 6.50 34 79 8 36 243 118 @
D918S-A3C-0400 4.00 24 66 6 36 180 0.73 @ D918S-A3C-0660 6.60 34 79 8 36 241 120 @
D918S-A3C-0410 4.10 24 66 6 36 179 0.75 @ D918S-A3C-0670 6.70 34 79 8 36 240 122 @
D918S-A3C-0420 420 24 66 6 36 17.7 0.76 @ D918S-A3C-0675 6.75 34 79 8 36 239 123 O
D918S-A3C-0430 430 24 66 6 36 17.6 078 @ D918S-A3C-0680 6.80 34 79 8 36 238 124 @
D918S-A3C-0440 4.40 24 66 6 36 17.4 080 @ D918S-A3C-0690 690 34 79 8 36 23.7 1.26 @
D918S-A3C-0450 450 24 66 6 36 173 082 @ D918S-A3C-0700 7.00 34 79 8 36 235 127 @
D918S-A3C-0460 460 24 66 6 36 17.1 084 @ D918S-A3C-0710 7.10 41 79 8 36 304 129 @
D918S-A3C-0470 4.70 24 66 6 36 170 08 @ D918S-A3C-0720 720 41 79 8 36 302 131 @
D918S-A3C-0480 480 28 66 6 36 208 087 @ D918S-A3C-0730 730 41 79 8 36 30.1 133 @
D918S-A3C-0490 490 28 66 6 36 20.7 089 @ D918S-A3C-0740 7.40 41 79 8 36 299 135 @
D918S-A3C-0500 5.00 28 66 6 36 205 091 @ D918S-A3C-0750 7.50 41 79 8 36 298 136 @
D918S-A3C-0505 5.05 28 66 6 36 204 092 O D918S-A3C-0760 7.60 41 79 8 36 296 138 @
D918S-A3C-0510 5.10 28 66 6 36 204 093 @ D918S-A3C-0770 7.70 41 79 8 36 295 140 @
D918S-A3C-0520 520 28 66 6 36 202 095 @ D918S-A3C-0780 7.80 41 79 8 36 293 142 @
D918S-A3C-0530 530 28 66 6 36 20.1 096 @ D918S-A3C-0790 790 41 79 8 36 292 144 @
D918S-A3C-0540 540 28 66 6 36 199 098 @ D918S-A3C-0800 800 41 79 8 36 29.0 146 @
D918S-A3C-0550 550 28 66 6 36 198 1.00 @ D918S-A3C-0810 8.10 47 89 10 40 349 147 @
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)

Workpiece Material
B m ¥ N H @
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged

girbon Alloy Ferritic'/' Stainless Grlar{)(ri?St High Alloy Alumﬁﬂum C?St. Copper . Re:Iies?;tznt Titanium | Hardened ' Hardened
AlloeeSEEeel Ste;ztl:,e'l'lool M;t;tienrlestslc Steel Ductile | Castlron Q:LO%T;]CIS;E Allm(')m:m Alloys Composite Super Alloys Steel Steel

Y Steel Cast Iron Alloys Y 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 P091
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HOLEMAKING TOOLS | Solid Carbide Drill

D918S-A3C

High Performance 3D Internal Coolant Twist Drill For Steel

AICIN/
TiSiN

LU PL
P — |y e R
S 3 T e——e—
LS LCF 140°
OAL
) Continue
Ordering Code (Eﬁ) LCF OAL ?rl:/leh)/‘ LS LU PL Stock  OrderingCode (r?]% LCF OAL '%f':"g)" LS LU PL Stock

D918S-A3C-0820 8.20 47 89 10 40 34.7 1.49
D918S-A3C-0830 8.30 47 89 10 40 346 1.51
D918S-A3C-0840 8.40 47 89 10 40 344 1.53
D918S-A3C-0850 8.50 47 89 10 40 343 1.55
D918S-A3C-0855 855 47 89 10 40 342 1.56
D918S-A3C-0860 8.60 47 89 10 40 34.1 1.57
D918S-A3C-0870 870 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 40 335 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 1.71
D918S-A3C-0950 9.50 47 89 10 40 328 1.73
D918S-A3C-0960 9.60 47 89 10 40 326 1.75
D918S-A3C-0970 9.70 47 89 10 40 325 L.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 39.9 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 39.4 1.89
D918S-A3C-1050 10.50 55 102 12 45 393 1.91
D918S-A3C-1060 10.60 55 102 12 45 39.1 1.93
D918S-A3C-1070 10.70 55 102 12 45 39.0 1.95

D918S-A3C-1080 10.80 55 102 12 45 388 1.97
D918S-A3C-1090 10.90 55 102 12 45 38.7 1.98
D918S-A3C-1100 11.00 55 102 12 45 385 2.00
D918S-A3C-1110 11.10 55 102 12 45 384 2.02
D918S-A3C-1120 11.20 55 102 12 45 382 2.04
D918S-A3C-1130 11.30 55 102 12 45 381 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 45 376 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 45 372 2.17
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 41.7 222
D918S-A3C-1230 12.30 60 107 14 45 416 2.24
D918S-A3C-1240 12.40 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 45 405 2.37
D918S-A3C-1310 13.10 60 107 14 45 404 2.38
D918S-A3C-1320 13.20 60 107 14 45 40.2 2.40
D918S-A3C-1330 13.30 60 107 14 45 40.1 2.42
D918S-A3C-1340 13.40 60 107 14 45 39.9 244

[ REONN BN BN BN BN NN BN BN NN NN NN BN BN BN BN BN BN BN BN NN REGRN BN NN BN ]
OO0 00 @0 000 e O e e O e e e 606 O o6 o0 0 0 o0 0 o0

@ 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
i Gray Cast 25 Heat
Carbon Alloy Ferntlc_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened Hardened
Steel,  Steels,Tool Martensitic Steel Ductile | CastIron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P y
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 O O
© Most Suitable O Suitable Recommended Cutting Data 3 P091
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Solid Carbide Drill | HOLEMAKING TOOLS

D918S-A3C il |

High Performance 3D Internal Coolant Twist Drill For Steel

LU PL
P | — |y e R
e e 8 e, e
LS LCF 140°
OAL
) Continue
Ordering Code (Eﬁ) LCF OAL ?r':/lshf LS LU PL Stock  Ordering Code (r?]% LCF OAL %':"6")" LS LU PL Stock

D918S-A3C-1350 13.50 60 107 14 45 39.8 2.46 D918S-A3C-1560 15.60 65 115 16 48 41.6 2.84

D918S-A3C-1360 13.60 60 107 14 45 39.6 247 D918S-A3C-1570 15.70 65 115 16 48 41.5 2.86

D918S-A3C-1370 13.70 60 107 14 45 39.5 249 D918S-A3C-1580 15.80 65 115 16 48 41.3 2.88

D918S-A3C-1380 13.80 60 107 14 45 39.3 251 D918S-A3C-1590 15.90 65 115 16 48 41.2 2.89

D918S-A3C-1390 13.90 60 107 14 45 39.2 2.53 D918S-A3C-1600 16.00 65 115 16 48 41.0 291

D918S-A3C-1400 14.00 60 107 14 45 39.0 2.55 D918S-A3C-1650 16.50 73 123 18 48 48.3 3.00

D918S-A3C-1410 14.10 65 115 16 48 439 257 D918S-A3C-1670 16.70 73 123 18 48 48.0 3.04

D918S-A3C-1420 14.20 65 115 16 48 43.7 2.58 D918S-A3C-1680 16.80 73 123 18 48 47.8 3.06

D918S-A3C-1430 1430 65 115 16 48 43.6 2.60 D918S-A3C-1700 17.00 73 123 18 48 47.5 3.09

D918S-A3C-1440 14.40 65 115 16 48 43.4 2.62 D918S-A3C-1750 17.50 73 123 18 48 46.8 3.18

D918S-A3C-1450 14.50 65 115 16 48 433 2.64 D918S-A3C-1770 17.70 73 123 18 48 46.5 3.22

D918S-A3C-1460 14.60 65 115 16 48 43.1 2.66 D918S-A3C-1780 17.80 73 123 18 48 46.3 3.24

D918S-A3C-1470 14.70 65 115 16 48 43.0 2.68 D918S-A3C-1800 18.00 73 123 18 48 46.0 3.28

D918S-A3C-1480 14.80 65 115 16 48 428 2.69 D918S-A3C-1850 18.50 79 131 20 50 51.3 3.37

D918S-A3C-1490 14.90 65 115 16 48 427 271 D918S-A3C-1870 18.70 79 131 20 50 51.0 3.40

D918S-A3C-1500 15.00 65 115 16 48 425 2.73 D918S-A3C-1880 18.80 79 131 20 50 50.8 3.42

D918S-A3C-1510 15.10 65 115 16 48 424 275 D918S-A3C-1900 19.00 79 131 20 50 50.5 3.46

D918S-A3C-1520 15.20 65 115 16 48 422 2.77 D918S-A3C-1950 19.50 79 131 20 50 49.8 3.55

D918S-A3C-1530 15.30 65 115 16 48 42.1 2.78 D918S-A3C-1960 19.60 79 131 20 50 49.6 3.57

D918S-A3C-1540 1540 65 115 16 48 419 280 D918S-A3C-1980 19.80 79 131 20 50 49.3 3.60

(OGN RECANOAN RECHANCEECRECHN RECINGAN RECAN MNGRNCANONNORN )
(el NCANCRECIRCINCRICANCEECRICNCRICINCANCRECANCAN RECAN NNORRG)

D918S-A3C-1550 15.50 65 115 16 48 41.8 2.82 D918S-A3C-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)
>1-3 +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
e Gray Cast L Heat
Carbon Alloy Fel’l’ltl(;/' Stainless Iron, | HighAlloy Aluminium Cast Copper .. Resistant = Titanium | Hardened  Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
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 O
© Most Suitable O Suitable Recommended Cutting Data 3 P091
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HOLEMAKING TOOLS | Solid Carbide Drill

D918S-A5N

High Performance 5D External Coolant Twist Drills For Steel

LU ., PL
= [ - %) — -
3 - e ST~ o3
LS LCF 140°
OAL
Ordering Code (r'%% LCF OAL [()mel\f LS LU PL Stock Ordering Code (r?q% LCF OAL [fr':"e")" LS LU PL Stock
D918S-A5N-0300 3.00 28 66 6 36 235 055 @ D918S-A5N-0540 540 44 82 6 36 359 098 @
D918S-A5N-0310 3.10 28 66 6 36 234 056 @ D918S-A5N-0550 550 44 82 6 36 358 1.00 @
D918S-A5N-0320 3.20 28 66 6 36 232 058 @ D918S-A5N-0555 555 44 82 6 36 357 101 @
D918S-A5N-0330 3.30 28 66 6 36 231 0.60 @ D918S-A5N-0560 5.60 44 82 6 36 356 1.02 @
D918S-A5N-0340 3.40 28 66 6 36 229 062 @ D918S-A5N-0570 5.70 44 82 6 36 355 1.04 @
D918S-A5N-0350 3.50 28 66 6 36 228 0.64 @ D918S-A5N-0580 5.80 44 82 6 36 353 1.06 @
D918S-A5N-0360 3.60 28 66 6 36 22.6 0.66 @ D918S-A5N-0590 590 44 82 6 36 352 107 @
D918S-A5N-0370 3.70 28 66 6 36 225 0.67 @ D918S-A5N-0600 6.00 44 82 6 36 350 1.09 @
D918S-A5N-0380 3.80 36 74 6 36 303 069 @ D918S-A5N-0605 6.05 53 91 8 36 439 110 O
D918S-A5N-0390 390 36 74 6 36 302 071 @ D918S-A5N-0610 6.10 53 91 8 36 439 111 @
D918S-A5N-0400 4.00 36 74 6 36 30.0 0.73 @ D918S-A5N-0620 6.20 53 91 8 36 43.7 113 @
D918S-A5N-0405 4.05 36 74 6 36 299 074 O D918S-A5N-0630 6.30 53 91 8 36 436 115 @
D918S-A5N-0410 4.10 36 74 6 36 299 075 @ D918S-A5N-0640 6.40 53 91 8 36 434 116 @
D918S-A5N-0420 420 36 74 6 36 29.7 0.76 @ D918S-A5N-0650 6.50 53 91 8 36 433 118 @
D918S-A5N-0430 430 36 74 6 36 296 078 @ D918S-A5N-0660 6.60 53 91 8 36 431 120 @
D918S-A5N-0440 4.40 36 74 6 36 294 080 @ D918S-A5N-0670 6.70 53 91 8 36 43.0 122 @
D918S-A5N-0450 450 36 74 6 36 293 082 @ D918S-A5N-0680 6.80 53 91 8 36 428 124 @
D918S-A5N-0460 4.60 36 74 6 36 29.1 0.84 @ D918S-A5N-0690 690 53 91 8 36 427 126 @
D918S-A5N-0465 4.65 36 74 6 36 29.0 0.85 O D918S-A5N-0700 7.00 53 91 8 36 425 127 @
D918S-A5N-0470 4.70 36 74 6 36 29.0 0.86 @ D918S-A5N-0710 7.10 53 91 8 36 424 129 @
D918S-A5N-0480 4.80 44 82 6 36 368 087 @ D918S-A5N-0720 7.20 53 91 8 36 422 131 @
D918S-A5N-0490 4.90 44 82 6 36 36.7 089 @ D918S-A5N-0730 7.30 53 91 8 36 4211 133 @
D918S-A5N-0500 5.00 44 82 6 36 365 091 @ D918S-A5N-0740 7.40 53 91 8 36 419 135 @
D918S-A5N-0510 5.10 44 82 6 36 364 093 @ D918S-A5N-0750 7.50 53 91 8 36 418 136 @
D918S-A5N-0515 5.15 44 82 6 36 363 094 O D918S-A5N-0760 7.60 53 91 8 36 416 138 @
D918S-A5N-0520 520 44 82 6 36 362 095 @ D918S-A5N-0770 7.70 53 91 8 36 415 140 @
D918S-A5N-0530 530 44 82 6 36 36.1 09% @ D918S-A5N-0780 7.80 53 91 8 36 413 142 @
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Workpiece Material
B m ¥ N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PHand Forged
(SZ?rbon Alloy Ferritig/_ Stainless Gr?r{)l(ql’ast High Alloy Alumﬁwium Cast Copper . Re':iiet];nt Titanium | Hardened | Hardened
Allof/esl'zeel Stesetlz,eTlool Msat:iirl]:'stslc Steel Ductile | Castlron Q}LO%?BCIS;: Altj\rng;;:m Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 3 P091
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Solid Carbide Drill | HOLEMAKING TOOLS

D918S-A5N

High Performance 5D External Coolant Twist Drills For Steel

AICIN/
TiSiN

LU PL
= — e e o~
LS LCF 140°
OAL
) Continue
Ordering Code (r?1C7) LCF OAL '?r':"eh)” LS LU PL Stock  OrderingCode (r'%% LCF OAL %“]"6")" LS LU PL Stock
D918S-A5N-0790 7.90 53 091 36 412 144 @ D918S-A5N-1080 10.80 71 118 12 45 548 197 O
D918S-A5N-0800 8.00 53 91 36 410 146 @ D918S-A5N-1090 10.90 71 118 12 45 547 198 @
D918S-A5N-0810 8.10 61 103 10 40 489 147 @ D918S-A5N-1100 11.00 71 118 12 45 545 2.00 @
D918S-A5N-0820 8.20 61 103 10 40 48.7 149 @ D918S-A5N-1110 11.10 71 118 12 45 544 202 @
D918S-A5N-0860 8.60 61 103 10 40 48.1 157 @ D918S-A5N-1120 11.20 71 118 12 45 542 2.04 @
D918S-A5N-0870 8.70 61 103 10 40 48.0 1.58 @ D918S-A5N-1130 11.30 71 118 12 45 541 2.06 @
D918S-A5N-0880 8.80 61 103 10 40 47.8 1.60 @ D918S-A5N-1140 11.40 71 118 12 45 539 2.07 @
D918S-A5N-0890 8.90 61 103 10 40 47.7 162 @ D918S-A5N-1150 11.50 71 118 12 45 53.8 2.09 @
D918S-A5N-0900 9.00 61 103 10 40 475 164 @ D918S-A5N-1160 11.60 71 118 12 45 536 211 @
D918S-A5N-0910 9.10 61 103 10 40 474 166 @ D918S-A5N-1170 11.70 71 118 12 45 535 213 @
D918S-A5N-0920 9.20 61 103 10 40 472 167 @ D918S-A5N-1180 11.80 71 118 12 45 533 215 @
D918S-A5N-0930 9.30 61 103 10 40 47.1 169 @ D918S-A5N-1190 11.90 71 118 12 45 532 217 @
D918S-A5N-0940 9.40 61 103 10 40 469 171 @ D918S-A5N-1200 12.00 71 118 12 45 53.0 218 @
D918S-A5N-0950 9.50 61 103 10 40 46.8 173 @ D918S-A5N-1210 12.10 77 124 14 45 589 220 O
D918S-A5N-0955 9.55 61 103 10 40 46.7 1.74 O D918S-A5N-1220 12.20 77 124 14 45 58.7 222 @
D918S-A5N-0960 9.60 61 103 10 40 46.6 175 @ D918S-A5N-1230 12.30 77 124 14 45 586 224 @
D918S-A5N-0970 9.70 61 103 10 40 465 177 @ 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 46.2 1.80 @ D918S-A5N-1260 12.60 77 124 14 45 58.1 229 @
D918S-A5N-1000 10.00 61 103 10 40 46.0 1.82 @ D918S-A5N-1270 12.70 77 124 14 45 580 231 O
D918S-A5N-1010 10.10 71 118 12 45 559 184 @ D918S-A5N-1280 12.80 77 124 14 45 57.8 233 @
D918S-A5N-1020 10.20 71 118 12 45 557 186 @ D918S-A5N-1290 12.90 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 10.40 71 118 12 45 554 189 @ D918S-A5N-1310 13.10 77 124 14 45 574 238 @
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 @
D918S-A5N-1070 10.70 71 118 12 45 55.0 195 @ D918S-A5N-1340 13.40 77 124 14 45 569 244 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Workpiece Material
B m ¥ N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged

(SZ?rbon Alloy Ferritic_/' Stainless Grﬂ'{)ﬁ,aSt High Alloy Alumﬁﬂum Cast Copper . Rel;liizti;nt Titanium | Hardened ' Hardened

Allo?lesléeel Ste;:tlzglool M;;E?‘Tzlstslc Steel Ductile | Castlron Q:LO%TECIS: Altkrﬂgr;l:m Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 P091
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HOLEMAKING TOOLS | Solid Carbide Drill

D918S-A5N

High Performance 5D External Coolant Twist Drills For Steel

LU PL
g [ S N
LS LCF 140°
OAL

) Continue

Ordering Code (r?1C7) LCF OAL '?r':"e“)” LS LU PL Stock  Ordering Code (r'%% LCF OAL ?r“]"e")" LS LU PL Stock
D918S-A5N-1350 13.50 77 124 14 45 56.8 246 @ D918S-A5N-1540 1540 83 133 16 48 599 280 O
D918S-A5N-1360 13.60 77 124 14 45 56.6 247 O D918S-A5N-1550 15.50 83 133 16 48 59.8 282 O
D918S-A5N-1370 13.70 77 124 14 45 56.5 249 O D918S-A5N-1560 15.60 83 133 16 48 59.6 2.84 O
D918S-A5N-1380 13.80 77 124 14 45 56.3 251 O D918S-A5N-1570 15.70 83 133 16 48 59.5 286 O
D918S-A5N-1390 13.90 77 124 14 45 56.2 253 O D918S-A5N-1580 15.80 83 133 16 48 593 288 O
D918S-A5N-1400 14.00 77 124 14 45 56.0 2.55 @ D918S-A5N-1590 15.90 83 133 16 48 59.2 289 O
D918S-A5N-1410 14.10 83 133 16 48 619 257 O D918S-A5N-1600 16.00 83 133 16 48 59.0 291 @
D918S-A5N-1420 14.20 83 133 16 48 61.7 258 @ D918S-A5N-1650 16.50 93 143 18 48 68.3 3.00 O
D918S-A5N-1425 14.25 83 133 16 48 61.6 259 O D918S-A5N-1660 16.60 93 143 18 48 68.1 3.02 O
D918S-A5N-1430 14.30 83 133 16 48 616 260 @ D918S-A5N-1680 16.80 93 143 18 48 67.8 3.06 O
D918S-A5N-1440 14.40 83 133 16 48 614 262 O D918S-A5N-1700 17.00 93 143 18 48 67.5 3.09 O
D918S-A5N-1450 14.50 83 133 16 48 613 2.64 @ D918S-A5N-1750 17.50 93 143 18 48 66.8 3.18 O
D918S-A5N-1460 14.60 83 133 16 48 61.1 2.66 @ D918S-A5N-1770 17.70 93 143 18 48 66.5 3.22 O
D918S-A5N-1470 14.70 83 133 16 48 61.0 2.68 O D918S-A5N-1780 17.80 93 143 18 48 66.3 3.24 O
D918S-A5N-1480 14.80 83 133 16 48 60.8 2.69 O D918S-A5N-1800 18.00 93 143 18 48 66.0 3.28 O
D918S-A5N-1490 14.90 83 133 16 48 60.7 2.711 @ D918S-A5N-1850 18.50 101 153 20 50 73.3 3.37 O
D918S-A5N-1500 15.00 83 133 16 48 605 2.73 @ D918S-A5N-1860 18.60 101 153 20 50 73.1 338 O
D918S-A5N-1510 15.10 83 133 16 48 60.4 2.75 O D918S-A5N-1900 19.00 101 153 20 50 725 346 O
D918S-A5N-1520 15.20 83 133 16 48 60.2 2.77 O D918S-A5N-1950 19.50 101 153 20 50 71.8 3.55 O
D918S-A5N-1530 15.30 83 133 16 48 60.1 2.78 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 DC(m7) DMM(h6)

>1-3 +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 H 0
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PHand Forged

(Siirbon Alloy Ferritig/_ Stainless Gr?ryoﬁ,aSt High Alloy Alumﬁwium Cast Copper . Re':iiet];nt Titanium | Hardened ' Hardened

Allofxesl'zeel Stesetlz,eTlool Msat:ii?:'stslc Steel Ductile | Castlron //:‘IILO%%CIS;: Ahj{ng;':m Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 3 P091
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Solid Carbide Drill | HOLEMAKING TOOLS

D918S-A5C

High Performance 5D Internal Coolant Twist Drills For Steel

AICIN/
| TiSiN

LU PL
gl s
7 140°

Ordering Code (r?q% LCF OAL %':"6")" LS LU PL Stock Ordering Code (r?q% LCF OAL %‘:"6")" LS LU PL Stock
D918S-A5C-0300 3.00 28 66 6 36 23.5 055 @ D918S-A5C-0560 560 44 82 6 36 356 102 @
D9185-A5C-0310 3.10 28 66 6 36 234 056 ® D918S-A5C-0570 570 44 82 6 36 355 104 @
D9185-A5C-0320 3.20 28 66 6 36 232 058 @ D918S-A5C-0580 5.80 44 82 6 36 353 106 @
D9185-A5C-0330 3.30 28 66 6 36 231 060 ® D918S-A5C-0590 590 44 82 6 36 352 107 @
D918S-A5C0340 3.40 28 66 6 36 229 062 ® D918S-A5C-0600 6.00 44 82 6 36 350 109 ®
D918S-A5C-0350 3.50 28 66 6 36 22.8 064 @ D918S-A5C-0610 6.10 53 91 8 36 439 111 @
D918S-A5C-0360 3.60 28 66 6 36 22.6 0.66 ® D918S-A5C-0620 620 53 91 8 36 43.7 113 @
D918S-A5C-0370 3.70 28 66 6 36 22.5 067 ® D918S-A5C-0630 630 53 91 8 36 43.6 115 @
D9185-A5C-0380 3.80 36 74 6 36 30.3 0.69 @ D918S-ASC-0640 640 53 91 8 36 434 116 @
D9185-A5C-0390 3.90 36 74 6 36 302 071 @ D918S-A5C-0650 6.50 53 91 8 36 433 118 @
D9185-A5C-0400 4.00 36 74 6 36 30.0 0.73 ® D918S-A5C-0660 6.60 53 91 8 36 431 120 @
D9185-A5C-0410 410 36 74 6 36 299 075 ® D918S-A5C-0670 6.70 53 91 8 36 430 122 @
D918S-A5C-0420 420 36 74 6 36 29.7 076 @ D918S-A5C-0680 6.80 53 91 8 36 42.8 124 @
D918S-A5C-0430 430 36 74 6 36 29.6 078 @ D918S-A5C-0690 6.90 53 91 8 36 427 126 @
D918S-ASC-0440 440 36 T4 6 36 294 080 @ D918S-A5C-0700 7.00 53 91 8 36 42.5 127 @
D918S-A5C-0450 4.50 36 74 6 36 29.3 0.82 @ D918S-A5C-0710 7.10 53 91 8 36 424 129 @
D918S-A5C-0460 4.60 36 74 6 36 29.1 0.84 @ D918S-A5C0720 7.20 53 91 8 36 422 131 @
D918S-A5C-0470 470 36 74 6 36 29.0 0.85 ® D918S-A5C-0730 7.30 53 91 8 36 421 133 @
D918S-A5C-0480 4.80 44 82 6 36 368 0.87 ® D918S-ASC-0740 7.40 53 91 8 36 419 135 @
D918S-A5C-0490 4.90 44 82 6 36 367 089 @ D918S-A5C-0750 7.50 53 91 8 36 41.8 136 @
D918S-A5C-0500 5.00 44 82 6 36 365 091 @ D918S-A5C-0760 7.60 53 91 8 36 41.6 138 @
D9185-A5C-0510 510 44 82 6 36 364 093 @ D918S-A5C0770 7.70 53 91 8 36 415 140 @
D9185-A5C-0520 520 44 82 6 36 362 095 ® D918S-A5C-0780 7.80 53 91 8 36 413 142 @
D9185-A5C-0530 530 44 82 6 36 361 096 ® D918S-ASC-0790 7.90 53 91 8 36 412 144 @
D9185-A5C0540 540 44 82 6 36 359 098 @ D918S-A5C-0800 8.00 53 91 8 36 41.0 146 @
D918S-A5C-0550 550 44 82 6 36 358 100 @ D918S-A5C-0810 8.10 61 103 10 40 489 147 @
D918S-A5C-0555 555 44 82 6 36 357 101 O D918S-A5C-0820 820 61 103 10 40 487 149 @
@ 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
e Gray Cast L Heat
Carbon Alloy Fel’l’ltl(;/' Stainless Iron, | High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
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 O
© Most Suitable O Suitable Recommended Cutting Data 3 P091
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HOLEMAKING TOOLS | Solid Carbide Drill

D918S-A5C

High Performance 5D Internal Coolant Twist Drills For Steel

LU PL
— .
[a] —
140°
) Continue
Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock  Ordering Code (r'%% LCF OAL [fr':"e")" LS LU PL Stock

D918S-A5C-0830 8.30 61 103 10 40 48.6 1.51 D918S-A5C-1100 11.00 71 118 12 45 54.5 2.00

D918S-A5C-0840 8.40 61 103 10 40 484 1.53 D918S-A5C-1110 11.10 71 118 12 45 544 2.02

D918S-A5C-0850 8.50 61 103 10 40 483 1.55 D918S-A5C-1120 11.20 71 118 12 45 542 2.04

D918S-A5C-0860 8.60 61 103 10 40 48.1 1.57 D918S-A5C-1130 11.30 71 118 12 45 54.1 2.06

D918S-A5C-0870 8.70 61 103 10 40 48.0 1.58 D918S-A5C-1140 11.40 71 118 12 45 53.9 2.07

D918S-A5C-0880 8.80 61 103 10 40 47.8 1.60 D918S-A5C-1145 11.45 71 118 12 45 53.8 2.08

D918S-A5C-0890 8.90 61 103 10 40 47.7 1.62 D918S-A5C-1150 11.50 71 118 12 45 53.8 2.09

D918S-A5C-0900 9.00 61 103 10 40 47.5 1.64 D918S-A5C-1160 11.60 71 118 12 45 53.6 2.11

D918S-A5C-0910 9.10 61 103 10 40 47.4 1.66 D918S-A5C-1170 11.70 71 118 12 45 535 213

D918S-A5C-0920 9.20 61 103 10 40 47.2 1.67 D918S-A5C-1180 11.80 71 118 12 45 533 2.15

D918S-A5C-0930 9.30 61 103 10 40 47.1 1.69 D918S-A5C-1190 11.90 71 118 12 45 53.2 2.17

D918S-A5C-0940 9.40 61 103 10 40 46.9 1.71 D918S-A5C-1200 12.00 71 118 12 45 53.0 2.18

D918S-A5C-0950 9.50 61 103 10 40 46.8 1.73 D918S-A5C-1210 12.10 77 124 14 45 58.9 2.20

D918S-A5C-0960 9.60 61 103 10 40 46.6 1.75 D918S-A5C-1220 12.20 77 124 14 45 58.7 2.22

D918S-A5C-0970 9.70 61 103 10 40 46.5 1.77 D918S-A5C-1230 12.30 77 124 14 45 58.6 2.24

D918S-A5C-0980 9.80 61 103 10 40 46.3 1.78 D918S-A5C-1240 12.40 77 124 14 45 584 2.26

D918S-A5C-0990 9.90 61 103 10 40 46.2 1.80 D918S-A5C-1250 12.50 77 124 14 45 58.3 227

D918S-A5C-1000 10.00 61 103 10 40 46.0 1.82 D918S-A5C-1260 12.60 77 124 14 45 58.1 2.29

D918S-A5C-1010 10.10 71 118 12 45 559 1.84 D918S-A5C-1270 12.70 77 124 14 45 58.0 231

D918S-A5C-1020 10.20 71 118 12 45 55.7 1.86 D918S-A5C-1280 12.80 77 124 14 45 57.8 2.33

D918S-A5C-1030 10.30 71 118 12 45 55.6 1.87 D918S-A5C-1290 12.90 77 124 14 45 57.7 2.35

D918S-A5C-1040 10.40 71 118 12 45 554 1.89 D918S-A5C-1300 13.00 77 124 14 45 57.5 2.37

D918S-A5C-1050 10.50 71 118 12 45 553 1.91 D918S-A5C-1310 13.10 77 124 14 45 57.4 238

D918S-A5C-1060 10.60 71 118 12 45 55.1 1.93 D918S-A5C-1320 13.20 77 124 14 45 57.2 2.40

D918S-A5C-1070 10.70 71 118 12 45 55.0 1.95 D918S-A5C-1330 13.30 77 124 14 45 57.1 2.42

D918S-A5C-1080 10.80 71 118 12 45 548 1.97 D918S-A5C-1340 13.40 77 124 14 45 56.9 2.44

[ JNCANCRECARCOAN BN RNGAN REGHAN REGEAN NN BEGAN AN BN BN BN BN BEGHN REGAN BN BN J

D918S-A5C-1090 10.90 71 118 12 45 54.7 1.98

D918S-A5C-1350 13.50 77 124 14 45 56.8 2.46

@ 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
" Gray Cast o Heat
Carbon Alloy Ferr|t|§/. Stainless Iron,  HighAlloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
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 O
© Most Suitable O Suitable Recommended Cutting Data 3 P091
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Solid Carbide Drill | HOLEMAKING TOOLS

D918S-A5C

High Performance 5D Internal Coolant Twist Drills For Steel

AICIN/
TiSiN

LU PL

DC

f - B

7 140°

) Continue

Ordering Code (Eﬁ) LCF OAL ?rl:/leh)/l LS LU PL Stock Ordering Code

(r?]cn LCF OAL ?rl:/lel\)/l LS LU PL Stock

D918S-A5C-1360 13.60 77 124 14 45 56.6 2.47
D918S-A5C-1370 13.70 77 124 14 45 56.5 2.49
D918S-A5C-1380 13.80 77 124 14 45 56.3 2.51
D918S-A5C-1390 13.90 77 124 14 45 56.2 2.53
D918S-A5C-1400 14.00 77 124 14 45 56.0 2.55
D918S-A5C-1410 14.10 83 133 16 48 619 2.57
D918S-A5C-1420 14.20 83 133 16 48 61.7 2.58
D918S-A5C-1430 14.30 83 133 16 48 61.6 2.60
D918S-A5C-1440 14.40 83 133 16 48 614 2.62
D918S-A5C-1450 14.50 83 133 16 48 61.3 2.64
D918S-A5C-1460 14.60 83 133 16 48 61.1 2.66
D918S-A5C-1470 14.70 83 133 16 48 61.0 2.68
D918S-A5C-1480 14.80 83 133 16 48 60.8 2.69
D918S-A5C-1490 14.90 83 133 16 48 60.7 2.71
D918S-A5C-1500 15.00 83 133 16 48 60.5 2.73
D918S-A5C-1505 15.05 83 133 16 48 60.4 2.74
D918S-A5C-1510 15.10 83 133 16 48 60.4 2.75
D918S-A5C-1520 1520 83 133 16 48 60.2 2.77
D918S-A5C-1530 1530 83 133 16 48 60.1 2.78
D918S-A5C-1540 1540 83 133 16 48 59.9 2.80
D918S-A5C-1550 15.50 83 133 16 48 59.8 2.82
D918S-A5C-1560 15.60 83 133 16 48 59.6 2.84

D918S-A5C-1570 15.70 83 133 16 48 59.5 2.86
D918S-A5C-1580 15.80 83 133 16 48 59.3 2.88
D918S-A5C-1590 1590 83 133 16 48 59.2 2.89
D918S-A5C-1600 16.00 83 133 16 48 59.0 2.91
D918S-A5C-1650 16.50 93 143 18 48 68.3 3.00
D918S-A5C-1670 16.70 93 143 18 48 68.0 3.04
D918S-A5C-1680 16.80 93 143 18 48 67.8 3.06
D918S-A5C-1690 16.90 93 143 18 48 67.7 3.08
D918S-A5C-1700 17.00 93 143 18 48 67.5 3.09
D918S-A5C-1720 17.20 93 143 18 48 67.2 3.13
D918S-A5C-1750 17.50 93 143 18 48 66.8 3.18
D918S-A5C-1770 17.70 93 143 18 48 66.5 3.22
D918S-A5C-1780 17.80 93 143 18 48 66.3 3.24
D918S-A5C-1800 18.00 93 143 18 48 66.0 3.28
D918S-A5C-1850 18.50 101 153 20 50 73.3 3.37
D918S-A5C-1860 18.60 101 153 20 50 73.1 3.38
D918S-A5C-1880 18.80 101 153 20 50 72.8 3.42
D918S-A5C-1900 19.00 101 153 20 50 72.5 3.46
D918S-A5C-1930 19.30 101 153 20 50 72.1 3.51
D918S-A5C-1950 19.50 101 153 20 50 71.8 3.55
D918S-A5C-1980 19.80 101 153 20 50 71.3 3.60
D918S-A5C-2000 20.00 101 153 20 50 71.0 3.64

O eCl0O e e®@ O e O 00000 eC e O e e O
O/0|C|O/O0O|/0|O0O|0O|O|O|O0|0O|OI0O|O0O|C|O @ O | @ O

@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range DC(mT) DMM(h6)
>1-3 +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
e Gray Cast 2 Heat
Carbon Alloy Ferrltlc_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Suer Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y p Y
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 O
© Most Suitable O Suitable Recommended Cutting Data 3 P091
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HOLEMAKING TOOLS | Solid Carbide Drill

D968S-A3N

High Efficient 3D External Coolant Twist Drills for Stainless Steel

B
nano

Ww P
= - e
LS LCF 140°
6AL
Ordering Code (Eﬁ) LCF OAL ?r':/lsh)ﬂ LS LU PL Stock Ordering Code (r?]% LCF OAL '%::"6")" LS LU PL Stock
D968S-A3N-0100 1.00 7 45 4 30 55 018 @ D968S-A3N-0330 330 20 62 6 36 151 0.60 ®
D968S-A3N-0110 110 7 45 4 30 54 020 ® D968S-A3N-0340 3.40 20 62 6 36 149 062 ®
DI68S-A3N-0120 120 7 45 4 30 52 022 @ D968S-A3N-0350 350 20 62 6 36 148 0.64 @
D968S-A3N-0130 130 7 45 4 30 51 024 @ D968S-A3N-0360 3.60 20 62 6 36 146 0.66 ®
DI68S-A3N-0140 140 7 45 4 30 49 025 @ D968S-A3N-0370 370 20 62 6 36 145 0.67 @
D968S-A3N-0150 150 9 55 4 38 68 027 @ D968S-A3N-0380 3.80 24 66 6 36 183 0.69 @
D968S-A3N-0160 160 9 55 4 38 66 029 @ D968S-A3N-0390 3.90 24 66 6 36 182 071 @
D968S-A3N-0175 175 9 55 4 38 64 032 @ D968S-A3N-0400 4.00 24 66 6 36 180 073 ®
D968S-A3N-0180 1.80 9 55 4 38 63 033 @ D968S-A3N-0410 410 24 66 6 36 17.9 075 ®
D968S-A3N-0190 190 9 55 4 38 62 035 @ DI68S-A3N-0420 420 24 66 6 36 17.7 0.76 ®
D968S-A3N-0200 2.00 13 55 4 36 10.0 036 ® D9I68S-A3N-0430 430 24 66 6 36 17.6 078 @
D968S-A3N-0210 210 13 55 4 36 99 038 @ DI68S-A3N-0440 4.40 24 66 6 36 17.4 080 @
D968S-A3N-0220 220 13 55 4 36 97 040 @ D968S-A3N-0450 450 24 66 6 36 17.3 0.82 @
D968S-A3N-0230 230 13 55 4 36 96 042 @ D968S-A3N-0460 4.60 24 66 6 36 17.1 084 ®
D968S-A3N-0240 2.40 17 55 4 33 134 044 @ D9I68S-A3N-0465 4.65 24 66 6 36 17.0 085 ®
D968S-A3N-0250 250 17 55 4 33 133 045 @ D9I68S-A3N-0470 470 24 66 6 36 17.0 0.86 ®
D968S-A3N-0260 2.60 17 55 4 33 131 047 @ D9I68S-A3N-0480 4.80 28 66 6 36 20.8 0.87 @
D968S-A3N-0270 270 17 55 4 33 13.0 049 @ D9IE8S-A3N-0490 490 28 66 6 36 20.7 089 @
D968S-A3N-0280 2.80 17 55 4 33 12.8 051 @ D968S-A3N-0500 5.00 28 66 6 36 20.5 091 @
D968S-A3N-0290 2.90 17 55 4 33 127 053 @ D968S-A3N-0510 510 28 66 6 36 204 093 @
D968S-A3N-0295 295 17 55 4 33 126 054 @ D968S-A3N-0515 515 28 66 6 36 203 094 @
D968S-A3N-0300 3.00 20 62 6 36 155 055 @ D968S-A3N-0520 520 28 66 6 36 202 095 @
D968S-A3N-0305 3.05 20 62 6 36 154 056 O D968S-A3N-0530 530 28 66 6 36 20.1 096 @
D968S-A3N-0310 3.10 20 62 6 36 154 056 @ D968S-A3N-0540 540 28 66 6 36 19.9 098 @
D968S-A3N-0315 3.15 20 62 6 36 153 0.57 @ D9I68S-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 19.7 1.01 @
D968S-A3N-0325 325 20 62 6 36 151 059 @ D968S-A3N-0560 560 28 66 6 36 19.6 1.02 @
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
o Gray Cast i Heat
Carbon Alloy Ferrltlg/_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P Y
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 P093
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Solid Carbide Drill | HOLEMAKING TOOLS

D968S-A3N

High Efficient 3D External Coolant Twist Drills for Stainless Steel
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) Continue
Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock  Ordering Code (r?]% LCF OAL %‘:"6")" LS LU PL Stock
D968S-A3N-0570 570 28 66 6 36 195 1.04 @ D968S-A3N-0810 8.10 47 89 10 40 349 147 @
D968S-A3N-0580 5.80 28 66 6 36 19.3 1.06 @ D968S-A3N-0820 820 47 89 10 40 347 149 @
D968S-A3N-0590 590 28 66 6 36 192 107 @ D968S-A3N-0830 830 47 89 10 40 346 151 ©
D968S-A3N-0600 6.00 28 66 6 36 19.0 1.09 @ D968S-A3N-0840 840 47 89 10 40 344 153 @
D968S-A3N-0605 6.05 34 79 8 36 249 110 @ D968S-A3N-0850 850 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 620 34 79 8 36 247 113 @ D968S-A3N-0870 870 47 89 10 40 340 158 @
D968S-A3N-0630 630 34 79 8 36 246 115 @ D968S-A3N-0880 8.80 47 89 10 40 33.8 160 ®
D968S-A3N-0640 640 34 79 8 36 244 116 @ D968S-A3N-0890 890 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 660 34 79 8 36 241 120 @ D968S-A3N-0910 9.10 47 89 10 40 334 166 ©
D968S-A3N-0670 670 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 33.1 169 @
D968S-A3N-0690 6.90 34 79 8 36 237 126 @ D968S-A3N-0935 9.35 47 89 10 40 33.0 170 ®
D968S-A3N-0700 7.00 34 79 8 36 235 127 @ D968S-A3N-0940 9.40 47 89 10 40 329 171 ®
D968S-A3N-0710 7.10 41 79 8 36 304 129 @ D968S-A3N-0945 9.45 47 89 10 40 328 172 ©
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 36 301 133 @ D968S-A3N-0955 9.55 47 89 10 40 327 174 @
D968S-A3N-0740 7.40 41 79 8 36 299 135 @ D968S-A3N-0960 9.60 47 89 10 40 326 175 @
D968S-A3N-0745 7.45 41 79 8 36 298 136 @ D968S-A3N-0970 9.70 47 89 10 40 325 177 ©
D968S-A3N-0750 7.50 41 79 8 36 29.8 136 @ D968S-A3N-0980 9.80 47 89 10 40 323 178 @
D968S-A3N-0755 7.55 41 79 8 36 297 137 @ D968S-A3N-0990 9.90 47 89 10 40 322 180 ©
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 29.5 140 O D968S-A3N-1010 10.10 55 102 12 45 399 184 @
D968S-A3N-0780 7.80 41 79 8 36 293 142 @ D968S-A3N-1020 1020 55 102 12 45 397 1.86 ©
D968S-A3N-0790 7.90 41 79 8 36 292 144 @ D968S-A3N-1025 1025 55 102 12 45 396 1.87 ©
D968S-A3N-0800 8.00 41 79 8 36 29.0 146 @ 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

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
" Gray Cast 25 Heat
Carbon Alloy Ferr|t|c./. Stainless Iron, | High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
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 P093

GESAC _ 029




HOLEMAKING TOOLS | Solid Carbide Drill

D968S-A3N

High Efficient 3D External Coolant Twist Drills for Stainless Steel
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Ordering Code (Eﬁ) LCF OAL ?rl:/leh)/‘ LS LU PL Stock  Ordering Code (r?q% LCF OAL '?,':"6")" 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 1.91
D968S-A3N-1060 10.60 55 102 12 45 39.1 1.93
D968S-A3N-1070 10.70 55 102 12 45 39.0 1.95
D968S-A3N-1080 10.80 55 102 12 45 38.8 1.97
D968S-A3N-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 38.2 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 45 376 211
D968S-A3N-1170 11.70 55 102 12 45 375 2.13
D968S-A3N-1180 11.80 55 102 12 45 373 215
D968S-A3N-1190 11.90 55 102 12 45 37.2 2.17
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 45 416 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 41.3 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 45 409 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 2.35
D968S-A3N-1300 13.00 60 107 14 45 405 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 2.42
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 48 439 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 48 433 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 42.4 2.75
D968S-A3N-1520 15.20 65 115 16 48 422 2.77
D968S-A3N-1530 1530 65 115 16 48 42.1 2.78
D968S-A3N-1540 1540 65 115 16 48 419 2.80
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@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
o Gray Cast i Heat
Carbon Alloy Ferrltlg/_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P Y
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 P093
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Solid Carbide Drill | HOLEMAKING TOOLS

D968S-A3N

High Efficient 3D External Coolant Twist Drills for Stainless Steel

0
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Ordering Code (D¢, LCF OAL OM Ls LU PL Stock  OrderingCode (DS LcF 0AL BN 1s LU PL stock
D968S-A3N-1550 15.50 65 115 16 48 41.8 282 O D968S-A3N-1740 17.40 73 123 18 48 469 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 46.5 322 O
D968S-A3N-1600 16.00 65 115 16 48 41.0 291 @ D968S-A3N-1780 17.80 73 123 18 48 46.3 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 @
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 48 484 298 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 47.9 3.05 O D968S-A3N-1910 19.10 79 131 20 50 50.4 348 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 48 475 3.09 @ D968S-A3N-1980 19.80 79 131 20 50 49.3 3.60 O
D968S-A3N-1720 17.20 73 123 18 48 472 313 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 @
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)
Nominal Size Range DC(m7) DMM(h6)
>1-3 +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
e Gray Cast 25 Heat
(Sitarbon Alloy Ferr|t|c_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant | Titanium Hardened @ Hardened
eel, | Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Cast Iron Aluminium | Alloys Y Allgs Y
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 P093
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HOLEMAKING TOOLS | Solid Carbide Drill

D968S-A3C

High Efficient 3D Internal Coolant Twist Drills for Stainless Steel

LU PL
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Ordering Code (r?f?) LCF OAL [()PI:AGI\)A LS LU PL Stock Ordering Code (gg) LCF OAL %""'6")" LS LU PL Stock
D968S-A3C-0300 3.00 20 62 6 36 155 055 @ D968S-A3C-0540 540 28 66 6 36 199 098 @
D968S-A3C-0310 3.10 20 62 6 36 154 056 @ D968S-A3C-0550 550 28 66 6 36 198 1.00 @
D968S-A3C-0320 320 20 62 6 36 152 058 O D968S-A3C-0555 555 28 66 6 36 19.7 1.01 @
D968S-A3C-0325 325 20 62 6 36 151 059 @ D968S-A3C-0560 560 28 66 6 36 196 1.02 @
D968S-A3C-0330 330 20 62 6 36 151 060 @ D968S-A3C-0570 570 28 66 6 36 355 1.04 @
D968S-A3C-0340 340 20 62 6 36 149 062 @ D968S-A3C-0580 5.80 28 66 6 36 353 1.06 @
D968S-A3C-0350 350 20 62 6 36 148 064 @ D968S-A3C-0590 590 28 66 6 36 192 1.07 @
D968S-A3C-0360 360 20 62 6 36 16.6 0.66 @ D968S-A3C-0600 6.00 28 66 6 36 190 1.09 @
D968S-A3C-0370 3.70 20 62 6 36 165 067 @ D968S-A3C-0610 6.10 34 79 8 36 249 111 @
D968S-A3C-0380 3.80 24 66 6 36 183 0.69 @ D968S-A3C-0620 620 34 79 8 36 347 113 @
D968S-A3C-0390 390 24 66 6 36 182 0.71 @ D968S-A3C-0630 630 34 79 8 36 346 115 @
D968S-A3C-0400 4.00 24 66 6 36 18.0 0.73 @ D968S-A3C-0640 6.40 34 79 8 36 344 116 @
D968S-A3C-0410 4.10 24 66 6 36 179 0.75 @ D968S-A3C-0650 6.50 34 79 8 36 243 118 @
D968S-A3C-0420 420 24 66 6 36 17.7 0.76 @ D968S-A3C-0660 6.60 34 79 8 36 431 120 O
D968S-A3C-0430 430 24 66 6 36 17.6 0.78 O D968S-A3C-0670 6.70 34 79 8 36 430 122 @
D968S-A3C-0440 4.40 24 66 6 36 174 080 @ D968S-A3C-0680 6.80 34 79 8 36 428 124 @
D968S-A3C-0450 450 24 66 6 36 17.3 082 @ D968S-A3C-0690 690 34 79 8 36 42.7 126 @
D968S-A3C-0460 4.60 24 66 6 36 17.1 084 @ D968S-A3C-0700 7.00 34 79 8 36 235 127 @
D968S-A3C-0465 465 24 66 6 36 290 085 @ D968S-A3C-0710 7.10 41 79 8 36 304 129 @
D968S-A3C-0470 4.70 24 66 6 36 17.0 086 @ D968S-A3C-0720 7.20 41 79 8 36 302 131 O
D968S-A3C-0480 4.80 28 66 6 36 288 087 @ D968S-A3C-0730 730 41 79 8 36 301 133 @
D968S-A3C-0490 490 28 66 6 36 20.7 089 @ D968S-A3C-0740 7.40 41 79 8 36 419 135 @
D968S-A3C-0500 5.00 28 66 6 36 205 091 @ D968S-A3C-0745 745 41 79 8 36 298 136 @
D968S-A3C-0510 5.10 28 66 6 36 284 093 @ D968S-A3C-0750 7.50 41 79 8 36 418 136 O
D968S-A3C-0515 5.15 28 66 6 36 203 094 @ D968S-A3C-0755 755 41 79 8 36 41.7 137 @
D968S-A3C-0520 520 28 66 6 36 282 095 @ D968S-A3C-0760 7.60 41 79 8 36 296 138 @
D968S-A3C-0530 530 28 66 6 36 281 09 @ D968S-A3C-0770 7.70 41 79 8 36 415 140 @
@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)

Workpiece Material
B m ¥ N H 0
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PHand Forged

(SZ?rbon Alloy Ferritig/_ Stainless Gr?r{)l(ql’ast High Alloy Alumﬁwium Cast Copper . Re':iiet];nt Titanium | Hardened | Hardened

Allof/esl'zeel Stesetlz,eTlool Msat:iirl]:'stslc Steel Ductile | Castlron Q}LO%?BCIS;: Altj\rng;;:m Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 P093
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Solid Carbide Drill | HOLEMAKING TOOLS

D968S-A3C

High Efficient 3D Internal Coolant Twist Drills for Stainless Steel

LU PL
i e R e
LS LCF 140°
OAL

) Continue
Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock  Ordering Code (r?]% LCF OAL '%::"6")" LS LU PL Stock
D9E8S-A3C0775 7.75 41 79 8 36 414 141 D968S-A3C-1000 10.00 47 89 10 40 32.0 1.82
D968S-A3C-0780 7.80 41 79 8 36 413 1.42 D968S-A3C-1010 10.10 55 102 12 45 39.9 184
D968S-A3C-0790 7.90 41 79 8 36 412 1.44 D968S-A3C-1020 1020 55 102 12 45 55.7 1.86
D968S-A3C-0800 800 41 79 8 36 41.0 1.46 D968S-A3C-1030 10.30 55 102 12 45 39.6 1.87

D968S-A3C-0810 8.10 47 89 10 40 40.9 1.47
D968S-A3C-0815 8.15 47 89 10 40 34.8 1.48
D968S-A3C-0820 8.20 47 89 10 40 48.7 1.49
D968S-A3C-0830 830 47 89 10 40 34.6 1.51
D968S-A3C-0840 8.40 47 89 10 40 484 1.53
D968S-A3C-0850 8.50 47 89 10 40 483 1.55
D968S-A3C-0860 8.60 47 89 10 40 34.1 1.57
D968S-A3C-0870 8.70 47 89 10 40 34.0 1.58
D968S-A3C-0880 8.80 47 89 10 40 47.8 1.60
D968S-A3C-0890 890 47 89 10 40 47.7 1.62
D968S-A3C-0900 9.00 47 89 10 40 47.5 1.64
D968S-A3C-0910 9.10 47 89 10 40 334 1.66
D968S-A3C-0920 9.20 47 89 10 40 47.2 167
D968S-A3C-0925 9.25 47 89 10 40 47.1 1.68
D968S-A3C-0930 9.30 47 89 10 40 47.1 1.69
D968S-A3C-0935 935 47 89 10 40 47.0 1.70
D968S-A3C-0940 9.40 47 89 10 40 329 1.71
D968S-A3C-0950 9.50 47 89 10 40 46.8 1.73
D968S-A3C-0955 9.55 47 89 10 40 46.7 1.74
D968S-A3C-0960 9.60 47 89 10 40 32.6 1.75
D968S-A3C-0970 9.70 47 89 10 40 46.5 1L.77
D968S-A3C-0980 9.80 47 89 10 40 323 1.78
D968S-A3C-0990 9.90 47 89 10 40 56.2 1.80

D968S-A3C-1040 10.40 55 102 12 45 554 1.89
D968S-A3C-1050 10.50 55 102 12 45 553 191
D968S-A3C-1060 10.60 55 102 12 45 55.1 1.93
D968S-A3C-1070 10.70 55 102 12 45 55.0 1.95
D968S-A3C-1080 10.80 55 102 12 45 388 1.97
D968S-A3C-1090 10.90 55 102 12 45 54.7 1.98
D968S-A3C-1100 11.00 55 102 12 45 385 2.00
D968S-A3C-1110 11.10 55 102 12 45 384 2.02
D968S-A3C-1120 11.20 55 102 12 45 38.2 2.04
D968S-A3C-1130 11.30 55 102 12 45 38.1 2.06
D968S-A3C-1140 11.40 55 102 12 45 379 2.07
D968S-A3C-1150 11.50 55 102 12 45 37.8 2.09
D968S-A3C-1160 11.60 55 102 12 45 376 211
D968S-A3C-1170 11.70 55 102 12 45 375 2.13
D968S-A3C-1180 11.80 55 102 12 45 373 2.15
D968S-A3C-1190 11.90 55 102 12 45 37.2 2.17
D968S-A3C-1200 12.00 55 102 12 45 37.0 2.18
D968S-A3C-1210 12.10 60 107 14 45 419 2.20
D968S-A3C-1220 12.20 60 107 14 45 41.7 2.22
D968S-A3C-1230 12.30 60 107 14 45 416 2.24
D968S-A3C-1240 12.40 60 107 14 45 414 2.26
D968S-A3C-1250 12.50 60 107 14 45 413 2.27
D968S-A3C-1260 12.60 60 107 14 45 41.1 2.29

[ BN NN BN BN BN BN NN BN BN BN MN NN REGEN NN REGEN BN BN BN NN BN BN BN MN BN ]
[ BN AN REGEN BN BN NEGRN BN BN EN NN BN BN BEGAN BN BN BN BEGHEN REGRN BN BN BN ]

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

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
e Gray Cast 25 Heat
Carbon Alloy Ferr|t|c_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant | Titanium Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
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 O O O
© Most Suitable O Suitable Recommended Cutting Data 3 P093
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HOLEMAKING TOOLS | Solid Carbide Drill

D968S-A3C

High Efficient 3D Internal Coolant Twist Drills for Stainless Steel

nano

LU PL
el eSS ) 8 R e
LS LCF 140°
OAL
) Continue
Ordering Code (Eﬁ) LCF OAL '%}':"6")" LS LU PL Stock  Ordering Code (51% LCF OAL E(’I':"G")" LS LU PL Stock

D968S-A3C-1270 12.70 60 107 14 45 41.0 231
D968S-A3C-1280 12.80 60 107 14 45 40.8 2.33
D968S-A3C-1285 12.85 60 107 14 45 40.7 2.34
D968S-A3C-1290 12.90 60 107 14 45 40.7 2.35
D968S-A3C-1300 13.00 60 107 14 45 40.5 2.37
D968S-A3C-1310 13.10 60 107 14 45 40.4 2.38
D968S-A3C-1340 13.40 60 107 14 45 399 2.44
D968S-A3C-1350 13.50 60 107 14 45 39.8 2.46
D968S-A3C-1360 13.60 60 107 14 45 39.6 2.47
D968S-A3C-1370 13.70 60 107 14 45 39.5 2.49
D968S-A3C-1375 13.75 60 107 14 45 39.4 2.50
D968S-A3C-1380 13.80 60 107 14 45 39.3 2.51
D968S-A3C-1400 14.00 60 107 14 45 39.0 2.55
D968S-A3C-1405 14.05 60 107 14 45 389 2.56
D968S-A3C-1420 1420 65 115 16 48 43.7 2.58
D968S-A3C-1430 1430 65 115 16 48 43.6 2.60
D968S-A3C-1440 14.40 65 115 16 48 43.4 2.62
D968S-A3C-1450 14.50 65 115 16 48 43.3 2.64
D968S-A3C-1460 14.60 65 115 16 48 43.1 2.66
D968S-A3C-1470 14.70 65 115 16 48 43.0 2.68
D968S-A3C-1480 14.80 65 115 16 48 42.8 2.69
D968S-A3C-1500 15.00 65 115 16 48 425 2.73
D968S-A3C-1510 15.10 65 115 16 48 424 2.75
D968S-A3C-1520 1520 65 115 16 48 422 2.77

D968S-A3C-1550 15.50 65 115 16 48 41.8 2.82
D968S-A3C-1570 15.70 65 115 16 48 415 2.86
D968S-A3C-1580 15.80 65 115 16 48 41.3 2.88
D968S-A3C-1590 15.90 65 115 16 48 41.2 2.89
D968S-A3C-1600 16.00 65 115 16 48 41.0 291
D968S-A3C-1610 16.10 73 123 18 48 48.9 2.93
D968S-A3C-1630 16.30 73 123 18 48 48.6 297
D968S-A3C-1650 16.50 73 123 18 48 48.3 3.00
D968S-A3C-1660 16.60 73 123 18 48 48.1 3.02
D968S-A3C-1680 16.80 73 123 18 48 47.8 3.06
D968S-A3C-1700 17.00 73 123 18 48 47.5 3.09
D968S-A3C-1750 17.50 73 123 18 48 46.8 3.18
D968S-A3C-1760 17.60 73 123 18 48 46.6 3.20
D968S-A3C-1770 17.70 73 123 18 48 46.5 3.22
D968S-A3C-1780 17.80 73 123 18 48 46.3 3.24
D968S-A3C-1800 18.00 73 123 18 48 46.0 3.28
D968S-A3C-1810 18.10 79 131 20 50 51.9 3.29
D968S-A3C-1840 18.40 79 131 20 50 51.4 3.35
D968S-A3C-1850 18.50 79 131 20 50 51.3 3.37
D968S-A3C-1880 18.80 79 131 20 50 50.8 3.42
D968S-A3C-1900 19.00 79 131 20 50 50.5 3.46
D968S-A3C-1950 19.50 79 131 20 50 49.8 3.55
D968S-A3C-1960 19.60 79 131 20 50 49.6 3.57
D968S-A3C-1980 19.80 79 131 20 50 49.3 3.60

OC/l®e|0O0C @ @O O @O @0 0|00C|eO0|C @O0 0|00

Ol0O|0|O|O0|0O|0O|O0|0|O|0|O|O|O0O|O|O0|0|O0|O|O|O0O0|0|0|0

D968S-A3C-1530 1530 65 115 16 48 4211 278 O D968S-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(mT7) DMM(h6)
>1-3 +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 i Heat
Carbon Alloy Ferrltlg/_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P Y
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 O O O
© Most Suitable O Suitable Recommended Cutting Data 3 P093

034 _ GESAC




Solid Carbide Drill | HOLEMAKING TOOLS

D968S-A5N

High Efficient 5D External Coolant Twist Drills for Stainless Steel

ol
R nano

LU PL
s 8
Ls LCF 140°
OAL

Ordering Code (r'%% LCF OAL [fr':"ﬁ")" LS LU PL Stock Ordering Code (r?‘% LCF OAL '%::"6")" LS LU PL Stock
D968S-A5N-0170 1.70 12 55 4 35 95 031 @ D968S-A5N-0440 440 36 74 6 36 294 080 O
D968S-A5N-0180 1.80 12 55 4 35 95 031 @ D968S-A5N-0450 450 36 74 6 36 293 082 @
D968S-A5N-0200 2.00 18 62 4 38 150 036 @ D968S-A5N-0460 460 36 74 6 36 29.1 0.84 O
D968S-A5N-0205 2.05 18 62 4 38 149 037 @ D968S-A5N-0470 4.70 36 74 6 36 29.0 0.86 O
D968S-A5N-0220 2.20 18 62 4 38 147 040 @ D968S-A5N-0480 4.80 44 82 6 36 36.8 087 @
D968S-A5N-0250 2.50 22 62 4 34 183 045 @ D968S-A5N-0490 490 44 82 6 36 36.7 089 @
D968S-A5N-0260 2.60 22 62 4 34 18.1 047 @ D968S-A5N-0500 5.00 44 82 6 36 365 091 @
D968S-A5N-0280 2.80 22 62 4 35 178 051 O D968S-A5N-0510 5.10 44 82 6 36 364 093 @
D968S-A5N-0290 290 22 62 4 35 17.7 053 O D968S-A5N-0520 520 44 82 6 36 36.2 095 O
D968S-A5N-0300 3.00 28 66 6 36 235 055 @ D968S-A5N-0530 530 44 82 6 36 36.1 096 O
D968S-A5N-0310 3.10 28 66 6 36 234 056 @ D968S-A5N-0540 540 44 82 6 36 359 098 @
D968S-A5N-0320 3.20 28 66 6 36 232 058 @ D968S-A5N-0550 5.50 44 82 6 36 358 100 @
D968S-A5N-0330 3.30 28 66 6 36 231 060 @ D968S-A5N-0560 560 44 82 6 36 356 1.02 @
D968S-A5N-0340 340 28 66 6 36 229 062 @ D968S-A5N-0570 5.70 44 82 6 36 355 1.04 O
D968S-A5N-0350 3.50 28 66 6 36 228 064 @ D968S-A5N-0580 580 44 82 6 36 353 1.06 O
D968S-A5N-0360 3.60 28 66 6 36 226 066 @ D968S-A5N-0590 590 44 82 6 36 352 1.07 O
D968S-A5N-0370 3.70 28 66 6 36 225 0.67 @ D968S-A5N-0600 6.00 44 82 6 36 350 1.09 @
D968S-A5N-0380 3.80 36 74 6 36 303 069 @ D968S-A5N-0610 6.10 53 91 8 36 439 111 O
D968S-A5N-0390 390 36 74 6 36 30.2 0.71 O D968S-A5N-0620 6.20 53 91 8 36 43.7 113 O
D968S-A5N-0400 4.00 36 74 6 36 30.0 0.73 @ D968S-A5N-0630 6.30 53 91 8 36 436 115 O
D968S-A5N-0410 4.10 36 74 6 36 299 0.75 O D968S-A5N-0640 6.40 53 91 8 36 434 116 O
D968S-A5N-0420 420 36 74 6 36 29.7 0.76 @ D968S-A5N-0650 6.50 53 91 8 36 433 118 @
D968S-A5N-0430 430 36 74 6 36 296 0.78 @ D968S-A5N-0660 6.60 53 91 8 36 431 120 @
@ Stock O Available upon Order ~ Note: Accept customization from D1 to D20 tool Unit(mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
s Gray Cast i Heat
Carbon Alloy Ferrltlc/_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P Y
Cast Iron Alloys
Steel Alloys
<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 P093
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HOLEMAKING TOOLS | Solid Carbide Drill

D968S-A5N

High Efficient 5D External Coolant Twist Drills for Stainless Steel

LU PL
= g
LS LCF 1407
OAL

) Continue
Ordering Code (Eﬁ) LCF OAL ?rl:/leh)n LS LU PL Stock  Ordering Code (r?q% LCF OAL ?r“]"e")" LS LU PL Stock
D968S-ASN-0670 670 53 91 8 36 43.0 122 @ D9IE8S-ASN-0900 9.00 61 103 10 40 475 1.64 @
D968S-ASN-0680 6.80 53 91 8 36 428 124 @ D968S-ASN-0910 9.10 61 103 10 40 473 1.66 O
D968S-ASN-0690 6.90 53 91 8 36 427 126 O D968S-ASN-0920 9.20 61 103 10 40 472 1.67 O
D968S-ASN-0700 7.00 53 91 8 36 425 127 @ D968S-ASN-0930 9.30 61 103 10 40 47.0 1.69 O
D968S-ASN-0710 7.10 53 91 8 36 424 129 O D968S-ASN-0940 9.40 61 103 10 40 469 171 O
D9E8S-ASN-0720 7.20 53 91 8 36 422 131 O D968S-ASN-0950 9.50 61 103 10 40 468 173 @
D968S-ASN-0730 7.30 53 91 8 36 42.1 133 O D968S-ASN-0960 9.60 61 103 10 40 46.6 175 O
D968S-ASN-0740 7.40 53 91 8 36 419 135 O D968S-ASN-0970 9.70 61 103 10 40 465 177 O
D968S-ASN-0750 7.50 53 91 8 36 418 136 O D968S-ASN-0980 9.80 61 103 10 40 463 178 @
D968S-ASN-0760 7.60 53 91 8 36 416 138 O D968S-ASN-0990 9.90 61 103 10 40 461 1.80 O
D968S-ASN-0770 7.70 53 91 8 36 415 140 O D968S-ASN-1000 10.00 61 103 10 40 460 1.82 @
D968S-ASN-0780 7.80 53 91 8 36 413 142 O D968S-ASN-1010 10.10 71 118 12 45 559 1.84 O
D9IE8S-ASN-0790 7.90 53 91 8 36 412 144 O D9I68S-ASN-1020 10.20 71 118 12 45 557 1.86 @
D968S-ASN-0800 8.00 53 91 8 36 410 146 @ D9IE8S-ASN-1030 10.30 71 118 12 45 556 187 @
D968S-ASN-0810 810 61 103 10 40 489 147 O D968S-ASN-1040 10.40 71 118 12 45 554 1.89 O
D968S-ASN-0820 820 61 103 10 40 487 149 @ D968S-ASN-1050 10.50 71 118 12 45 553 191 @
D968S-ASN-0830 830 61 103 10 40 486 151 O D968S-ASN-1060 10.60 71 118 12 45 551 1.93 O
D968S-ASN-0840 840 61 103 10 40 484 153 O D968S-ASN-1070 10.70 71 118 12 45 550 1.95 O
D968S-ASN-0850 850 61 103 10 40 483 155 @ D9I68S-ASN-1080 10.80 71 118 12 45 54.8 197 O
D968S-A5N-0860 8.60 61 103 10 40 48.1 157 @ D9I68S-ASN-1090 10.90 71 118 12 45 547 198 O
D968S-ASN-0870 8.70 61 103 10 40 48.0 158 O D9IE8S-ASN-1100 11.00 71 118 12 45 545 2.00 @
D968S-ASN-0880 8.80 61 103 10 40 47.8 1.60 O D968S-ASN-1110 11.10 71 118 12 45 544 202 O
D968S-ASN-0890 8.90 61 103 10 40 47.7 1.62 O D968S-ASN-1120 11.20 71 118 12 45 542 2.04 O

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

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
" Gray Cast e Heat
Carbon Alloy Ferrmc'/. Stainless Iron,  HighAlloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
Cast Iron Alloys
Steel Alloys
<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 P093
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Solid Carbide Drill | HOLEMAKING TOOLS

D968S-A5N

High Efficient 5D External Coolant Twist Drills for Stainless Steel

BEe
R nano

LU PL

g
Ls LCF 140°
OAL
) Continue
Ordering Code (51(7:) LCF OAL '?#6")" LS LU PL Stock  Ordering Code (r?]% LCF OAL %':"6")" LS LU PL Stock
D968S-A5N-1130 11.30 71 118 12 45 541 2.06 O D968S-A5N-1420 14.20 83 133 16 48 61.7 258 O
D968S-A5N-1140 11.40 71 118 12 45 539 207 O D968S-A5N-1430 14.30 83 133 16 48 61.6 2.60 O
D968S-A5N-1150 11.50 71 118 12 45 53.8 2.09 O D968S-A5N-1450 14.50 83 133 16 48 61.3 2.64 O
D968S-A5N-1160 11.60 71 118 12 45 536 211 O D968S-A5N-1460 14.60 83 133 16 48 61.1 266 O
D968S-A5N-1170 11.70 71 118 12 45 535 213 O D968S-A5N-1480 14.80 83 133 16 48 60.8 2.69 O
D968S-A5N-1180 11.80 71 118 12 45 533 215 @ D968S-A5N-1500 15.00 83 133 16 48 60.5 2.73 O
D968S-A5N-1190 11.90 71 118 12 45 532 217 O D968S-A5N-1510 15.10 83 133 16 48 604 275 O
D968S-A5N-1200 12.00 71 118 12 45 53.0 218 @ D968S-A5N-1550 15.50 83 133 16 48 59.8 282 O
D968S-A5N-1210 12.10 77 124 14 45 589 220 O D968S-A5N-1570 15.70 83 133 16 48 59.5 286 O
D968S-A5N-1220 12.20 77 124 14 45 58.7 222 O D968S-A5N-1580 15.80 83 133 16 48 59.3 288 O
D968S-A5N-1230 12.30 77 124 14 45 58.6 224 O D968S-A5N-1600 16.00 83 133 16 48 59.0 291 O
D968S-A5N-1240 12.40 77 124 14 45 58.4 226 O D968S-A5N-1650 16.50 93 143 18 48 68.3 3.00 O
D968S-A5N-1250 12.50 77 124 14 45 583 227 O D968S-A5N-1660 16.60 93 143 18 48 68.1 3.02 O
D968S-A5N-1260 12.60 77 124 14 45 58.1 229 O D968S-A5N-1680 16.80 93 143 18 48 67.8 3.06 O
D968S-A5N-1270 12.70 77 124 14 45 58.0 231 O D968S-A5N-1700 17.00 93 143 18 48 67.5 3.09 O
D968S-A5N-1280 12.80 77 124 14 45 57.8 233 O D968S-A5N-1750 17.50 93 143 18 48 66.8 3.18 O
D968S-A5N-1290 12.90 77 124 14 45 57.7 235 O D968S-A5N-1780 17.80 93 143 18 48 66.3 3.24 O
D968S-A5N-1300 13.00 77 124 14 45 575 237 @ D968S-A5N-1800 18.00 93 143 18 48 66.0 3.28 O
D968S-A5N-1320 13.20 77 124 14 45 57.2 240 O D968S-A5N-1850 18.50 101 153 20 50 73.3 337 O
D968S-A5N-1350 13.50 77 124 14 45 56.8 246 O D968S-A5N-1860 18.60 101 153 20 50 73.1 3.38 O
D968S-A5N-1370 13.70 77 124 14 45 56.5 249 O D968S-A5N-1900 19.00 101 153 20 50 725 346 O
D968S-A5N-1380 13.80 77 124 14 45 56.3 251 O D968S-A5N-1950 19.50 101 153 20 50 71.8 3.55 O
D968S-A5N-1390 13.90 77 124 14 45 56.2 253 O D968S-A5N-2000 20.00 101 153 20 50 71.0 3.64 O
D968S-A5N-1400 14.00 77 124 14 45 56.0 255 @
Unit(mm)
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Nominal Size Range DC(mT) DMM(h6)
>1-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008

>6—10
>10—-18
>18—-20

+0.006/+0.021
+0.007/+0.025
+0.008/+0.029

0.000/-0.009
0.000/-0.011
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 25 Heat
Carbon Alloy Ferrlth/_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P Y
Cast Iron Alloys
Steel Alloys
<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 P093

GESAC _ 037




HOLEMAKING TOOLS

Solid Carbide Drill

D968S-A5C

High Efficient 5D Internal Coolant Twist Drills for Stainless Steel

LU PL
o IeSososo 2 : 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
D968S-A5C-0300 3.00 28 66 6 36 235 055 @ D968S-A5C-0560 560 44 82 6 36 356 1.02 @
D968S-A5C-0310 3.10 28 66 6 36 234 056 @ D968S-A5C-0570 5.70 44 82 6 36 355 1.04 @
D968S-A5C-0320 3.20 28 66 6 36 232 058 @ D968S-A5C-0580 580 44 82 6 36 353 1.06 @
D968S-A5C-0330 330 28 66 6 36 231 060 @ D968S-A5C-0590 590 44 82 6 36 352 107 @
D968S-A5C-0340 340 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 22.6 066 @ D968S-A5C-0620 6.20 53 91 8 36 43.7 113 @
D968S-A5C-0370 3.70 28 66 6 36 225 067 @ D968S-A5C-0630 630 53 91 8 36 436 115 @
D968S-A5C-0380 380 36 74 6 36 303 069 @ D968S-A5C-0640 6.40 53 91 8 36 434 116 @
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 36 300 073 @ D968S-A5C-0660 6.60 53 91 8 36 431 120 @
D968S-A5C-0410 4.10 36 74 6 36 299 0.75 @ D968S-A5C-0670 6.70 53 91 8 36 43.0 122 @
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 36 296 078 @ D968S-A5C-0690 690 53 91 8 36 42.7 126 @
D968S-A5C-0440 440 36 74 6 36 294 080 @ 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 @
D968S-A5C-0460 4.60 36 74 6 36 291 084 @ D968S-A5C-0720 7.20 53 91 8 36 422 131 @
D968S-A5C-0470 4.70 36 74 6 36 29.0 08 O D968S-A5C-0730 7.30 53 91 8 36 421 133 @
D968S-A5C-0480 4.80 44 82 6 36 368 087 @ D968S-A5C-0735 735 53 91 8 36 420 134 @
D968S-A5C-0490 490 44 82 6 36 36.7 089 @ D968S-A5C-0740 7.40 53 91 8 36 419 135 @
D968S-A5C-0500 5.00 44 82 6 36 365 091 @ D968S-A5C-0750 7.50 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 @
D968S-A5C-0520 520 44 82 6 36 362 095 @ D968S-A5C-0770 7.70 53 91 8 36 415 140 @
D968S-A5C-0530 530 44 82 6 36 361 096 @ D968S-A5C-0780 7.80 53 91 8 36 413 142 @
D968S-A5C-0540 540 44 82 6 36 359 098 @ D968S-A5C-0790 790 53 91 8 36 412 144 @
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 @ 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 ¥ N H 0
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PHand Forged

(SZ?rbon Alloy Ferritig/_ Stainless Gr?r{)l(ql’ast High Alloy Alumﬁwium Cast Copper . Re':iiet];nt Titanium | Hardened | Hardened

Allof/esl'zeel Stesetlz,eTlool Msat:iirl]:'stslc Steel Ductile | Castlron Q}LO%?BCIS;: Altj\rng;;:m Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 P093
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Solid Carbide Drill | HOLEMAKING TOOLS

D968S-A5C

High Efficient 5D Internal Coolant Twist Drills for Stainless Steel

R nano

LU PL
I Iesososo 3 : e
LS LCF 140°
OAL
) Continue
Ordering Code (r?q% LCF OAL [fr':"e")" LS LU PL Stock Ordering Code (Eﬁ) LCF OAL %’:"6")" LS LU PL Stock
D968S-A5C-0820 820 61 103 10 40 48.7 149 @ D968S-A5C-1080 10.80 71 118 12 45 548 197 @
D968S-A5C-0830 8.30 61 103 10 40 486 151 O D968S-A5C-1090 10.90 71 118 12 45 547 198 @
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 45 544 202 @
D968S-A5C-0860 8.60 61 103 10 40 481 157 @ D968S-A5C-1120 11.20 71 118 12 45 542 204 @
D968S-A5C-0870 8.70 61 103 10 40 48.0 1.58 @ D968S-A5C-1130 11.30 71 118 12 45 541 2.06 O
D968S-A5C-0880 8.80 61 103 10 40 47.8 160 @ D968S-A5C-1140 11.40 71 118 12 45 53.9 2.07 O
D968S-A5C-0890 890 61 103 10 40 47.7 162 @ D968S-A5C-1150 11.50 71 118 12 45 53.8 2.09 @
D968S-A5C-0900 9.00 61 103 10 40 475 164 @ D968S-A5C-1160 11.60 71 118 12 45 53.6 2.11 O
D968S-A5C-0910 9.10 61 103 10 40 474 166 @ D968S-A5C-1170 11.70 71 118 12 45 535 213 @
D968S-A5C-0920 9.20 61 103 10 40 472 167 @ D968S-A5C-1180 11.80 71 118 12 45 533 215 O
D968S-A5C-0930 9.30 61 103 10 40 47.1 169 @ D968S-A5C-1190 11.90 71 118 12 45 532 217 @
D968S-A5C-0940 9.40 61 103 10 40 469 171 @ D968S-A5C-1200 12.00 71 118 12 45 53.0 218 @
D968S-A5C-0950 9.50 61 103 10 40 46.8 173 @ D968S-A5C-1210 12.10 77 124 14 45 589 220 @
D968S-A5C-0960 9.60 61 103 10 40 46.6 175 @ D968S-A5C-1220 12.20 77 124 14 45 58.7 222 @
D968S-A5C-0970 9.70 61 103 10 40 465 177 @ D968S-A5C-1230 12.30 77 124 14 45 58,6 224 @
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 40 462 180 @ 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 @
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 55.7 186 @ D968S-A5C-1280 12.80 77 124 14 45 57.8 233 O
D968S-A5C-1025 10.25 71 118 12 45 556 187 @ D968S-A5C-1290 12.90 77 124 14 45 57.7 235 O
D968S-A5C-1030 10.30 71 118 12 45 556 187 @ 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 @
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 45 551 193 @ 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 @ 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 H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged

(SZ?rbon Alloy Ferritic_/_ Stainless Gr?r):)ﬁ,aSt High Alloy Alumﬁﬂum Cast Copper . Rel;lii?;nt Titanium | Hardened | Hardened

Allo;esléeel Ste;:tlz,;ool M;g;?;'sts'c Steel Ductile | Castlron ﬁ:horﬁ;ﬁj: Allﬂg;/':m Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 P093
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HOLEMAKING TOOLS | Solid Carbide Drill

D968S-A5C

High Efficient 5D Internal Coolant Twist Drills for Stainless Steel

LU PL
= == _ //::::L(/_, e T (&)
E —==" —==== = — =S S [a]
LS LCF 140°
OAL
) Continue
Ordering Code (Eﬁ) LCF OAL '?#6")4 LS LU PL Stock  Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock
D968S-A5C-1350 13.50 77 124 14 45 56.8 246 O D968S-A5C-1570 15.70 83 133 16 48 595 286 O
D968S-A5C-1360 13.60 77 124 14 45 56.6 247 O D968S-A5C-1580 15.80 83 133 16 48 593 288 O
D968S-A5C-1370 13.70 77 124 14 45 56.5 249 O D968S-A5C-1600 16.00 83 133 16 48 59.0 291 @
D968S-A5C-1380 13.80 77 124 14 45 563 251 O D968S-A5C-1650 16.50 93 143 18 48 683 3.00 O
D968S-A5C-1390 13.90 77 124 14 45 56.2 253 O D968S-A5C-1680 16.80 93 143 18 48 67.8 3.06 O
D968S-A5C-1400 14.00 77 124 14 45 56.0 255 @ D968S-A5C-1690 16.90 93 143 18 48 67.7 3.08 O
D968S-A5C-1410 14.10 83 133 16 48 619 257 @ D968S-A5C-1700 17.00 93 143 18 48 675 3.09 O
D968S-A5C-1420 1420 83 133 16 48 61.7 258 @ D968S-A5C-1720 17.20 93 143 18 48 67.2 313 O
D968S-A5C-1430 14.30 83 133 16 48 616 260 @ D968S-A5C-1750 17.50 93 143 18 48 66.8 3.18 O
D968S-A5C-1450 14.50 83 133 16 48 613 264 @ D968S-A5C-1770 17.70 93 143 18 48 66.5 322 O
D968S-A5C-1460 14.60 83 133 16 48 61.1 266 @ D968S-A5C-1780 17.80 93 143 18 48 663 324 O
D968S-A5C-1470 14.70 83 133 16 48 61.0 268 O D968S-A5C-1800 18.00 93 143 18 48 66.0 3.28 O
D968S-A5C-1480 14.80 83 133 16 48 60.8 269 O D968S-A5C-1850 18.50 101 153 20 50 73.3 337 O
D968S-A5C-1490 1490 83 133 16 48 60.7 2.71 O D968S-A5C-1860 18.60 101 153 20 50 73.1 338 O
D968S-A5C-1500 15.00 83 133 16 48 605 2.73 @ D968S-A5C-1880 18.80 101 153 20 50 728 342 O
D968S-A5C-1510 15.10 83 133 16 48 604 2.75 O D968S-A5C-1900 19.00 101 153 20 50 725 346 O
D968S-A5C-1520 15.20 83 133 16 48 60.2 2.77 O D968S-A5C-1950 19.50 101 153 20 50 718 355 O
D968S-A5C-1530 15.30 83 133 16 48 60.1 2.78 O D968S-A5C-1980 19.80 101 153 20 50 713 3.60 O
D968S-A5C-1550 15.50 83 133 16 48 59.8 282 O D968S-A5C-2000 20.00 101 153 20 50 71.0 3.64 O
@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)
Nominal Size Range DC(m7) DMM(h6)
>1-3 +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 i Heat
(Siirbon Alloy Femtlcj_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
eel,  Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Cast Iron Aluminium|  Alloys Y Allgs Y
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 O
© Most Suitable O Suitable Recommended Cutting Data 3 P093

040 — GESAC



Solid Carbide Drill | HOLEMAKING TOOLS

D938-A3N = o @

3D External Cooling Twist Drills for Steel

LU L, PL
= ) gl
LS LCF \/140"

é)AL
Ordering Code (r'%% LCF OAL '?,':"6")" LS LU PL Stock Ordering Code (r'%% LCF OAL [(’rl:ﬂel\f LS LU PL Stock
D938-A3N-0100 100 7 45 4 30 55 018 @ D938-A3N-0330 330 20 62 6 36 151 060 @
D938-A3N-0110 110 7 45 4 30 54 020 @ D938-A3N-0340 340 20 62 6 36 149 062 @
D938-A3N-0120 120 7 45 4 30 52 022 @ D938-A3N-0350 350 20 62 6 36 148 064 @
D938-A3N-0130 130 7 45 4 30 51 024 @ D938-A3N-0360 3.60 20 62 6 36 146 0.66 @
D938-A3N-0140 140 7 45 4 30 49 025 @ D938-A3N-0365 3.65 20 62 6 36 145 0.66 O
D938-A3N-0145 145 7 45 4 30 48 026 O D938-A3N-0370 3.70 20 62 6 36 145 0.67 @
D938-A3N-0150 150 9 55 4 38 68 027 @ D938-A3N-0380 380 24 66 6 36 183 069 @
D938-A3N-0160 160 9 55 4 38 66 029 @ D938-A3N-0390 390 24 66 6 36 182 0.71 @
D938-A3N-0170 170 9 55 4 38 65 031 @ D938-A3N-0395 395 24 66 6 36 181 0.72 O
D938-A3N-0180 180 9 55 4 38 63 033 @ D938-A3N-0400 4.00 24 66 6 36 18.0 0.73 @
D938-A3N-0190 190 9 55 4 38 62 035 @ D938-A3N-0410 4.10 24 66 6 36 179 0.75 @
D938-A3N-0200 2.00 13 55 4 36 10.0 036 @ D938-A3N-0415 4.15 24 66 6 36 17.8 0.76 @
D938-A3N-0210 2.10 13 55 4 36 99 038 @ D938-A3N-0420 420 24 66 6 36 17.7 0.76 @
D938-A3N-0220 220 13 55 4 36 97 040 @ D938-A3N-0430 430 24 66 6 36 17.6 0.78 @
D938-A3N-0230 230 13 55 4 36 96 042 @ D938-A3N-0440 4.40 24 66 6 36 174 080 @
D938-A3N-0240 2.40 17 55 4 33 134 044 @ D938-A3N-0450 450 24 66 6 36 173 082 @
D938-A3N-0250 2.50 17 55 4 33 133 045 @ D938-A3N-0460 4.60 24 66 6 36 17.1 0.84 @
D938-A3N-0260 2.60 17 55 4 33 1311 047 @ D938-A3N-0465 465 24 66 6 36 17.0 085 @
D938-A3N-0270 2.70 17 55 4 33 13.0 049 @ D938-A3N-0470 4.70 24 66 6 36 17.0 086 @
D938-A3N-0280 2.80 17 55 4 33 128 051 @ D938-A3N-0480 480 28 66 6 36 208 087 @
D938-A3N-0290 290 17 55 4 33 127 053 @ D938-A3N-0490 490 28 66 6 36 20.7 089 @
D938-A3N-0295 295 20 62 6 36 156 0.54 O D938-A3N-0500 5.00 28 66 6 36 205 091 @
D938-A3N-0300 3.00 20 62 6 36 155 055 @ D938-A3N-0510 510 28 66 6 36 204 093 @
D938-A3N-0305 3.05 20 62 6 36 154 056 @ D938-A3N-0520 520 28 66 6 36 202 095 @
D938-A3N-0310 3.10 20 62 6 36 154 056 @ D938-A3N-0530 530 28 66 6 36 20.1 096 @
D938-A3N-0320 320 20 62 6 36 152 0.58 @ D938-A3N-0540 540 28 66 6 36 199 098 @
D938-A3N-0325 325 20 62 6 36 151 059 @ D938-A3N-0550 550 28 66 6 36 198 1.00 @
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)

Workpiece Material
B m ¥ N H 0O

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

PH and Forged
(SZ?rbon Alloy Ferritic_/' Stainless Grﬂ'{)ﬁ,aSt High Alloy Alumﬁﬂum Cast Copper . Rel;liizti;nt Titanium | Hardened ' Hardened
Allo?lesléeel Ste;:tlzglool M;;E?‘Tzlstslc Steel Ductile | Castlron Q:LO%THCIS: Altkrﬂgr;l:m Alloys Composite Super Alloys Steel Steel

Steel Cast Iron Alloys 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 P095
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A3N

3D External Cooling Twist Drills for Steel

LU L, PL
g
LS LCF 140°
(l.)AL
) Continue
Ordering Code (Eﬁ) LCF OAL '?#6")4 LS LU PL Stock Ordering Code (r?q% LCF OAL [fr':"e")" LS LU PL Stock
D938-A3N-0555 555 28 66 6 36 19.7 1.01 @ D938-A3N-0780 7.80 41 79 8 36 293 142 @
D938-A3N-0560 560 28 66 6 36 196 1.02 @ D938-A3N-0790 790 41 79 8 36 292 144 @
D938-A3N-0570 570 28 66 6 36 195 1.04 @ D938-A3N-0800 8.00 41 79 8 36 29.0 146 @
D938-A3N-0580 5.80 28 66 6 36 193 106 @ D938-A3N-0810 8.10 47 89 10 40 349 147 @
D938-A3N-0590 590 28 66 6 36 192 1.07 @ D938-A3N-0820 8.20 47 89 10 40 347 149 @
D938-A3N-0600 6.00 28 66 6 36 19.0 1.09 @ D938-A3N-0830 830 47 89 10 40 346 151 @
D938-A3N-0610 6.10 34 79 8 36 249 111 @ D938-A3N-0840 8.40 47 89 10 40 344 153 @
D938-A3N-0620 6.20 34 79 8 36 247 113 @ D938-A3N-0850 850 47 89 10 40 343 155 @
D938-A3N-0625 6.25 34 79 8 36 246 114 O D938-A3N-0860 8.60 47 89 10 40 34.1 157 @
D938-A3N-0630 6.30 34 79 8 36 246 115 @ D938-A3N-0870 8.70 47 89 10 40 34.0 158 @
D938-A3N-0640 6.40 34 79 8 36 244 116 @ D938-A3N-0880 8.80 47 89 10 40 338 160 @
D938-A3N-0650 650 34 79 8 36 243 118 @ D938-A3N-0890 890 47 89 10 40 33.7 162 @
D938-A3N-0655 6.55 34 79 8 36 242 119 O 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 33.1 168 O
D938-A3N-0690 690 34 79 8 36 23.7 126 @ 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 935 47 89 10 40 33.0 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 36 301 133 @ D938-A3N-0955 9.55 47 89 10 40 327 1.74 @
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 36 298 136 @ D938-A3N-0970 9.70 47 89 10 40 325 177 @
D938-A3N-0750 7.50 41 79 8 36 298 136 @ D938-A3N-0980 9.80 47 89 10 40 323 1.78 @
D938-A3N-0755 7.55 41 79 8 36 29.7 137 @ D938-A3N-0990 990 47 89 10 40 322 180 @
D938-A3N-0760 7.60 41 79 8 36 29.6 138 @ D938-A3N-1000 10.00 47 89 10 40 32.0 1.82 @
D938-A3N-0770 7.70 41 79 8 36 295 140 @ D938-A3N-1010 10.10 55 102 12 45 399 184 @
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)
Workpiece Material
B m ¥ N H [

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

PH and Forged
gtarbon Alloy Ferritic_/_ Stainless Grfz)glast High Alloy Alumﬁﬂum Cast Copper . Rel;liiatl;nt Titanium | Hardened ' Hardened
Allof/esléeel Stegtlz,eTlool Msatr;iirl‘:stslc Steel Ductile | Castlron Z\{lfn)ﬁhclj:; Altj\rng;:m Alloys Composite Super Alloys Steel Steel

Steel Cast Iron Alloys 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 P095
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Solid Carbide Drill | HOLEMAKING TOOLS

D938-A3N =) 0 @

3D External Cooling Twist Drills for Steel

LU PL

(&)
a
Ls LCF \140°

I
OAL

DMM

) Continue

Ordering Code (Eﬁ) LCF OAL ?r':/lsh)ﬂ LS LU PL Stock Ordering Code (DS LCF OAL '%::"6")" LS LU PL Stock

D938-A3N-1015 10.15 55 102 12 45 398 1.85
D938-A3N-1020 10.20 55 102 12 45 39.7 1.86
D938-A3N-1025 10.25 55 102 12 45 39.6 1.87
D938-A3N-1030 10.30 55 102 12 45 39.6 1.87
D938-A3N-1035 10.35 55 102 12 45 39.5 1.88
D938-A3N-1040 10.40 55 102 12 45 39.4 1.89
D938-A3N-1050 10.50 55 102 12 45 393 1091
D938-A3N-1060 10.60 55 102 12 45 39.1 193
D938-A3N-1070 10.70 55 102 12 45 39.0 1.95
D938-A3N-1080 10.80 55 102 12 45 38.8 1.97
D938-A3N-1085 10.85 55 102 12 45 38.7 1.97
D938-A3N-1090 10.90 55 102 12 45 38.7 1.98
D938-A3N-1100 11.00 55 102 12 45 38.5 2.00
D938-A3N-1110 11.10 55 102 12 45 384 2.02
D938-A3N-1120 11.20 55 102 12 45 382 2.04
D938-A3N-1130 11.30 55 102 12 45 38.1 2.06
D938-A3N-1140 11.40 55 102 12 45 379 2.07
D938-A3N-1150 11.50 55 102 12 45 37.8 2.09
D938-A3N-1160 11.60 55 102 12 45 37.6 2.11
D938-A3N-1170 11.70 55 102 12 45 375 213
D938-A3N-1180 11.80 55 102 12 45 373 215
D938-A3N-1190 11.90 55 102 12 45 37.2 2.17
D938-A3N-1200 12.00 55 102 12 45 37.0 2.18
D938-A3N-1210 12.10 60 107 14 45 419 2.20
D938-A3N-1215 12.15 60 107 14 45 41.8 2.21
D938-A3N-1220 12.20 60 107 14 45 41.7 2.22
D938-A3N-1225 12.25 60 107 14 45 416 2.23

D938-A3N-1230 12.30 60 107 14 45 416 2.24
D938-A3N-1240 12.40 60 107 14 45 414 2.26
D938-A3N-1250 12.50 60 107 14 45 413 2.27
D938-A3N-1260 12.60 60 107 14 45 41.1 2.29
D938-A3N-1270 12.70 60 107 14 45 41.0 231
D938-A3N-1280 12.80 60 107 14 45 40.8 2.33
D938-A3N-1290 12.90 60 107 14 45 40.7 2.35
D938-A3N-1300 13.00 60 107 14 45 40.5 2.37
D938-A3N-1310 13.10 60 107 14 45 40.4 2.38
D938-A3N-1315 13.15 60 107 14 45 403 2.39
D938-A3N-1320 13.20 60 107 14 45 40.2 2.40
D938-A3N-1325 13.25 60 107 14 45 40.1 241
D938-A3N-1330 13.30 60 107 14 45 40.1 2.42
D938-A3N-1340 13.40 60 107 14 45 39.9 244
D938-A3N-1350 13.50 60 107 14 45 39.8 2.46
D938-A3N-1370 13.70 60 107 14 45 39.5 2.49
D938-A3N-1380 13.80 60 107 14 45 393 2.51
D938-A3N-1400 14.00 60 107 14 45 39.0 2.55
D938-A3N-1410 14.10 65 115 16 48 439 2.57
D938-A3N-1420 1420 65 115 16 48 43.7 2.58
D938-A3N-1430 14.30 65 115 16 48 43.6 2.60
D938-A3N-1440 14.40 65 115 16 48 43.4 2.62
D938-A3N-1450 14.50 65 115 16 48 433 2.64
D938-A3N-1460 14.60 65 115 16 48 43.1 2.66
D938-A3N-1470 14.70 65 115 16 48 43.0 2.68
D938-A3N-1480 14.80 65 115 16 48 42.8 2.69
D938-A3N-1490 14.90 65 115 16 48 42.7 271

O @0 © © &6 6 06 06 0 06006 0 006 0 0 0 0 0 0 0 0 0 0 0 O
[OAN AN BN BN BN BN BN BN BN BN MNGAN BN BEGRNGAN REGEN BN BEGHEN BN BN BN MN BN ]

@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
o Gray Cast 25 Heat
Carbon Alloy Ferntlc./. Stainless Iron, | High Alloy Aluminium Cast Copper .. | Resistant | Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P v
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 P095
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A3N

3D External Cooling Twist Drills for Steel

LU . PL
8! L e—— e
LS LCF 140°
OAL
) Continue
Ordering Code (Eﬁ) LCF OAL '?#6")4 LS LU PL Stock  Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock

D938-A3N-1500 15.00 65 115 16 48 425 2.73
D938-A3N-1510 15.10 65 115 16 48 42.4 275
D938-A3N-1520 15.20 65 115 16 48 422 2.77
D938-A3N-1525 1525 65 115 16 48 42.1 2.78
D938-A3N-1530 1530 65 115 16 48 42.1 2.78
D938-A3N-1540 15.40 65 115 16 48 41.9 2.80
D938-A3N-1550 1550 65 115 16 48 41.8 2.82
D938-A3N-1560 15.60 65 115 16 48 41.6 2.84
D938-A3N-1570 15.70 65 115 16 48 41.5 2.86
D938-A3N-1580 15.80 65 115 16 48 41.3 2.88
D938-A3N-1590 1590 65 115 16 48 41.2 2.89
D938-A3N-1600 16.00 65 115 16 48 41.0 2.91
D938-A3N-1610 16.10 73 123 18 48 489 2.93
D938-A3N-1620 16.20 73 123 18 48 48.7 2.95
D938-A3N-1630 16.30 73 123 18 48 486 297
D938-A3N-1640 16.40 73 123 18 48 48.4 2.98
D938-A3N-1650 16.50 73 123 18 48 48.3 3.00
D938-A3N-1660 16.60 73 123 18 48 48.1 3.02
D938-A3N-1670 16.70 73 123 18 48 48.0 3.04
D938-A3N-1680 16.80 73 123 18 48 47.8 3.06
D938-A3N-1690 16.90 73 123 18 48 47.7 3.08

D938-A3N-1700 17.00 73 123 18 48 47.5 3.09
D938-A3N-1720 17.20 73 123 18 48 47.2 3.13
D938-A3N-1730 17.30 73 123 18 48 47.1 3.15
D938-A3N-1740 17.40 73 123 18 48 469 3.17
D938-A3N-1750 17.50 73 123 18 48 46.8 3.18
D938-A3N-1760 17.60 73 123 18 48 46.6 3.20
D938-A3N-1770 17.70 73 123 18 48 46.5 3.22
D938-A3N-1780 17.80 73 123 18 48 46.3 3.24
D938-A3N-1800 18.00 73 123 18 48 46.0 3.28
D938-A3N-1820 1820 79 131 20 50 51.7 3.31
D938-A3N-1840 18.40 79 131 20 50 51.4 3.35
D938-A3N-1850 1850 79 131 20 50 51.3 3.37
D938-A3N-1860 18.60 79 131 20 50 51.1 3.38
D938-A3N-1880 18.80 79 131 20 50 50.8 3.42
D938-A3N-1900 19.00 79 131 20 50 50.5 3.46
D938-A3N-1910 19.10 79 131 20 50 50.4 3.48
D938-A3N-1930 1930 79 131 20 50 50.1 3.51
D938-A3N-1950 19.50 79 131 20 50 49.8 3.55
D938-A3N-1980 19.80 79 131 20 50 49.3 3.60
D938-A3N-1990 19.90 79 131 20 50 49.2 3.62
D938-A3N-2000 20.00 79 131 20 50 49.0 3.64

[ JNCANCGRN BN BN REGHN BN BN NNORN BN NEGAN REGHN REGEN NN BN J
® O OCl®@ OO @00 eOC e e 00 e e e O e e

@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)
Nominal Size Range DC(m7) DMM(h6)
>1-3 +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 25 Heat
Carbon Alloy Ferr|t|c_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant | Titanium Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
Cast Iron Alloys
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 3 P095
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Solid Carbide Drill | HOLEMAKING TOOLS

D938-A3C ol a0 | P

3D Internal Cooling Twist Drills for Steel

LU PL
e g] R
LS LCF \/140"
OAL
Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock  Ordering Code (r?]% LCF OAL ?r':ﬂel\f LS LU PL Stock
D938-A3C-0200 2.00 13 55 4 36 100 036 @ D938-A3C-0450 450 24 66 6 36 173 082 @
D938-A3C-0210 2.10 13 55 4 36 99 038 @ D938-A3C-0460 4.60 24 66 6 36 17.1 084 @
D938-A3C-0220 220 13 55 4 36 9.7 040 @ D938-A3C-0465 4.65 24 66 6 36 170 085 @
D938-A3C-0230 230 13 55 4 36 96 042 @ D938-A3C-0470 4.70 24 66 6 36 17.0 0.86 @
D938-A3C-0240 240 17 55 4 33 134 044 @ D938-A3C-0480 4.80 28 66 6 36 208 087 @
D938-A3C-0250 250 17 55 4 33 133 045 @ D938-A3C-0490 490 28 66 6 36 20.7 089 @
D938-A3C-0260 260 17 55 4 33 1311 047 @ D938-A3C-0500 5.00 28 66 6 36 205 091 @
D938-A3C-0270 2.70 17 55 4 33 13.0 049 @ D938-A3C-0510 5.10 28 66 6 36 204 093 @
D938-A3C-0280 2.80 17 55 4 33 128 051 @ D938-A3C-0520 520 28 66 6 36 202 095 @
D938-A3C-0290 290 17 55 4 33 127 053 @ D938-A3C-0530 530 28 66 6 36 20.1 096 @
D938-A3C-0300 3.00 20 62 6 36 155 055 @ D938-A3C-0540 540 28 66 6 36 199 098 @
D938-A3C-0310 3.10 20 62 6 36 154 056 @ D938-A3C-0550 550 28 66 6 36 198 1.00 @
D938-A3C-0320 320 20 62 6 36 152 058 @ D938-A3C-0555 555 28 66 6 36 197 101 @
D938-A3C-0325 325 20 62 6 36 151 059 @ D938-A3C-0560 5.60 28 66 6 36 196 1.02 @
D938-A3C-0330 330 20 62 6 36 151 060 @ D938-A3C-0570 5.70 28 66 6 36 195 104 @
D938-A3C-0340 340 20 62 6 36 149 062 @ D938-A3C-0580 5.80 28 66 6 36 193 1.06 @
D938-A3C-0350 350 20 62 6 36 148 064 @ D938-A3C-0590 590 28 66 6 36 192 1.07 @
D938-A3C-0360 360 20 62 6 36 146 066 @ D938-A3C-0600 6.00 28 66 6 36 190 1.09 @
D938-A3C-0370 3.70 20 62 6 36 145 067 @ D938-A3C-0605 6.05 34 79 8 36 249 110 @
D938-A3C-0380 380 24 66 6 36 183 069 @ D938-A3C-0610 6.10 34 79 8 36 249 111 @
D938-A3C-0390 390 24 66 6 36 182 0.71 @ D938-A3C-0620 6.20 34 79 8 36 247 113 @
D938-A3C-0400 4.00 24 66 6 36 18.0 0.73 @ D938-A3C-0630 6.30 34 79 8 36 246 115 @
D938-A3C-0405 4.05 24 66 6 36 179 0.74 O D938-A3C-0640 6.40 34 79 8 36 244 116 @
D938-A3C-0410 4.10 24 66 6 36 179 0.75 @ D938-A3C-0650 6.50 34 79 8 36 243 118 @
D938-A3C-0420 420 24 66 6 36 17.7 0.76 @ D938-A3C-0660 6.60 34 79 8 36 241 120 @
D938-A3C-0430 430 24 66 6 36 17.6 0.78 @ D938-A3C-0670 6.70 34 79 8 36 240 122 @
D938-A3C-0440 4.40 24 66 6 36 174 080 @ D938-A3C-0675 6.75 34 79 8 36 239 123 O
@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)
Workpiece Material
B m ¥ N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
(SZ?rbon Alloy Ferritic_/' Stainless Grﬂ'{)ﬁ,aSt High Alloy Alumﬁﬂum Cast Copper . Rel;liizti;nt Titanium | Hardened ' Hardened
Allo?lesléeel Ste;:tlzglool M;;E?‘Tzlstslc Steel Ductile | Castlron Q:LO%THCIS: Altkrﬂgr;l:m Alloys Composite Super Alloys Steel Steel
Steel Cast 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 O Suitable Recommended Cutting Data 3 P095
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HOLEMAKING TOOLS |

Solid Carbide Drill

D938-A3C

3D Internal Cooling Twist Drills for Steel

Ly PL
| e 8 e — |
LS LCF \/140"
OAL
) Continue
Ordering Code (r?q% LCF OAL '?,':"6’? LS LU PL Stock Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock
D938-A3C-0680 6.80 34 79 8 36 238 124 @ D938-A3C-0910 9.10 47 89 10 40 334 166 @
D938-A3C-0690 690 34 79 8 36 23.7 126 @ D938-A3C-0920 9.20 47 89 10 40 332 167 @
D938-A3C-0700 7.00 34 79 8 36 235 127 @ D938-A3C-0925 9.25 47 89 10 40 331 168 @
D938-A3C-0710 7.10 41 79 8 36 304 129 @ D938-A3C-0930 9.30 47 89 10 40 331 169 O
D938-A3C-0720 720 41 79 8 36 302 131 @ D938-A3C-0935 935 47 89 10 40 330 170 @
D938-A3C-0730 7.30 41 79 8 36 301 133 @ D938-A3C-0940 9.40 47 89 10 40 329 171 @
D938-A3C-0740 7.40 41 79 8 36 299 135 @ D938-A3C-0950 9.50 47 89 10 40 328 173 @
D938-A3C-0745 7.45 41 79 8 36 298 136 @ D938-A3C-0955 9.55 47 89 10 40 32.7 174 @
D938-A3C-0750 750 41 79 8 36 298 136 @ D938-A3C-0960 9.60 47 89 10 40 326 175 @
D938-A3C-0755 755 41 79 8 36 29.7 137 @ D938-A3C-0970 9.70 47 89 10 40 325 177 @
D938-A3C-0760 760 41 79 8 36 296 138 @ D938-A3C-0980 9.80 47 89 10 40 323 178 @
D938-A3C-0770 7.70 41 79 8 36 295 140 @ D938-A3C-0990 9.90 47 89 10 40 322 180 @
D938-A3C-0775 7.75 41 79 8 36 294 141 @ 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 7.90 41 79 8 36 292 144 @ D938-A3C-1020 10.20 55 102 12 45 39.7 186 @
D938-A3C-0800 800 41 79 8 36 29.0 146 @ D938-A3C-1025 10.25 55 102 12 45 396 187 @
D938-A3C-0810 8.10 47 89 10 40 349 147 @ 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 @ 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 @
D938-A3C-0840 8.40 47 89 10 40 344 153 @ D938-A3C-1070 10.70 55 102 12 45 39.0 195 @
D938-A3C-0850 850 47 89 10 40 343 155 @ D938-A3C-1080 10.80 55 102 12 45 388 197 @
D938-A3C-0860 860 47 89 10 40 34.1 157 @ D938-A3C-1085 10.85 55 102 12 45 388 197 @
D938-A3C-0870 870 47 89 10 40 34.0 158 @ D938-A3C-1090 10.90 55 102 12 45 38.7 198 @
D938-A3C-0880 8.80 47 89 10 40 338 160 @ D938-A3C-1100 11.00 55 102 12 45 385 200 @
D938-A3C-0890 890 47 89 10 40 337 162 @ 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-1105 11.05 55 102 12 45 384 201 O
@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)
Workpiece Material
B m [3 N H [

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

PHand Forged
(SZ?rbon Alloy Ferritic./. Stainless Gri)é)g’ast High Alloy Alumignium Cast Copper . Re';liﬁ;nt Titanium | Hardened ' Hardened
Allo?esléeel Stesetl:,eTlool Msa\tratiir;;t;c Steel Ductile | Castlron ﬁllhon)ﬁn’w(;ﬁ;: AmAng;':m Alloys Composite Super Alloys Steel Steel

Steel Cast 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 O Suitable Recommended Cutting Data 3 P095
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D938-A3C

3D Internal Cooling Twist Drills for Steel

Solid Carbide Drill |

HOLEMAKING TOOLS

5! A Anla-l;\ION ﬁ

LU PL
e Q! —
LS LCF \/140°
OAL

) Continue
Ordering Code (r?q% LCF OAL '?,':46")" LS LU PL Stock  Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock
D938-A3C-1120 11.20 55 102 12 45 382 2.04 @ D938-A3C-1350 13.50 60 107 14 45 398 246 @
D938-A3C-1130 11.30 55 102 12 45 381 2.06 @ D938-A3C-1360 13.60 60 107 14 45 39.6 247 O
D938-A3C-1140 11.40 55 102 12 45 379 2.07 @ D938-A3C-1370 13.70 60 107 14 45 395 249 O
D938-A3C-1150 11.50 55 102 12 45 378 2.09 @ D938-A3C-1375 13.75 60 107 14 45 394 250 O
D938-A3C-1160 11.60 55 102 12 45 37.6 211 O D938-A3C-1380 13.80 60 107 14 45 393 251 O
D938-A3C-1170 11.70 55 102 12 45 375 213 @ D938-A3C-1390 13.90 60 107 14 45 39.2 253 O
D938-A3C-1180 11.80 55 102 12 45 373 215 @ D938-A3C-1400 14.00 60 107 14 45 39.0 255 @
D938-A3C-1190 1190 55 102 12 45 372 217 O D938-A3C-1405 14.05 60 107 14 45 389 256 O
D938-A3C-1200 12.00 55 102 12 45 37.0 218 @ D938-A3C-1420 14.20 65 115 16 48 43.7 258 @
D938-A3C-1210 12.10 60 107 14 45 419 220 O D938-A3C-1430 14.30 65 115 16 48 436 260 O
D938-A3C-1220 12.20 60 107 14 45 417 222 @ D938-A3C-1450 14.50 65 115 16 48 433 264 @
D938-A3C-1230 12.30 60 107 14 45 416 224 O D938-A3C-1460 14.60 65 115 16 48 43.1 266 O
D938-A3C-1240 12.40 60 107 14 45 414 226 O D938-A3C-1470 14.70 65 115 16 48 43.0 268 O
D938-A3C-1245 12.45 60 107 14 45 413 227 O D938-A3C-1480 14.80 65 115 16 48 428 269 @
D938-A3C-1250 12.50 60 107 14 45 413 227 @ D938-A3C-1500 15.00 65 115 16 48 425 273 @
D938-A3C-1260 12.60 60 107 14 45 41.1 229 O D938-A3C-1510 15.10 65 115 16 48 424 275 O
D938-A3C-1270 12.70 60 107 14 45 41.0 231 O D938-A3C-1520 15.20 65 115 16 48 422 277 O
D938-A3C-1280 12.80 60 107 14 45 408 233 @ D938-A3C-1530 15.30 65 115 16 48 421 2.78 @
D938-A3C-1285 12.85 60 107 14 45 40.7 234 O D938-A3C-1550 15.50 65 115 16 48 418 282 O
D938-A3C-1300 13.00 60 107 14 45 405 237 @ D938-A3C-1570 15.70 65 115 16 48 415 286 @
D938-A3C-1310 13.10 60 107 14 45 404 238 O D938-A3C-1580 15.80 65 115 16 48 413 2838 @
D938-A3C-1320 13.20 60 107 14 45 40.2 240 O D938-A3C-1600 16.00 65 115 16 48 41.0 291 O
D938-A3C-1340 13.40 60 107 14 45 399 244 O D938-A3C-1610 16.10 65 115 16 48 409 293 O
@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)

Workpiece Material
B m I3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
G0N L S o il pmbin| it Comer Compose S T it Hardene
Alloy Steel  Steel Stgi:gelss Cast Iron AlL/lerg:/i:m Alloys y Allgys !
<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 P095
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HOLEMAKING TOOLS

Solid Carbide Drill

D938-A3C

3D Internal Cooling Twist Drills for Steel

LU PL
= = - _ ==
e e 8 (e — - |
Ls LCF \140°
OAL
) Continue
. DC DMM
Ordering Code (m7) LCF OAL (h6) LS LU PL Stock
D938-A3C-1650 16.50 73 123 18 48 48.3 3.00 [
D938-A3C-1680 16.80 73 123 18 48 47.8 3.06 O
D938-A3C-1690 16.90 73 123 18 48 47.7 3.08 O
D938-A3C-1700 17.00 73 123 18 48 47.5 3.09 [
D938-A3C-1750 17.50 73 123 18 48 46.8 3.18 [
D938-A3C-1770 17.70 73 123 18 48 46.5 3.22 @)
D938-A3C-1780 17.80 73 123 18 48 46.3 3.24 O
D938-A3C-1800 18.00 73 123 18 48 46.0 3.28 [ J
D938-A3C-1830 18.30 79 131 20 50 51.6 3.33 O
D938-A3C-1850 18.50 79 131 20 50 51.3 3.37 O
D938-A3C-1880 18.80 79 131 20 50 50.8 3.42 O
D938-A3C-1900 19.00 79 131 20 50 50.5 3.46 O
D938-A3C-1930 19.30 79 131 20 50 50.1 3.51 O
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 O
D938-A3C-1970 19.70 79 131 20 50 49.5 3.59 O
D938-A3C-1980 19.80 79 131 20 50 49.3 3.60 O
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(mT7) DMM(h6)
>1-3 +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 25 Heat
(SZ?rbon Alloy Femt";/. Stainless Iron, | High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
eel, | Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless c Aluminium | Alloys Y P y
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 O Suitable Recommended Cutting Data 3 P095

048 _ GESAC



Solid Carbide Drill | HOLEMAKING TOOLS

D938-A5N e 13

5D External Cooling Twist Drills for Steel

LU PL
2 S 3) :

- O 8 = S e e

LS LCF 140°
OAL

Ordering Code (Eﬁ) LCF OAL ?r':/lshf LS LU PL Stock Ordering Code (r?]% LCF OAL '%::"6")" LS LU PL Stock
D938-A5N-0100 100 9 45 4 28 75 018 @ D938-A5N-0400 4.00 36 74 6 36 30.0 0.73 @
D938-A5N-0160 160 12 55 4 35 96 029 @ D938-A5N-0405 4.05 36 74 6 36 299 0.74 @
D938-A5N-0165 165 12 55 4 35 95 030 @ D938-A5N-0410 4.10 36 74 6 36 299 075 @
D938-A5N-0190 190 12 55 4 35 92 035 @ D938-A5N-0420 420 36 74 6 36 29.7 0.76 @
D938-A5N-0200 2.00 18 62 4 38 150 036 @ D938-A5N-0425 425 36 74 6 36 296 0.77 O
D938-A5N-0210 2.10 18 62 4 38 149 038 @ D938-A5N-0430 430 36 74 6 36 296 0.78 @
D938-A5N-0230 230 18 62 4 38 146 042 @ D938-A5N-0440 440 36 74 6 36 294 080 @
D938-A5N-0235 235 18 62 4 38 145 043 @ D938-A5N-0450 450 36 74 6 36 293 082 @
D938-A5N-0240 240 22 62 4 35 184 044 @ D938-A5N-0460 460 36 74 6 36 291 084 @
D938-A5N-0250 250 22 62 4 35 183 045 @ D938-A5N-0465 465 36 74 6 36 29.0 085 @
D938-A5N-0260 2.60 22 62 4 35 181 047 @ D938-A5N-0470 4.70 36 74 6 36 29.0 0.86 @
D938-A5N-0270 2.70 22 62 4 35 180 049 @ D938-A5N-0480 4.80 44 82 6 36 36.8 087 @
D938-A5N-0280 2.80 22 62 4 35 178 051 @ D938-A5N-0490 490 44 82 6 36 36.7 089 @
D938-A5N-0290 290 22 62 4 35 17.7 053 @ D938-A5N-0500 5.00 44 82 6 36 365 091 @
D938-A5N-0300 3.00 28 66 6 36 235 055 @ D938-A5N-0505 505 44 82 6 36 364 092 @
D938-A5N-0310 3.10 28 66 6 36 234 056 @ D938-A5N-0510 510 44 82 6 36 364 093 @
D938-A5N-0315 3.15 28 66 6 36 233 057 @ D938-A5N-0520 520 44 82 6 36 362 095 @
D938-A5N-0320 3.20 28 66 6 36 232 058 @ D938-A5N-0530 530 44 82 6 36 36.1 096 @
D938-A5N-0325 325 28 66 6 36 231 059 O D938-A5N-0540 540 44 82 6 36 359 098 @
D938-A5N-0330 3.30 28 66 6 36 231 060 @ D938-A5N-0550 550 44 82 6 36 358 1.00 @
D938-A5N-0340 340 28 66 6 36 229 062 @ D938-A5N-0555 555 44 82 6 36 357 101 @
D938-A5N-0350 350 28 66 6 36 228 064 @ D938-A5N-0560 560 44 82 6 36 356 1.02 @
D938-A5N-0360 3.60 28 66 6 36 226 0.66 @ D938-A5N-0570 570 44 82 6 36 355 1.04 @
D938-A5N-0365 365 28 66 6 36 225 066 @ D938-A5N-0580 580 44 82 6 36 353 1.06 @
D938-A5N-0370 3.70 28 66 6 36 225 067 @ D938-A5N-0590 590 44 82 6 36 352 107 @
D938-A5N-0380 3.80 36 74 6 36 303 0.69 @ D938-A5N-0600 6.00 44 82 6 36 350 1.09 @
D938-A5N-0390 390 36 74 6 36 302 071 @ D938-A5N-0610 6.10 53 91 8 36 439 111 @
@ Stock O Available upon Order  Note: Accept customization from D1 to D20 tool Unit(mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
e Gray Cast 2 Heat
Carbon Alloy Ferrltlc_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened  Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y p Y
Cast Iron Alloys
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 3 P095
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A5N

5D External Cooling Twist Drills for Steel

LU PL
2 [ [3) S—
a | S e
LS LCF 140°
OAL

) Continue
Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock  Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock
D938-A5N-0620 620 53 91 8 36 437 113 @ D938-A5N-0850 850 61 103 10 40 483 155 @
D938-A5N-0630 630 53 91 8 36 436 115 @ D938-A5N-0860 8.60 61 103 10 40 481 157 @
D938-A5N-0640 640 53 91 8 36 434 116 @ D938-A5N-0870 870 61 103 10 40 480 158 @
D938-A5N-0650 650 53 91 8 36 433 118 @ D938-A5N-0880 8.80 61 103 10 40 47.8 1.60 @
D938-A5N-0660 6.60 53 91 8 36 431 120 @ D938-A5N-0890 890 61 103 10 40 47.7 1.62 @
D938-ASN-0670 670 53 91 8 36 430 122 @ D938-A5N-0900 9.00 61 103 10 40 475 1.64 @
D938-A5N-0680 6.80 53 91 8 36 428 124 @ D938-A5N-0910 9.10 61 103 10 40 47.4 166 @
D938-A5N-0690 6.90 53 91 8 36 427 126 O D938-A5N-0920 9.0 61 103 10 40 472 167 @
D938-A5N-0700 7.00 53 91 8 36 425 127 @ D938-A5N-0925 9.25 61 103 10 40 47.1 1.68 @
D938-A5N-0710 7.10 53 91 8 36 424 129 @ D938-A5N-0930 9.30 61 103 10 40 47.1 1.69 @
D938-A5N-0720 7.20 53 91 8 36 422 131 @ D938-A5N-0935 9.35 61 103 10 40 47.0 1.70 @
D938-A5N-0730 7.30 53 91 8 36 421 133 @ D938-A5N-0940 9.40 61 103 10 40 469 171 @
D938-A5N-0740 7.40 53 91 8 36 419 135 @ D938-A5N-0950 9.50 61 103 10 40 468 173 @
D938-A5SN-0745 7.45 53 91 8 36 418 136 @ D938-A5N-0955 9.55 61 103 10 40 467 174 @
D938-A5N-0750 7.50 53 91 8 36 418 136 @ D938-A5N-0960 9.60 61 103 10 40 466 175 @
D938-A5N-0755 7.55 53 91 8 36 417 137 @ D938-A5N-0970 9.70 61 103 10 40 465 177 @
D938-A5N-0760 7.60 53 91 8 36 416 138 @ D938-A5N-0980 9.80 61 103 10 40 463 178 @
D938-ASN-0770 7.70 53 91 8 36 415 140 @ D938-A5N-0990 9.90 61 103 10 40 462 1.80 @
D938-A5N-0780 7.80 53 91 8 36 413 142 @ D938-A5N-1000 10.00 61 103 10 40 460 1.82 @
D938-A5N-0685 6.85 53 91 8 36 427 125 @ D938-A5N-1005 10.05 61 103 10 40 459 183 @
D938-A5SN-0790 7.90 53 91 8 36 412 144 @ D938-A5N-1010 10.10 71 118 12 45 559 184 @
D938-A5N-0800 8.00 53 91 8 36 410 146 @ D938-A5N-1020 10.20 71 118 12 45 557 186 @
D938-A5N-0810 810 61 103 10 40 489 147 @ D938-A5N-1025 10.25 71 118 12 45 556 187 @
D938-A5N-0815 815 61 103 10 40 48.8 148 @ D938-A5N-1030 10.30 71 118 12 45 556 187 @
D938-A5N-0820 820 61 103 10 40 487 149 @ D938-A5N-1040 1040 71 118 12 45 554 189 @
D938-A5N-0830 830 61 103 10 40 486 151 @ D938-A5N-1050 10.50 71 118 12 45 553 191 @
D938-A5N-0840 840 61 103 10 40 484 153 @ D938-A5N-1060 10.60 71 118 12 45 551 193 @

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

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
o Gray Cast i Heat
Carbon Alloy Ferrltlg/_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P Y
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 O
© Most Suitable O Suitable Recommended Cutting Data 3 P095
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Solid Carbide Drill | HOLEMAKING TOOLS

D938-A5N

5D External Cooling Twist Drills for Steel

LU PL

Q

LS LCF 140°
OAL

) Continue

DMM
(h6)

DC

LCF (m7)

Ordering Code OAL LS | LU | PL LCF OAL LS LU PL Stock

Stock Ordering Code D%I\)A

(
D938-A5N-1355 13.55 77 124 14 45 56.7 2.47
D938-A5N-1370 13.70 77 124 14 45 56.5 2.49
D938-A5N-1375 13.75 77 124 14 45 56.4 2.50
D938-A5N-1380 13.80 77 124 14 45 563 2.51
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 14.30 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-1470 14.70 83 133 16 48 61.0 2.68
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 48 604 2.75
D938-A5N-1525 1525 83 133 16 48 60.1 2.78
D938-A5N-1530 1530 83 133 16 48 60.1 2.78
D938-A5N-1550 15.50 83 133 16 48 59.8 2.82
D938-A5N-1570 1570 83 133 16 48 59.5 2.86
D938-A5N-1580 15.80 83 133 16 48 59.3 2.88
D938-A5N-1600 16.00 83 133 16 48 59.0 2.91
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

DC
(m7)

D938-A5N-1070 10.70 71 118 12 45 55.0 1.95
D938-A5N-1080 10.80 71 118 12 45 54.8 1.97
D938-A5N-1085 10.85 71 118 12 45 547 1.97
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 54.2 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 53.6 2.11
D938-A5N-1170 11.70 71 118 12 45 53,5 2.13
D938-A5N-1180 11.80 71 118 12 45 533 2.15
D938-A5N-1190 11.90 71 118 12 45 532 2.17
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 12.20 77 124 14 45 587 2.22
D938-A5N-1230 1230 77 124 14 45 586 2.24
D938-A5N-1240 12.40 77 124 14 45 58.4 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 57.8 2.33
D938-A5N-1290 12.90 77 124 14 45 57.7 2.35
D938-A5N-1300 13.00 77 124 14 45 57.5 2.37
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

[ BN AN BN BN BN BN NN REGRN NN NNONN BN BN NN BN BN BN BN BN NN BN BN BN MN BN ]
O @O © 0 66 6 6 OO0 00 O 06 O O o0 0 0 0 O

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

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
e Gray Cast 25 Heat
Carbon Alloy Ferntlc_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened Hardened
Steel,  Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
Cast Iron Alloys
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 3 P095
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A5N

5D External Cooling Twist Drills for Steel

nano

LU PL
. | 8
2 - ]
LS LCF 140°
OAL
) Continue
Ordering Code (r?w(':() LCF OAL %I:AGI\)A LS LU PL Stock
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 O
D938-A5N-1800 18.00 93 143 18 48 66.0 3.28 [
D938-A5N-1830 18.30 101 153 20 50 73.6 3.33 O
D938-A5N-1850 18.50 101 153 20 50 73.3 3.37 [
D938-A5N-1860 18.60 101 153 20 50 73.1 3.38 [
D938-A5N-1900 19.00 101 153 20 50 72.5 3.46 [
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)
>1-3 +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 i Heat
Carbon Alloy Femtlc/_ Stainless Iron, | High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P v
Cast Iron Alloys
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 3 P095
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Solid Carbide Drill | HOLEMAKING TOOLS

D938-A5C {0 [P

5D Internal Cooling Twist Drills for Steel

OAL

Ordering Code (0C) LcF OAL OM Ls LU PL Stock  OrderingCode (DS LcF oaL BN 1s LU PL stock
D938-A5C-0170 1.70 12 55 4 36 95 031 O D938-A5C-0465 4.65 36 74 6 36 290 085 @
D938-A5C-0200 2.00 18 62 4 38 150 036 @ D938-A5C-0470 4.70 36 74 6 36 290 08 @
D938-A5C-0250 2.50 22 62 4 35 183 045 @ D938-A5C-0480 4.80 44 82 6 36 368 087 @
D938-A5C-0260 2.60 22 62 4 35 181 047 @ D938-A5C-0490 490 44 82 6 36 36.7 089 @
D938-A5C-0270 2.70 22 62 4 35 18.0 049 O D938-A5C-0500 5.00 44 82 6 36 365 091 @
D938-A5C-0280 2.80 22 62 4 35 178 051 @ D938-A5C-0505 505 44 82 6 36 364 092 @
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 520 44 82 6 36 362 095 @
D938-A5C-0310 3.10 28 66 6 36 234 056 @ D938-A5C-0530 530 44 82 6 36 36.1 096 @
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 @ 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 36 356 102 @
D938-A5C-0350 3.50 28 66 6 36 228 064 @ D938-A5C-0570 5.70 44 82 6 36 355 104 @
D938-A5C-0360 3.60 28 66 6 36 226 066 @ D938-A5C-0580 580 44 82 6 36 353 106 @
D938-A5C-0365 3.65 28 66 6 36 225 066 O D938-A5C-0590 590 44 82 6 36 352 107 @
D938-A5C-0370 3.70 28 66 6 36 225 067 @ D938-A5C-0600 6.00 44 82 6 36 350 109 @
D938-A5C-0380 380 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 36 300 073 @ D938-A5C-0620 620 53 91 8 36 43.7 113 @
D938-A5C-0405 4.05 36 74 6 36 299 074 @ D938-A5C-0630 6.30 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 @
D938-A5C-0420 420 36 74 6 36 29.7 0.76 @ D938-A5C-0650 6.50 53 91 8 36 433 118 @
D938-A5C-0430 430 36 74 6 36 296 0.78 @ D938-A5C-0660 6.60 53 91 8 36 43.1 120 @
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 4.60 36 74 6 36 291 084 @ D938-A5C-0690 690 53 91 8 36 42.7 126 @
@ Stock O Available upon Order Note: Accept customization from D2 to D20 tool Unit(mm)

Workpiece Material
B m [3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged

(SZ?rbon Alloy Ferritic_/_ Stainless Gr?r%g’ast High Alloy Alumﬁﬂum Cast Copper . Rel;lii;nt Titanium | Hardened | Hardened

Allo;eslt’eel Ste;:tlz,;ool M&:;Tzlsts'c Steel Ductile | Castlron ﬁ:horﬁﬁ?j;: Alirﬂgry:m Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 P095
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A5C

5D Internal Cooling Twist Drills for Steel

BE0
nano

OAL

) Continue
Ordering Code (r%cn LCF OAL '?r':"s")" LS LU PL Stock Ordering Code (r?q% LCF OAL ?rl:deh)/l LS LU PL Stock
D938-A5C-0700 7.00 53 91 8 36 425 127 @ D938-A5C0920 9.20 61 103 10 40 47.2 167 ®
D938-A5C-0705 7.05 53 91 8 36 424 128 @ D938-A5C-0925 9.25 61 103 10 40 47.1 168 ®
D938-A5C-0710 7.10 53 91 8 36 424 129 @ D938-A5C-0930 9.30 61 103 10 40 47.1 169 @
D938-A5C0720 7.20 53 91 8 36 422 131 @ D938-A5C-0935 9.35 61 103 10 40 47.0 170 @
D938-ASC0730 7.30 53 91 8 36 421 133 @ D938-A5C0940 9.40 61 103 10 40 469 171 @
D938-ASC-0740 7.40 53 91 8 36 419 135 @ D938-A5C0950 9.50 61 103 10 40 468 173 @
D938-A5C-0745 7.45 53 91 8 36 418 136 @ D938-A5C-0955 9.55 61 103 10 40 467 174 @
D938-A5C-0750 7.50 53 91 8 36 418 136 @ D938-A5C-0960 9.60 61 103 10 40 466 175 @
D938-A5C-0755 7.55 53 91 8 36 417 137 @ D938-A5C-0970 9.70 61 103 10 40 465 177 ®
D938-A5C0760 7.60 53 91 8 36 41.6 138 @ D938-A5C-0975 9.75 61 103 10 40 464 177 O
D938-A5C0770 7.70 53 91 8 36 415 140 @ D938-A5C0980 9.80 61 103 10 40 463 178 @
D938-ASC0780 7.80 53 91 8 36 413 142 @ D938-A5C0990 9.90 61 103 10 40 462 1.80 @
DI38-ASC0790 7.90 53 91 8 36 412 144 @ D938-A5C-1000 10.00 61 103 10 40 46.0 1.82 ®
D938-A5C-0800 800 53 91 8 36 410 146 ® D938-A5C-1005 10.05 61 103 10 40 459 1.83 @
D938-A5C-0805 805 53 91 8 36 409 146 @ D938-A5C-1010 10.10 71 118 12 45 559 1.84 @
D938-A5C-0810 810 61 103 10 40 489 147 ® D938-A5C-1020 1020 71 118 12 45 557 1.86 @
D938-A5C-0820 820 61 103 10 40 487 149 @ D938-A5C-1025 1025 71 118 12 45 55.6 1.87 @
D938-A5C0830 830 61 103 10 40 486 151 @ D938-A5C-1030 1030 71 118 12 45 55.6 1.87 @
D9I38-ASC0840 840 61 103 10 40 484 153 @ D938-A5C-1040 1040 71 118 12 45 554 1.89 @
D938-A5C-0850 850 61 103 10 40 483 155 @ D938-A5C-1050 1050 71 118 12 45 553 191 @
D938-A5C-0860 8.60 61 103 10 40 481 157 @ D938-A5C-1060 10.60 71 118 12 45 551 193 @
D938-A5C-0870 870 61 103 10 40 480 158 @ D938-A5C-1070 1070 71 118 12 45 550 195 @
D938-A5C-0880 8.80 61 103 10 40 47.8 160 ® D938-A5C-1080 10.80 71 118 12 45 548 197 @
D938-A5C-0890 890 61 103 10 40 47.7 162 ® D938-A5C-1085 10.85 71 118 12 45 547 197 @
D938-A5C-0900 9.00 61 103 10 40 47.5 164 @ D938-A5C-1090 1090 71 118 12 45 547 198 @
D9I38-A5C-0905 9.05 61 103 10 40 47.4 1.65 O D938-A5C-1100 11.00 71 118 12 45 545 2.00 @
D938-A5C-0910 9.10 61 103 10 40 47.4 166 ® D938-A5C-1110 11.10 71 118 12 45 544 2.02 @

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

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
o Gray Cast 25 Heat
Carbon Alloy Ferntlc./. Stainless Iron, | High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P y
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 O
© Most Suitable O Suitable Recommended Cutting Data 3 P095
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Solid Carbide Drill | HOLEMAKING TOOLS

D938-A5C {0 [P

5D Internal Cooling Twist Drills for Steel

OAL

) Continue

DC
(m7)

DMM
(h6)

DC

Ordering Code OAL LS LU PL LCF OAL LS LU PL Stock

Stock Ordering Code D#GI\)A

(
D938-A5C-1370 13.70 77 124 14 45 56.5 2.49
D938-A5C-1380 13.80 77 124 14 45 56.3 2.51
D938-A5C-1390 13.90 77 124 14 45 56.2 2.53
D938-A5C-1400 14.00 77 124 14 45 56.0 2.55
D938-A5C-1410 14.10 83 133 16 48 61.9 257
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 2.62
D938-A5C-1450 14.50 83 133 16 48 61.3 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 15.30 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-1610 16.10 93 143 18 48 68.9 293
D938-A5C-1630 16.30 93 143 18 48 68.6 2.97
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-1120 11.20 71 118 12 45 542 2.04
D938-A5C-1125 11.25 71 118 12 45 54.1 2.05
D938-A5C-1130 11.30 71 118 12 45 54.1 2.06
D938-A5C-1140 11.40 71 118 12 45 53.9 2.07
D938-A5C-1150 11.50 71 118 12 45 53.8 2.09
D938-A5C-1160 11.60 71 118 12 45 53.6 211
D938-A5C-1170 11.70 71 118 12 45 535 213
D938-A5C-1180 11.80 71 118 12 45 533 215
D938-A5C-1190 11.90 71 118 12 45 53.2 2.17
D938-A5C-1200 12.00 71 118 12 45 53.0 2.18
D938-A5C-1205 12.05 71 118 12 45 529 2.19
D938-A5C-1210 12.10 77 124 14 45 589 220
D938-A5C-1220 12.20 77 124 14 45 58.7 2.22
D938-A5C-1230 12.30 77 124 14 45 58.6 2.24
D938-A5C-1240 12.40 77 124 14 45 58.4 2.26
D938-A5C-1250 12.50 77 124 14 45 58.3 2.27
D938-A5C-1260 12.60 77 124 14 45 58.1 2.29
D938-A5C-1270 12.70 77 124 14 45 58.0 231
D938-A5C-1280 12.80 77 124 14 45 57.8 233
D938-A5C-1285 12.85 77 124 14 45 57.7 2.34
D938-A5C-1290 12.90 77 124 14 45 57.7 2.35
D938-A5C-1300 13.00 77 124 14 45 57.5 2.37
D938-A5C-1310 13.10 77 124 14 45 57.4 238
D938-A5C-1320 13.20 77 124 14 45 57.2 2.40
D938-A5C-1325 13.25 77 124 14 45 57.1 241
D938-A5C-1330 13.30 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

[ AN BRGANCRRORN NEGRN REGHN NN BN RECGREONN BN BN BN BN BN BN BN BN BN BN NEORN J
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@ Stock O Available upon Order  Note: Accept customization from D2 to D20 tool Unit(mm)

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
" Gray Cast 25 Heat
Carbon Alloy Ferr|t|c./. Stainless Iron, | High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
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 O
© Most Suitable O Suitable Recommended Cutting Data 3 P095
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A5C

5D Internal Cooling Twist Drills for Steel

nano

v — — .
! — — &/&/I\"

OAL
) Continue
Ordering Code o) LCF OAL o) Ls L PL Stock
D938-A5C-1710 17.10 93 143 18 48 67.4 3.11 O
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 O
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 O
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 [ ]
D938-A5C-1860 18.60 101 153 20 50 73.1 3.38 O
D938-A5C-1870 18.70 101 153 20 50 73.0 3.40 (@)
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 71.3 3.60 O
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)
>1-3 +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 25 Heat
Carbon Alloy Femt";/. Stainless Iron, | High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P y
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 P095
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Solid Carbide Drill | HOLEMAKING TOOLS

D938-A8C =) oo |

8D Internal Cooling Twist Drills for Steel

‘ LU L PL
2 I ‘ J 3 ——faSa
° LS LCF 140°
OAL

Ordering Code (31% LCF OAL ?I%l\)/l LS LU PL Stock Ordering Code (E,‘% LCF OAL ?#GI\)A LS LU PL Stock
D938-A8C-0250 250 31 66 4 30 273 045 O D938-A8C-0520 5.20 57 95 6 36 492 095 @
D938-A8C-0280 280 31 66 4 30 268 051 @ D938-A8C-0530 530 57 95 6 36 49.1 09 @
D938-A8C-0290 290 31 66 4 30 26.7 053 @ D938-A8C-0540 540 57 95 6 36 489 098 @
D938-A8C-0300 3.00 34 72 6 36 295 055 @ D938-A8C-0550 5.50 57 95 6 36 488 1.00 @
D938-A8C-0310 3.10 34 72 6 36 294 056 @ D938-A8C-0560 5.60 57 95 6 36 486 1.02 @
D938-A8C-0320 320 34 72 6 36 292 058 @ D938-A8C-0570 5.70 57 95 6 36 485 1.04 @
D938-A8C-0325 325 34 72 6 36 291 059 @ D938-A8C-0580 5.80 57 95 6 36 483 1.06 @
D938-A8C-0330 330 34 72 6 36 291 060 @ D938-A8C-0590 5.90 57 95 6 36 482 107 @
D938-A8C-0340 340 34 72 6 36 289 062 @ D938-A8C-0600 6.00 57 95 6 36 48.0 109 @
D938-A8C-0350 350 34 72 6 36 288 064 @ D938-A8C-0610 6.10 76 114 8 36 669 111 @
D938-A8C-0360 360 34 72 6 36 286 066 @ D938-A8C-0620 6.20 76 114 8 36 66.7 1.13 @
D938-A8C-0370 3.70 34 72 6 36 285 067 @ D938-A8C-0630 6.30 76 114 8 36 66.6 115 @
D938-A8C-0380 380 43 81 6 36 373 069 O D938-A8C-0640 6.40 76 114 8 36 664 116 @
D938-A8C-0390 390 43 81 6 36 372 071 @ D938-A8C-0650 6.50 76 114 8 36 663 118 @
D938-A8C-0400 4.00 43 81 6 36 370 0.73 @ D938-A8C-0660 6.60 76 114 8 36 66.1 1.20 @
D938-A8C-0410 4.10 43 81 6 36 369 075 @ D938-A8C-0670 6.70 76 114 8 36 66.0 1.22 @
D938-A8C-0415 4.15 43 81 6 36 368 0.76 O 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 @
D938-A8C-0425 425 43 81 6 36 36.6 0.77 O D938-A8C-0700 7.00 76 114 8 36 655 127 @
D938-A8C-0430 430 43 81 6 36 366 0.78 @ D938-A8C-0710 7.10 76 114 8 36 654 129 @
D938-A8C-0440 4.40 43 81 6 36 364 080 @ D938-A8C-0720 7.20 76 114 8 36 652 131 @
D938-A8C-0450 450 43 81 6 36 363 082 @ D938-A8C-0730 7.30 76 114 8 36 651 133 @
D938-A8C-0460 4.60 43 81 6 36 36.1 084 @ D938-A8C-0740 7.40 76 114 8 36 649 135 O
D938-A8C-0470 4.70 43 81 6 36 36.0 086 @ D938-A8C-0750 7.50 76 114 8 36 648 136 @
D938-A8C-0480 4.80 57 95 6 36 498 087 @ D938-A8C-0760 7.60 76 114 8 36 646 138 @
D938-A8C-0490 490 57 95 6 36 49.7 089 @ D938-A8C-0770 7.70 76 114 8 36 645 140 @
D938-A8C-0500 5.00 57 95 6 36 495 091 @ D938-A8C-0780 7.80 76 114 8 36 643 142 @
D938-A8C-0510 5.10 57 95 6 36 494 093 @

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

Workpiece Material
B m ¥ N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged

(SZ?rbon Alloy Ferritic_/_ Stainless Gr?r%g’ast High Alloy Alumﬁﬂum Cast Copper . Rel;lii;nt Titanium | Hardened | Hardened

Allo;eslt’eel Ste;:tlz,;ool M&:;Tzlsts'c Steel Ductile | Castlron ﬁ:horﬁﬁ?j;: Alirﬂgry:m Alloys Composite Super Alloys Steel Steel

Steel Cast Iron Alloys 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 P097
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A8C

8D Internal Cooling Twist Drills for Steel

BEe
nano

‘ LU L PL
: — I s S S SN
Ls LCF o
OAL
) Continue
Ordering Code (r?]% LCF OAL ?r':ﬂel\f LS LU PL Stock  Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock

D938-A8C-0790 790 76 114 8 36 64.2 144
D938-A8C-0800 8.00 76 114 8 36 64.0 1.46
D938-A8C-0810 8.10 95 142 10 40 829 147
D938-A8C-0820 820 95 142 10 40 82.7 1.49
D938-A8C-0830 830 95 142 10 40 826 151
D938-A8C-0840 8.40 95 142 10 40 824 153
D938-A8C-0850 850 95 142 10 40 823 1.55
D938-A8C-0860 8.60 95 142 10 40 82.1 1.57
D938-A8C-0870 870 95 142 10 40 82.0 1.58
D938-A8C-0880 880 95 142 10 40 81.8 1.60
D938-A8C-0890 890 95 142 10 40 81.7 1.62
D938-A8C-0900 9.00 95 142 10 40 81.5 1.64
D938-A8C-0910 9.10 95 142 10 40 81.4 1.66
D938-A8C-0920 9.20 95 142 10 40 81.2 1.67
D938-A8C-0930 9.30 95 142 10 40 81.1 1.69
D938-A8C-0940 9.40 95 142 10 40 80.9 1.71
D938-A8C-0950 9.50 95 142 10 40 80.8 1.73
D938-A8C-0960 9.60 95 142 10 40 80.6 1.75
D938-A8C-0970 9.70 95 142 10 40 80.5 1.77
D938-A8C-0980 9.80 95 142 10 40 80.3 1.78
D938-A8C-0990 990 95 142 10 40 80.2 1.80
D938-A8C-1000 10.00 95 142 10 40 80.0 1.82
D938-A8C-1010 10.10 114 162 12 45 98.9 1.84
D938-A8C-1020 10.20 114 162 12 45 98.7 1.86
D938-A8C-1030 10.30 114 162 12 45 98.6 1.87
D938-A8C-1040 10.40 114 162 12 45 98.4 1.89
D938-A8C-1050 10.50 114 162 12 45 983 1091

D938-A8C-1060 10.60 114 162 12 45 98.1 1.93
D938-A8C-1080 10.80 114 162 12 45 97.8 1.97
D938-A8C-1090 10.90 114 162 12 45 97.7 198
D938-A8C-1100 11.00 114 162 12 45 97.5 2.00
D938-A8C-1110 11.10 114 162 12 45 97.4 2.02
D938-A8C-1120 11.20 114 162 12 45 97.2 2.04
D938-A8C-1130 11.30 114 162 12 45 97.1 2.06
D938-A8C-1140 11.40 114 162 12 45 96.9 2.07
D938-A8C-1150 11.50 114 162 12 45 96.8 2.09
D938-A8C-1160 11.60 114 162 12 45 96.6 2.11
D938-A8C-1170 11.70 114 162 12 45 96.5 2.13
D938-A8C-1180 11.80 114 162 12 45 96.3 2.15
D938-A8C-1190 11.90 114 162 12 45 96.2 2.17
D938-A8C-1200 12.00 114 162 12 45 96.0 2.18
D938-A8C-1210 12.10 133 182 14 45 1149 2.20
D938-A8C-1220 12.20 133 182 14 45 114.7 2.22
D938-A8C-1230 12.30 133 182 14 45 1146 2.24
D938-A8C-1240 12.40 133 182 14 45 1144 2.26
D938-A8C-1250 12.50 133 182 14 45 1143 2.27
D938-A8C-1260 12.60 133 182 14 45 114.1 2.29
D938-A8C-1270 12.70 133 182 14 45 114.0 231
D938-A8C-1280 12.80 133 182 14 45 113.8 2.33
D938-A8C-1290 12.90 133 182 14 45 113.7 2.35
D938-A8C-1300 13.00 133 182 14 45 1135 2.37
D938-A8C-1320 13.20 133 182 14 45 1132 2.40
D938-A8C-1350 13.50 133 182 14 45 112.8 2.46
D938-A8C-1370 13.70 133 182 14 45 112.5 2.49

[ BN AN BN BEGEN BN BN BN BEGHN NN NN BN BN BN BN BN BN BN BN NN BN BN BN MN BN ]
[OAN MEGAN RECANCANCHNCRN RECANCHNNONN BN BN BN BN BN BN BN BEGHEN REGRN BN BN BN J

@ 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
o Gray Cast 25 Heat
Carbon Alloy Ferntlc./. Stainless Iron, | High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P y
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 O
© Most Suitable O Suitable Recommended Cutting Data 3 P097
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Solid Carbide Drill | HOLEMAKING TOOLS

D938-A8C

8D Internal Cooling Twist Drills for Steel

‘ LU L PL
: , i3 b s e )
LS LCF
140°
OAL
) Continue
Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock  Ordering Code (r?]% LCF OAL %“]"6")" LS LU PL Stock
D938-A8C-1380 13.80 133 182 14 45 1123 251 O D938-A8C-1580 15.80 152 203 16 48 1283 288 O
D938-A8C-1390 13.90 133 182 14 45 1122 253 O D938-A8C-1590 15.90 152 203 16 48 1282 289 O
D938-A8C-1400 14.00 133 182 14 45 1120 255 @ D938-A8C-1600 16.00 152 203 16 48 1280 291 @
D938-A8C-1420 14.20 152 203 16 48 130.7 258 O D938-A8C-1650 16.50 171 222 18 48 1463 3.00 @
D938-A8C-1430 14.30 152 203 16 48 130.6 2.60 O D938-A8C-1670 16.70 171 222 18 48 146.0 3.04 O
D938-A8C-1450 14.50 152 203 16 48 1303 2.64 @ D938-A8C-1700 17.00 171 222 18 48 1455 3.09 @
D938-A8C-1460 14.60 152 203 16 48 130.1 2.66 O D938-A8C-1740 17.40 171 222 18 48 1449 317 O
D938-A8C-1470 14.70 152 203 16 48 130.0 2.68 O D938-A8C-1750 17.50 171 222 18 48 1448 3.18 O
D938-A8C-1480 14.80 152 203 16 48 1298 2.69 O D938-A8C-1780 17.80 171 222 18 48 1443 324 O
D938-A8C-1500 15.00 152 203 16 48 1295 273 @ D938-A8C-1800 18.00 171 222 18 48 1440 3.28 @
D938-A8C-1510 15.10 152 203 16 48 1294 2.75 O D938-A8C-1850 18.50 190 243 20 50 1623 337 O
D938-A8C-1520 15.20 152 203 16 48 1292 2.77 O D938-A8C-1900 19.00 190 243 20 50 1615 3.46 O
D938-A8C-1530 15.30 152 203 16 48 129.1 2.78 O D938-A8C-1950 19.50 190 243 20 50 160.8 3.55 O
D938-A8C-1550 15.50 152 203 16 48 1288 2.82 @ D938-A8C-2000 20.00 190 243 20 50 160.0 3.64 O
D938-A8C-1570 15.70 152 203 16 48 1285 286 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range DC(m7) DMM(h6)
>1-3 +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 L Heat
(SZ?rbon Alloy Ferrltlc_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened Hardened
eel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Cast Iron Aluminium | Alloys Y Allgs Y
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 P097
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A12C

12D Internal Cooling Twist Deep Drills for Steel

‘ Lu L PL
2 §L§ = /—‘> g a9
LS LCF 135°
OAL

Ordering Code (E% LCF OAL '?#6")4 LS LU PL Sock  OrderingCode (E% LCF OAL '%ﬁ"g‘)" LS LU PL Stock
D938-A12C-0300 3.00 54 92 6 36 495 0.62 @ D938-A12C-0480 4.80 83 121 6 36 758 099 @
D938-A12C-0310 3.10 54 92 6 36 49.4 064 O D938-A12C-0490 4.90 83 121 6 36 757 101 O
D938-A12C-0320 320 54 92 6 36 49.2 0.66 O D938-A12C-0500 5.00 83 121 6 36 755 104 @
D938-A12C-0330 330 54 92 6 36 49.1 068 @ D938-A12C-0510 510 83 121 6 36 754 106 O
D938-A12C-0340 3.40 54 92 6 36 489 0.70 O D938-A12C-0520 520 83 121 6 36 752 108 O
D938-A12C-0350 350 54 92 6 36 488 0.72 @ D938-A12C-0530 530 83 121 6 36 751 110 O
D938-A12C-0360 3.60 54 92 6 36 486 0.75 O D938-A12C-0540 540 83 121 6 36 749 112 O
D938-A12C-0370 370 54 92 6 36 485 077 O D938-A12C-0550 550 83 121 6 36 748 114 @
D938-A12C-0380 3.80 64 102 6 36 583 0.79 @ D938-A12C-0560 5.60 83 121 6 36 746 116 O
D938-A12C-0390 3.90 64 102 6 36 58.2 0.81 @ D938-A12C-0570 570 83 121 6 36 745 118 O
D938-A12C-0400 4.00 64 102 6 36 58.0 0.83 @ D938-A12C-0580 5.80 83 121 6 36 743 120 O
D938-A12C-0410 4.10 64 102 6 36 57.9 0.85 O D938-A12C-0590 590 83 121 6 36 742 122 O
D938-A12C-0420 420 64 102 6 36 57.7 0.87 @ D938-A12C-0600 6.00 83 121 6 36 740 124 @
D938-A12C-0430 430 64 102 6 36 57.6 0.89 ® D938-A12C-0610 6.10 110 148 8 36 1009 126 @
D938-A12C-0440 4.40 64 102 6 36 574 091 O D938-A12C-0620 620 110 148 8 36 1007 128 O
D938-A12C-0450 450 64 102 6 36 57.3 093 @ D938-A12C-0630 630 110 148 8 36 1006 130 O
D938-A12C-0460 4.60 64 102 6 36 5.1 095 O D938-A12C-0640 6.40 110 148 8 36 1004 133 O
D938-A12C-0470 470 64 102 6 36 57.0 0.97 @ D938-A12C-0650 6.50 110 148 8 36 1003 135 @
@ Stock O Available upon Order Note: Accept customization from D3 to D16 tool Unit(mm)

Note: Guiding drill for Deep-hole drills is the same specification of D938-A3C drills

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
s Gray Cast 25 Heat
Carbon Alloy Ferrltlc_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y p Y
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 P097

060 — GESAC




Solid Carbide Drill | HOLEMAKING TOOLS

D938-A12C z a1 f120] |

12D Internal Cooling Twist Deep Drills for Steel

‘ LU . PL
s ;SL;S =< i‘) g pr—— S S e S
° LS LCF 135°
OAL
) Continue

Ordering Code (E% LCF OAL ?rl:/leh)/l LS LU PL Stock  OrderingCode (R% LCF OAL '%::"6")" LS LU PL Stock
D938-A12C-0660 6.60 110 148 8 36 1001 137 O D938-A12C-0840 8.40 138 180 10 40 1254 1.74 O
D938-A12C-0670 6.70 110 148 8 36 1000 1.39 O D938-A12C-0850 8.50 138 180 10 40 1253 1.76 @
D938-A12C-0680 6.80 110 148 8 36 998 141 @ D938-A12C-0860 8.60 138 180 10 40 1251 1.78 O
D938-A12C-0690 6.90 110 148 8 36 99.7 143 O D938-A12C-0870 8.70 138 180 10 40 1250 1.80 @
D938-A12C-0700 7.00 110 148 8 36 995 145 @ D938-A12C-0880 8.80 138 180 10 40 1248 1.82 O
D938-A12C-0710 7.10 110 148 8 36 994 147 O D938-A12C-0890 8.90 138 180 10 40 1247 1.84 O
D938-A12C-0720 7.20 110 148 8 36 99.2 149 O D938-A12C-0900 9.00 138 180 10 40 1245 186 @
D938-A12C-0730 7.30 110 148 8 36 99.1 151 O D938-A12C-0910 9.10 138 180 10 40 1244 1.88 O
D938-A12C-0740 7.40 110 148 8 36 989 153 O D938-A12C-0920 9.20 138 180 10 40 1242 191 O
D938-A12C-0750 7.50 110 148 8 36 98.8 155 O D938-A12C-0930 9.30 138 180 10 40 1241 193 O
D938-A12C-0760 7.60 110 148 8 36 98.6 1.57 O D938-A12C-0940 9.40 138 180 10 40 1239 195 O
D938-A12C-0770 7.70 110 148 8 36 985 159 O D938-A12C-0950 9.50 138 180 10 40 1238 197 @
D938-A12C-0780 7.80 110 148 8 36 983 162 O D938-A12C-0960 9.60 138 180 10 40 1236 199 O
D938-A12C-0790 7.90 110 148 8 36 98.2 164 O D938-A12C-0970 9.70 138 180 10 40 1235 2.01 O
D938-A12C-0800 8.00 110 148 8 36 98.0 166 @ D938-A12C-0980 9.80 138 180 10 40 1233 2.03 O
D938-A12C-0810 8.10 138 180 10 40 1259 1.68 O D938-A12C-0990 9.90 138 180 10 40 1232 2.05 O
D938-A12C-0820 8.20 138 180 10 40 1257 1.70 O D938-A12C-1000 10.00 138 180 10 40 123.0 2.07 @
D938-A12C-0830 8.30 138 180 10 40 1256 1.72 O D938-A12C-1020 10.20 158 206 12 45 1427 2.11 O
@ Stock O Available upon Order Note: Accept customization from D3 to D16 tool Unit(mm)

Note: Guiding drill for Deep-hole drills is the same specification of D938-A3C drills

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
s Gray Cast 25 Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast N _—
Steel, | Steels,Tool Martensitic Stglt:leelss DlL:(cTiie '-lcla%sr]t?rl(l)%y Alloys,Cast Aluminium C:l{)opesr Composite RZﬂSt:Pt T|/§?lr<1)|usm Hag?:*;ed Hagf::led
Alloy Steel | Steel Stainless Cast Iron Aluminium | Alloys Y Allg s Y
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 P097
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A12C

12D Internal Cooling Twist Deep Drills for Steel

‘ LU PL
= |_ A P —
2 N S————— ) 2 - S s S— S S
LS LCF 135°
OAL
) Continue
Ordering Code (E% LCF OAL '%#6")" LS LU PL Stock Ordering Code (ﬁ% LCF OAL '?,':"6'? LS LU PL Stock
D938-A12C-1030 10.30 158 206 12 45 1426 2.13 O D938-A12C-1350 13.50 182 230 14 45 1618 2.80 O
D938-A12C-1050 10.50 158 206 12 45 1423 2.17 @ D938-A12C-1380 13.80 182 230 14 45 1613 286 O
D938-A12C-1060 10.60 158 206 12 45 1421 220 O D938-A12C-1400 14.00 182 230 14 45 161.0 290 O
D938-A12C-1080 10.80 158 206 12 45 1418 224 O D938-A12C-1420 14.20 208 260 16 48 186.7 2.94 O
D938-A12C-1100 11.00 158 206 12 45 1415 228 O D938-A12C-1450 14.50 208 260 16 48 1863 3.00 O
D938-A12C-1120 11.20 158 206 12 45 1412 232 O D938-A12C-1480 14.80 208 260 16 48 1858 3.07 O
D938-A12C-1150 11.50 158 206 12 45 1408 2.38 O D938-A12C-1500 15.00 208 260 16 48 1855 3.11 O
D938-A12C-1160 11.60 158 206 12 45 1406 2.40 O D938-A12C-1550 15.50 208 260 16 48 1848 3.21 O
D938-A12C-1180 11.80 158 206 12 45 1403 244 O D938-A12C-1580 15.80 208 260 16 48 1843 3.27 O
D938-A12C-1190 11.90 158 206 12 45 1402 246 O D938-A12C-1600 16.00 208 260 16 48 184.0 3.31 O
D938-A12C-1200 12.00 158 206 12 45 1400 249 @ Unit(mm)
D938-A12C-1210 12.10 182 230 14 45 1639 251 O
D938-A12C-1220 12.20 182 230 14 45 163.7 2.53 O
D938-A12C-1240 12.40 182 230 14 45 1634 2.57 O
D938-A12C-1250 12.50 182 230 14 45 1633 2.59 O
D938-A12C-1270 12.70 182 230 14 45 163.0 2.63 O
D938-A12C-1280 12.80 182 230 14 45 1628 2.65 O
D938-A12C-1300 13.00 182 230 14 45 1625 2.69 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D16 tool
Note: Guiding drill for Deep-hole drills is the same specification of D938-A3C drills
Nominal Size Range 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
o Gray Cast o Heat
Carbon Alloy Ferr|t|§/. Stainless Iron,  HighAlloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductil Cast Iron Alloys,Cast | Aluminium All Composite Super All Steel Steel
Alloy Steel | Steel Stainless ee Cuc N astiron | aluminium Alloys 0ys upe oys ce ee
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 O Suitable Recommended Cutting Data 3 P097
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Solid Carbide Drill | HOLEMAKING TOOLS

D938-A15C = 10| )

15D Internal Cooling Twist Deep Drills for Steel

2 L — e S S e SR
a ———— — —= — — =
LS
OAL

Ordering Code (E% LCF OAL ?rl:/leh)n LS LU PL Stock Ordering Code (E% LCF OAL '%#6")" LS LU PL Stock
D938-A15C-0300 3.00 55 95 6 36 50.5 0.62 @ D938-A15C-0480 4.80 93 133 6 36 858 099 O

D938-A15C-0310 3.10 67 106 6 36 624 0.64 O D938-A15C-0490 4.90 93 133 6 36 857 101 O

D938-A15C-0320 320 67 106 6 36 622 0.66 O D938-A15C-0500 5.00 93 133 6 36 855 1.04 @

D938-A15C-0330 330 67 106 6 36 62.1 0.68 O D938-A15C-0510 5.10 110 150 6 36 1024 1.06 ®

D938-A15C-0340 3.40 67 106 6 36 619 0.70 O D938-A15C-0520 520 110 150 6 36 1022 1.08 O

D938-A15C-0350 350 76 116 6 36 708 0.72 @ D938-A15C-0530 530 110 150 6 36 1021 1.10 O

D938-A15C-0360 3.60 76 116 6 36 70.6 0.75 O D938-A15C-0540 5.40 110 150 6 36 1019 112 O

D938-A15C-0370 370 76 116 6 36 705 0.77 O D938-A15C-0550 5.50 110 150 6 36 1018 114 @

D938-A15C-0380 3.80 76 116 6 36 703 0.79 O D938-A15C-0560 5.60 110 150 6 36 1016 116 O

D938-A15C-0390 3.90 76 116 6 36 702 0.81 O D938-A15C-0570 570 110 150 6 36 1015 118 O

D938-A15C-0400 4.00 76 116 6 36 700 0.83 @ D938-A15C-0580 5.80 110 150 6 36 1013 120 O

D938-A15C-0410 4.10 93 133 6 36 869 0.85 O D938-A15C-0590 5.90 110 150 6 36 1012 122 O

D938-A15C-0420 420 93 133 6 36 867 0.87 ® D938-A15C-0600 6.00 110 150 6 36 1010 124 @

D938-A15C-0430 430 93 133 6 36 866 0.89 O D938-A15C-0610 6.10 127 167 8 36 1179 126 O

D938-A15C-0440 4.40 93 133 6 36 864 091 O D938-A15C-0620 6.20 127 167 8 36 1177 128 O

D938-A15C-0450 450 93 133 6 36 863 093 @ D938-A15C-0630 6.30 127 167 8 36 1176 130 O

D938-A15C-0460 4.60 93 133 6 36 86.1 095 O D938-A15C-0640 6.40 127 167 8 36 1174 133 O

D938-A15C-0470 470 93 133 6 36 860 097 O D938-A15C-0650 6.50 127 167 8 36 1173 135 @

@ Stock O Available upon Order  Note: Accept customization from D3 to D14 tool Unit(mm)

Note: Guiding drill for Deep-hole drills is the same specification of D938-A3C drills

Workpiece Material

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
s Gray Cast L Heat
Carbon Alloy Ferrltlc_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened  Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y p Y
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 P097
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A15C =

15D Internal Cooling Twist Deep Drills for Steel

BRI

} LU . PL
2 - J—: SISO 81 —— S S S S SO
° Ls LCF 135° - -
OAL
) Continue
Ordering Code 0% LCF OAL 0N Ls LU PL Stock  OrderingCode P LcF oL QNN Ls LU PL  stock
D938-A15C-0660 6.60 127 167 8 36 117.1 1.37 O D938-A15C-0840 8.40 160 204 10 40 1474 1.74 O
D938-A15C-0670 6.70 127 167 8 36 1170 1.39 O D938-A15C-0850 8.50 160 204 10 40 1473 1.76 @
D938-A15C-0680 6.80 127 167 8 36 1168 141 O D938-A15C-0860 8.60 160 204 10 40 1471 1.78 O
D938-A15C-0690 6.90 127 167 8 36 116.7 143 O D938-A15C-0870 8.70 160 204 10 40 147.0 1.80 O
D938-A15C-0700 7.00 127 167 8 36 1165 145 @ D938-A15C-0880 8.80 160 204 10 40 146.8 1.82 O
D938-A15C-0710 7.10 143 183 8 36 1324 147 O D938-A15C-0890 8.90 160 204 10 40 146.7 1.84 O
D938-A15C-0720 7.20 143 183 8 36 1322 149 O D938-A15C-0900 9.00 160 204 10 40 1465 1.86 @
D938-A15C-0730 7.30 143 183 8 36 1321 151 O D938-A15C-0910 9.10 177 221 10 40 1634 1.88 O
D938-A15C-0740 7.40 143 183 8 36 1319 153 O D938-A15C-0920 9.20 177 221 10 40 1632 191 O
D938-A15C-0750 7.50 143 183 8 36 1318 155 @ D938-A15C-0930 9.30 177 221 10 40 163.1 1.93 O
D938-A15C-0760 7.60 143 183 8 36 1316 157 O D938-A15C-0940 9.40 177 221 10 40 1629 195 O
D938-A15C-0770 7.70 143 183 8 36 1315 159 O D938-A15C-0950 9.50 177 221 10 40 162.8 1.97 O
D938-A15C-0780 7.80 143 183 8 36 1313 162 O D938-A15C-0960 9.60 177 221 10 40 1626 1.99 O
D938-A15C-0790 7.90 143 183 8 36 1312 164 O D938-A15C-0970 9.70 177 221 10 40 1625 2.01 O
D938-A15C-0800 8.00 143 183 8 36 1310 1.66 @ D938-A15C-0980 9.80 177 221 10 40 1623 2.03 O
D938-A15C-0810 8.10 160 204 10 40 1479 1.68 O D938-A15C-0990 9.90 177 221 10 40 1622 2.05 O
D938-A15C-0820 8.20 160 204 10 40 1477 1.70 O D938-A15C-1000 10.00 177 221 10 40 162.0 2.07 @
D938-A15C-0830 8.30 160 204 10 40 1476 1.72 O D938-A15C-1020 10.20 198 247 12 45 1827 211 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D14 tool Unit(mm)
Note: Guiding drill for Deep-hole drills is the same specification of D938-A3C drills
Workpiece Material
B m [3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged

(Sitarbon Alloy Ferritig/. Stainless Grﬂ};ﬁfst High Alloy Alumignium Cast Copper . Re:Iiesi;nt Titanium | Hardened ' Hardened

Allo‘;esléeel Stegetl;glool M;:;Télstslc Steel Ductile | Castlron Q}LOX]TH(;‘S;: Al:rﬂ:)ry:m Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 P097
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Solid Carbide Drill | HOLEMAKING TOOLS

D938-A15C = B 150 P

15D Internal Cooling Twist Deep Drills for Steel

) LU . PL
E J—< S S f——— S S S S SN
° Ls LCF 135° o -
OAL
) Continue
Ordering Code (R% LCF OAL [fr':"e")" LS LU PL Stock
D938-A15C-1030 10.30 198 247 12 45 182.6 2.13 O
D938-A15C-1040 10.40 198 247 12 45 182.4 2.15 (@)
D938-A15C-1050 10.50 198 247 12 45 182.3 2.17 (]
D938-A15C-1080 10.80 198 247 12 45 181.8 2.24 (@)
D938-A15C-1100 11.00 198 247 12 45 181.5 2.28 ([ ]
D938-A15C-1120 11.20 214 263 12 45 197.2 2.32 O
D938-A15C-1150 11.50 214 263 12 45 196.8 2.38 )
D938-A15C-1160 11.60 214 263 12 45 196.6 2.40 O
D938-A15C-1170 11.70 214 263 12 45 196.5 2.42 O
D938-A15C-1180 11.80 214 263 12 45 196.3 2.44 (@)
D938-A15C-1200 12.00 214 263 12 45 196.0 2.49 O
D938-A15C-1210 12.10 248 297 14 45 229.9 2.51 O
D938-A15C-1220 12.20 248 297 14 45 229.7 2.53 ©)
D938-A15C-1250 12.50 248 297 14 45 229.3 2.59 [}
D938-A15C-1280 12.80 248 297 14 45 228.8 2.65 O
D938-A15C-1300 13.00 248 297 14 45 228.5 2.69 (@)
D938-A15C-1350 13.50 248 297 14 45 227.8 2.80 O
D938-A15C-1380 13.80 248 297 14 45 227.3 2.86 O
D938-A15C-1400 14.00 248 297 14 45 227.0 2.90 O
@ Stock O Available upon Order ~ Note: Accept customization from D3 to D14 tool Unit(mm)
Note: Guiding drill for Deep-hole drills is the same specification of D938-A3C drills
Nominal Size Range 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
e Gray Cast 25 Heat
Carbon Alloy Ferr|t|c_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant | Titanium Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile | CastIron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
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 P097
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HOLEMAKING TOOLS | Solid Carbide Drill

D938-A20C =

20D Internal Coolant Twist Drill for Steel

} LU . PL
z - J—: S~ R —— s s s oEa
° Ls LCF 135° o -
OAL
Ordering Code (ﬁ% LCF OAL '?,':"G'f LS LU PL Stock
D938-A20C-0300 3.00 70 110 6 36 65.5 0.62 O
D938-A20C-0310 3.10 83 123 6 36 78.4 0.64 O
D938-A20C-0350 3.50 96 136 6 36 90.8 0.72 O
D938-A20C-0400 4.00 96 136 6 36 90.0 0.83 [
D938-A20C-0420 4.20 118 158 6 36 111.7 0.87 O
D938-A20C-0450 4.50 118 158 6 36 1113 0.93 [ J
D938-A20C-0500 5.00 118 158 6 36 110.5 1.04 [ J
D938-A20C-0510 5.10 140 180 6 36 132.4 1.06 @)
D938-A20C-0550 5.50 140 180 6 36 131.8 1.14 [
D938-A20C-0595 5.95 140 180 6 36 131.1 1.23 O
D938-A20C-0600 6.00 140 180 6 36 131.0 1.24 [
D938-A20C-0635 6.35 162 202 8 36 152.5 1.32 O
D938-A20C-0650 6.50 162 202 8 36 152.3 1.35 [ J
D938-A20C-0675 6.75 162 202 8 36 151.9 1.40 @)
D938-A20C-0700 7.00 162 202 8 36 151.5 1.45 O
D938-A20C-0750 7.50 183 223 8 36 171.8 1.55 O
D938-A20C-0800 8.00 183 223 8 36 171.0 1.66 [
D938-A20C-0850 8.50 205 249 10 40 192.3 1.76 O
D938-A20C-0900 9.00 205 249 10 40 191.5 1.86 O
D938-A20C-1000 10.00 227 271 10 40 212.0 2.07 [}
D938-A20C-1100 11.00 253 302 12 45 236.5 2.28 O
D938-A20C-1200 12.00 274 323 12 45 256.0 2.49 [
@ Stock O Available upon Order  Note: Accept customization from D3 to D12 tool Unit(mm)
Note: Guiding drill for Deep-hole drills is the same specification of D938-A3C drills
Nominal Size Range DC(h7) DMM(h6)
>3 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 o Heat
Carbon Alloy Ferrltlc./. Stainless Iron,  HighAlloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened = Hardened
Steel,  Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
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 P097
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Solid Carbide Drill | HOLEMAKING TOOLS

D938-A25C = B [2so| P

25D Internal Coolant Twist Deep Drills for Steel

) LU . PL
= J—< === g
LS LCF 135°
OAL
Ordering Code (R% LCF OAL [fr':"e")" LS LU PL Stock
D938-A25C-0300 3.00 85 125 6 36 80.5 0.62 O
D938-A25C-0310 3.10 101 141 6 36 96.4 0.64 (@)
D938-A25C-0350 3.50 116 156 6 36 110.8 0.72 O
D938-A25C-0380 3.80 116 156 6 36 110.3 0.79 (@)
D938-A25C-0400 4.00 116 156 6 36 110.0 0.83 (]
D938-A25C-0420 4.20 143 183 6 36 136.7 0.87 O
D938-A25C-0450 4.50 143 183 6 36 136.3 0.93 O
D938-A25C-0500 5.00 143 183 6 36 135.5 1.04 [ ]
D938-A25C-0510 5.10 170 210 6 36 162.4 1.06 O
D938-A25C-0550 5.50 170 210 6 36 161.8 1.14 [ ]
D938-A25C-0595 5.95 170 210 6 36 161.1 1.23 O
D938-A25C-0600 6.00 170 210 6 36 161.0 1.24 (]
D938-A25C-0630 6.30 197 237 8 36 187.6 1.30 O
D938-A25C-0635 6.35 197 237 8 36 187.5 1.32 (@)
D938-A25C-0650 6.50 197 237 8 36 187.3 1.35 (]
D938-A25C-0675 6.75 197 237 8 36 186.9 1.40 (@)
D938-A25C-0700 7.00 197 237 8 36 186.5 1.45 (]
D938-A25C-0750 7.50 223 263 8 36 211.8 1.55 O
D938-A25C-0800 8.00 223 263 8 36 211.0 1.66 (]
@ Stock O Available upon Order  Note: Accept customization from D3 to D14 tool Unit(mm)
Note: Guiding drill for Deep-hole drills is the same specification of D938-A3C drills
Nominal Size Range 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
s Gray Cast L Heat
Carbon Alloy Ferrltlc_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened  Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y p Y
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 P097

GESAC _ 067




HOLEMAKING TOOLS | Solid Carbide Drill

D928-A3N

3D External Coolant Twist Drills for Cast Iron

AICTN/
=i 30 (W

LU PL
: ——asaNeE
LS LCF 140°
‘OAL
Ordering Code (r?1c7) LCF OAL [(’mel\f LS LU PL Sock  Ordering Code (r?q% LCF OAL '%r':"s")" LS LU PL Stock
D928-A3N-0300 3.00 20 62 6 36 155 0.55 O D928-A3N-0910 9.10 47 89 10 40 33.4 166 O
D928-A3N-0330 330 20 62 6 36 151 0.60 O D928-A3N-0980 9.80 47 89 10 40 323 178 O
D928-A3N-0380 3.80 24 66 6 36 183 0.69 O D928-A3N-1000 10.00 47 89 10 40 320 1.82 O
D928-A3N-0400 4.00 24 66 6 36 18.0 0.73 O D928-A3N-1020 10.20 55 102 12 45 39.7 1.86 O
D928-A3N-0420 420 24 66 6 36 17.7 0.76 O D928-A3N-1025 10.25 55 102 12 45 39.6 187 O
D928-A3N-0440 4.40 24 66 6 36 17.4 0.80 O D928-A3N-1030 10.30 55 102 12 45 39.6 1.87 O
D928-A3N-0500 5.00 28 66 6 36 20.5 091 O D928-A3N-1040 10.40 55 102 12 45 39.4 189 O
D928-A3N-0510 510 28 66 6 36 204 093 O D928-A3N-1050 10.50 55 102 12 45 393 191 O
D928-A3N-0600 6.00 28 66 6 36 19.0 1.09 O D928-A3N-1060 10.60 55 102 12 45 39.1 193 O
D928-A3N-0650 650 34 79 8 36 243 118 O D928-A3N-1070 10.70 55 102 12 45 39.0 1.95 O
D928-A3N-0670 670 34 79 8 36 240 122 O D928-A3N-1080 10.80 55 102 12 45 388 197 O
D928-A3N-0680 6.80 34 79 8 36 23.8 124 O D928-A3N-1100 11.00 55 102 12 45 385 200 O
D928-A3N-0690 6.90 34 79 8 36 237 126 O D928-A3N-1120 11.20 55 102 12 45 382 2.04 O
D928-A3N-0700 7.00 34 79 8 36 235 127 O D928-A3N-1150 11.50 55 102 12 45 37.8 209 O
D928-A3N-0720 7.20 41 79 8 36 302 131 O D928-A3N-1170 11.70 55 102 12 45 37.5 2.13 O
D928-A3N-0770 7.70 41 79 8 36 295 140 O D928-A3N-1200 12.00 55 102 12 45 37.0 2.18 O
D928-A3N-0780 7.80 41 79 8 36 293 142 O D928-A3N-1250 12.50 60 107 14 45 413 227 O
D928-A3N-0800 8.00 41 79 8 36 29.0 146 O D928-A3N-1270 12.70 60 107 14 45 410 231 O
D928-A3N-0810 810 47 89 10 40 349 147 O D928-A3N-1300 13.00 60 107 14 45 405 237 O
D928-A3N-0850 850 47 89 10 40 343 155 O D928-A3N-1400 14.00 60 107 14 45 39.0 2.55 O
D928-A3N-0870 870 47 89 10 40 340 158 O D928-A3N-1450 14.50 65 115 16 48 433 264 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
" Gray Cast i Heat
Carbon Alloy Femtlcj_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P Y
Cast Iron Alloys
Steel Alloys
<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 P099
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D928-A3N

3D External Coolant Twist Drills for Cast Iron

Solid Carbide Drill

| HOLEMAKING TOOLS

AICTN/
i 3o |

LU PL

s g

= 8 e SN

a

LS LCF 140°
OAL
) Continue

Ordering Code (r?w(%) LCF OAL [(’%I\f LS LU PL Stock
D928-A3N-1500 15.00 65 115 16 48 42.5 2.73 O
D928-A3N-1570 15.70 65 115 16 48 41.5 2.86 O
D928-A3N-1600 16.00 65 115 16 48 41.0 291 @)
D928-A3N-1610 16.10 73 123 18 48 48.9 2.93 @)
D928-A3N-1650 16.50 73 123 18 48 48.3 3.00 @)
D928-A3N-1660 16.60 73 123 18 48 48.1 3.02 O
D928-A3N-1700 17.00 73 123 18 48 47.5 3.09 O
D928-A3N-1800 18.00 73 123 18 48 46.0 3.28 O
D928-A3N-1850 18.50 79 131 20 50 51.3 3.37 @)
D928-A3N-1900 19.00 79 131 20 50 50.5 3.46 @)
D928-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)

Workpiece Material

>1-3 +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

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
s Gray Cast L Heat
Carbon Alloy Ferrmc_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened Hardened
Steel,  Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y p Y
Cast Iron Alloys
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 3 P099
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HOLEMAKING TOOLS

Solid Carbide Drill

D928-A3C

3D Internal Coolant Twist Drills for Cast Iron

LU PL
= — ™
3 -
LS LCF 140°
OAL
Ordering Code (r?q% LCF OAL %’:"6")" LS LU PL Stock Ordering Code (r?wc7) LCF OAL ?rl:deh)/l LS LU PL Stock
D928-A3C-0500 5.00 28 66 6 36 205 559 O D928-A3C-1280 12.80 60 107 14 45 408 233 O
D928-A3C-0520 520 28 66 6 36 202 095 O D928-A3C-1300 13.00 60 107 14 45 405 1454 O
D928-A3C-0600 6.00 28 66 6 36 190 6.71 O D928-A3C-1330 13.30 60 107 14 45 40.1 242 O
D928-A3C-0680 6.80 34 79 8 36 238 761 O D928-A3C-1400 14.00 60 107 14 45 39.0 1566 O
D928-A3C-0700 7.00 34 79 8 36 235 783 O D928-A3C-1450 14.50 65 115 16 48 433 1622 O
D928-A3C-0800 800 41 79 8 36 290 895 O D928-A3C-1480 14.80 65 115 16 48 428 269 O
D928-A3C-0850 850 47 89 10 40 343 951 O D928-A3C-1500 15.00 65 115 16 48 425 1678 O
D928-A3C-0900 9.00 47 89 10 40 335 10.07 O D928-A3C-1510 15.10 65 115 16 48 424 275 O
D928-A3C-1000 10.00 47 89 10 40 32.0 1119 O D928-A3C-1600 16.00 65 115 16 48 41.0 1790 O
D928-A3C-1025 10.25 55 102 12 45 396 1147 O D928-A3C-1700 17.00 73 123 18 48 475 19.02 O
D928-A3C-1050 10.50 55 102 12 45 393 11.75 O D928-A3C-1800 18.00 73 123 18 48 46.0 2013 O
D928-A3C-1100 11.00 55 102 12 45 385 1230 O D928-A3C-1850 1850 79 131 20 50 513 337 O
D928-A3C-1130 11.30 55 102 12 45 38.1 206 O D928-A3C-1900 19.00 79 131 20 50 505 2125 O
D928-A3C-1200 12.00 55 102 12 45 37.0 1342 O D928-A3C-2000 20.00 79 131 20 50 49.0 2237 O
D928-A3C-1250 12.50 60 107 14 45 413 1398 O Unit(mm)
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool
Nominal Size Range DC(mT) DMM(h6)
>1-3 +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
e Gray Cast 25 Heat
(S:?rbon Alloy Ferntlr:/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened Hardened
eel,  Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium ‘Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Cast Iron Aluminium | Alloys Y Allgs Y
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 P099
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D928-A5N

5D External Coolant Twist Drills for Cast Iron

Solid Carbide Drill

HOLEMAKING TOOLS

AICIN/
| TisiN

LU PL
: 3] P R N
LS LCF 140°
‘ OAL
Ordering Code (r?1$) LCF OAL ?#6“)4 LS LU PL Stock Ordering Code (r?‘n%) LCF OAL I%ll:/lel\)ll LS LU PL Stock
D928-A5N-0300 3.00 28 66 6 36 235 055 @ D928-A5N-1000 10.00 61 103 10 40 46.0 1.82 O
D928-A5N-0330 330 28 66 6 36 231 060 @ D928-A5N-1025 10.25 71 118 12 45 556 187 @
D928-A5N-0340 3.40 28 66 6 36 229 062 O D928-A5N-1030 10.30 71 118 12 45 556 187 O
D928-A5N-0400 4.00 36 74 6 36 30.0 0.73 O D928-A5N-1050 10.50 71 118 12 45 553 191 @
D928-A5N-0420 420 36 74 6 36 29.7 0.76 O D928-A5N-1070 10.70 71 118 12 45 55.0 195 O
D928-A5N-0430 430 36 74 6 36 296 0.78 O D928-A5N-1080 10.80 71 118 12 45 548 197 O
D928-A5N-0480 4.80 44 82 6 36 36.8 087 O D928-A5N-1100 11.00 71 118 12 45 545 2.00 @
D928-A5N-0500 5.00 44 82 6 36 365 091 @ D928-A5N-1110 11.10 71 118 12 45 544 2.02 O
D928-A5N-0505 5.05 44 82 6 36 364 092 O D928-A5N-1120 11.20 71 118 12 45 542 2.04 O
D928-A5N-0510 5.10 44 82 6 36 364 093 O D928-A5N-1140 11.40 71 118 12 45 539 2.07 O
D928-A5N-0530 530 44 82 6 36 36.1 096 O D928-A5N-1180 11.80 71 118 12 45 533 215 O
D928-A5N-0580 5.80 44 82 6 36 353 1.06 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 @ D928-A5N-1250 12.50 77 124 14 45 583 227 @
D928-A5N-0670 6.70 53 91 8 36 43.0 1.22 O D928-A5N-1300 13.00 77 124 14 45 575 237 O
D928-A5N-0680 6.80 53 91 8 36 428 124 @ D928-A5N-1350 13.50 77 124 14 45 56.8 246 O
D928-A5N-0700 7.00 53 91 8 36 425 127 @ D928-A5N-1380 13.80 77 124 14 45 575 237 O
D928-A5N-0780 7.80 53 91 8 36 413 142 O D928-A5N-1400 14.00 77 124 14 45 56.0 255 O
D928-A5N-0800 8.00 53 91 8 36 41.0 146 O D928-A5N-1450 14.50 83 133 16 48 613 264 O
D928-A5N-0850 8.50 61 103 10 40 483 155 O D928-A5N-1500 15.00 83 133 16 48 60.5 273 O
D928-A5N-0860 8.60 61 103 10 40 48.1 157 O D928-A5N-1600 16.00 83 133 16 48 59.0 291 O
D928-A5N-0900 9.00 61 103 10 40 475 164 O D928-A5N-1700 17.00 93 143 18 48 67.5 3.09 O
D928-A5N-0910 9.10 61 103 10 40 475 164 @ D928-A5N-1800 18.00 93 143 18 48 66 3.28 O
D928-A5N-0970 9.70 61 103 10 40 46.5 1.77 O D928-A5N-1900 19.00 101 153 20 50 725 346 O
D928-A5N-0980 9.80 61 103 10 40 46.3 1.78 O D928-A5N-2000 20.00 101 153 20 50 71 3.64 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range DC(m7) DMM(h6)
>1-3 +0.002/+0.012 | 0.000/-0.006
>3-6 +0.004/+0.016 | 0.000/-0.008
>6-10 +0.006/+0.021 | 0.000/-0.009
>10-18 +0.007/+0.025 | 0.000/-0.011
>18-20 +0.008/+0.029 | 0.000/-0.013
Workpiece Material
@ m [3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
(SI?rbon Alloy Ferritic_/' Stainless Grﬂ%ﬁ,aSt High Alloy Alumﬁﬂum Cast Copper . Rel;liizt];nt Titanium | Hardened ' Hardened
Allo?lesléeel Ste;:tlzglool Msatrati?]rizlst;c Steel Ductile | Castlron Q:LO%THCIS: Altkrﬂgr;l:m Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys Alloys
<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 P099
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HOLEMAKING TOOLS | Solid Carbide Drill

D928-A5C

5D Internal Coolant Twist Drills for Cast Iron

LU PL

Ordering Code (r?q% LCF OAL '?r':"e")" LS LU PL Stock Ordering Code (r?q% LCF OAL '?r':"s")" LS LU PL Stock
D928-A5C-0250 250 22 62 4 35 183 045 O D928-A5C-1100 11.00 71 118 12 45 545 2.00 @
D928-A5C-0260 2.60 22 62 4 35 181 047 O D928-A5C-1110 11.10 71 118 12 45 544 202 O
D928-A5C-0330 330 28 66 6 36 23.1 060 O D928-A5C-1150 11.50 71 118 12 45 538 2.09 O
D928-A5C-0340 340 28 66 6 36 229 062 O D928-A5C-1200 12.00 71 118 12 45 53 218 @
D928-A5C-0420 420 36 74 6 36 29.7 0.76 O D928-A5C-1210 12.10 77 124 14 45 589 220 O
D928-A5C-0430 430 36 74 6 36 296 078 O D928-A5C-1220 12.20 77 124 14 45 587 222 O
D928-A5C-0500 5.00 44 82 6 36 365 091 @ D928-A5C-1250 12.50 77 124 14 45 5825 227 O
D928-A5C-0510 5.10 44 82 6 36 364 093 O D928-A5C-1270 12.70 77 124 14 45 58.0 231 O
D928-A5C-0600 6.00 44 82 6 36 350 1.09 @ D928-A5C-1300 13.00 77 124 14 45 575 237 O
D928-A5C-0680 6.80 53 91 8 36 428 124 @ D928-A5C-1355 13.55 77 124 14 45 56.7 247 O
D928-A5C-0690 6.90 53 91 8 36 427 126 O D928-A5C-1400 14.00 77 124 14 45 56 255 O
D928-A5C-0700 7.00 53 91 8 36 425 127 @ D928-A5C-1450 14.50 83 133 16 48 613 264 O
D928-A5C-0800 8.00 53 91 8 36 41.0 146 @ D928-A5C-1500 15.00 83 133 16 48 605 2.73 O
D928-A5C-0850 850 61 103 10 40 483 155 @ D928-A5C-1600 16.00 83 133 16 48 59.0 291 O
D928-A5C-0860 8.60 61 103 10 40 483 155 O D928-A5C-1700 17.00 93 143 18 48 67.5 3.09 O
D928-A5C-0900 9.00 61 103 10 40 475 164 @ D928-A5C-1750 17.50 93 143 18 48 66.8 3.18 O
D928-A5C-1000 10.00 61 103 10 40 46 182 @ D928-A5C-1800 18.00 93 143 18 48 66.0 3.26 O
D928-A5C-1020 10.20 71 118 12 45 557 18 O D928-A5C-1900 19.00 101 153 20 50 725 3.46 O
D928-A5C-1025 10.25 71 118 12 45 556 187 @ D928-A5C-1950 19.50 101 153 20 50 71.8 3,55 O
D928-A5C-1030 10.30 71 118 12 45 556 187 O D928-A5C-2000 20.00 101 153 20 50 71.0 3.64 O
D928-A5C-1050 10.50 71 118 12 45 5525 191 @ Unit(mm)
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool
Nominal Size Range DC(m7) DMM(h6)
>1-3 +0.002/+0.012 | 0.000/-0.006
>3-6 +0.004/+0.016 | 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.009
>10-18 +0.007/+0.025 | 0.000/-0.011
>18-20 +0.008/+0.029 | 0.000/-0.013
Workpiece material
B ~m 3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
(SZ?rbon Alloy Ferritic./. Stainless Gr?%)g’ast High Alloy Alumignium Cast Copper . Re';liﬁ;nt Titanium | Hardened ' Hardened
Allo(;esl'éeel Stesetl:,eTlool Msat;tii?:sts'c Steel Ductile | Castlron ﬁllhonlﬁl’:;‘j;: AluArlr;gy:m Alloys Composite Super Alloys Steel Steel
Steel Cast 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 O Suitable Recommended Cutting Data 3 P099
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Solid Carbide Drill | HOLEMAKING TOOLS

D966-A3N

3D External Coolant Twist Drills for Aluminium Alloy

‘ LU L PL
= [ L o %)
-
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
D966-A3N-0300 3.00 20 62 6 36 155 055 O D966-A3N-0530 530 28 66 6 36 201 096 O
D966-A3N-0310 3.10 20 62 6 36 154 056 O D966-A3N-0540 540 28 66 6 36 199 098 O
D966-A3N-0320 320 20 62 6 36 152 058 O D966-A3N-0550 550 28 66 6 36 19.8 1.00 O
D966-A3N-0330 330 20 62 6 36 151 060 O D966-A3N-0560 5.60 28 66 6 36 196 1.02 O
D966-A3N-0340 3.40 20 62 6 36 149 062 O D966-A3N-0570 570 28 66 6 36 195 1.04 O
D966-A3N-0350 3.50 20 62 6 36 148 0.64 O D966-A3N-0580 580 28 66 6 36 193 1.06 O
D966-A3N-0360 3.60 20 62 6 36 14.6 0.66 O D966-A3N-0590 590 28 66 6 36 192 1.07 O
D966-A3N-0370 370 20 62 6 36 145 0.67 O D966-A3N-0600 6.00 28 66 6 36 19.0 1.09 O
D966-A3N-0380 3.80 24 66 6 36 183 0.69 O D966-A3N-0610 6.10 34 79 8 36 249 111 O
D966-A3N-0390 390 24 66 6 36 182 071 O D966-A3N-0620 620 34 79 8 36 247 113 O
D966-A3N-0400 4.00 24 66 6 36 18.0 0.73 O D966-A3N-0625 625 34 79 8 36 24.6 114 O
D966-A3N-0410 4.10 24 66 6 36 17.9 0.75 O D966-A3N-0630 630 34 79 8 36 246 115 O
D966-A3N-0420 4.20 24 66 6 36 17.7 076 O D966-A3N-0640 640 34 79 8 36 244 116 O
D966-A3N-0430 430 24 66 6 36 17.6 0.78 O D966-A3N-0650 650 34 79 8 36 243 118 O
D966-A3N-0440 440 24 66 6 36 17.4 0.80 O D966-A3N-0660 6.60 34 79 8 36 241 120 O
D966-A3N-0450 450 24 66 6 36 17.3 0.82 O D966-A3N-0670 670 34 79 8 36 240 122 O
D966-A3N-0460 4.60 24 66 6 36 17.1 0.84 O D966-A3N-0680 6.80 34 79 8 36 23.8 124 O
D966-A3N-0470 470 24 66 6 36 17.0 0.86 O D966-A3N-0690 6.90 34 79 8 36 23.7 126 O
D966-A3N-0480 4.80 28 66 6 36 20.8 0.87 O D966-A3N-0700 7.00 34 79 8 36 235 127 O
D966-A3N-0490 490 28 66 6 36 20.7 0.89 O D966-A3N-0710 7.10 41 79 8 36 304 129 O
D966-A3N-0500 5.00 28 66 6 36 205 091 O D966-A3N-0720 7.20 41 79 8 36 302 131 O
D966-A3N-0510 510 28 66 6 36 204 093 O D966-A3N-0730 7.30 41 79 8 36 30.1 133 O
D966-A3N-0520 520 28 66 6 36 202 095 O D966-A3N-0740 7.40 41 79 8 36 29.9 135 O
@ Stock O Available upon Order ~ Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range DC(m7) DMM(h6)
>1-3 +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 e Heat
Carbon Alloy Fel’l’ltl(;/. Stainless Iron, | HighAlloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
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 P101
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HOLEMAKING TOOLS

Solid Carbide Drill

D966-A3N

3D External Coolant Twist Drills for Aluminium Alloy

A LU ., PL
2 [ L = %)
:
LS LCF 140°
OAL
) Continue

Ordering Code (r?‘% LCF OAL ?rl:/leh)ﬂ LS LU PL Stock Ordering Code (Eﬁ) LCF OAL ?rl:/lehf LS LU PL Stock
D966-A3N-0750 7.50 41 79 8 36 298 136 O D966-A3N-0980 9.80 47 89 10 40 323 178 O
D966-A3N-0760 7.60 41 79 8 36 29.6 138 O D966-A3N-0990 9.90 47 89 10 40 3222 180 O
D966-A3N-0770 7.70 41 79 8 36 295 140 O D966-A3N-1000 10.00 47 89 10 40 32.0 182 O
D966-A3N-0780 7.80 41 79 8 36 293 142 O D966-A3N-1010 10.10 55 102 12 45 399 184 O
D966-A3N-0790 7.90 41 79 8 36 292 144 O D966-A3N-1020 10.20 55 102 12 45 39.7 186 O
D966-A3N-0800 8.00 41 79 8 36 29.0 146 O D966-A3N-1030 10.30 55 102 12 45 39.6 187 O
D966-A3N-0810 8.10 47 89 10 40 349 147 O D966-A3N-1040 10.40 55 102 12 45 394 189 O
D966-A3N-0820 8.20 47 89 10 40 34.7 149 O D966-A3N-1050 10.50 55 102 12 45 393 191 O
D966-A3N-0830 8.30 47 89 10 40 346 151 O D966-A3N-1060 10.60 55 102 12 45 39.1 193 O
D966-A3N-0840 8.40 47 89 10 40 344 153 O D966-A3N-1070 10.70 55 102 12 45 39.0 1.95 O
D966-A3N-0850 8.50 47 89 10 40 343 155 O D966-A3N-1080 10.80 55 102 12 45 38.8 197 O
D966-A3N-0860 8.60 47 89 10 40 34.1 157 O D966-A3N-1090 10.90 55 102 12 45 38.7 198 O
D966-A3N-0870 8.70 47 89 10 40 34.0 158 O D966-A3N-1100 11.00 55 102 12 45 385 2.00 O
D966-A3N-0880 8.80 47 89 10 40 33.8 1.60 O D966-A3N-1110 11.10 55 102 12 45 384 2.02 O
D966-A3N-0890 8.90 47 89 10 40 33.7 162 O D966-A3N-1120 11.20 55 102 12 45 382 2.04 O
D966-A3N-0900 9.00 47 89 10 40 335 164 O D966-A3N-1130 11.30 55 102 12 45 38.1 2.06 O
D966-A3N-0910 9.10 47 89 10 40 334 166 O D966-A3N-1140 11.40 55 102 12 45 379 207 O
D966-A3N-0920 9.20 47 89 10 40 332 167 O D966-A3N-1150 11.50 55 102 12 45 37.8 2.09 O
D966-A3N-0930 9.30 47 89 10 40 331 169 O D966-A3N-1160 11.60 55 102 12 45 37.6 211 O
D966-A3N-0940 9.40 47 89 10 40 329 171 O D966-A3N-1170 11.70 55 102 12 45 375 213 O
D966-A3N-0950 9.50 47 89 10 40 328 173 O D966-A3N-1180 11.80 55 102 12 45 373 215 O
D966-A3N-0960 9.60 47 89 10 40 326 175 O D966-A3N-1190 11.90 55 102 12 45 37.2 217 O
D966-A3N-0970 9.70 47 89 10 40 325 177 O D966-A3N-1200 12.00 55 102 12 45 37.0 218 O

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

Workpiece material
B m ¥ N H @0
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PHand Forged
(Siirbon Alloy Ferriticj_ Stainless Grfryoﬁ,aSt High Alloy Alumﬁ*lium Cast Copper . Re':i?t];nt Titanium | Hardened | Hardened
Allo(:/esléeel Stesetlz,eTlool MSat:ienTZIStSIC Steel Ductile | Castlron Q}LO%THCIS;: Altj\rngysum Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 P101
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Solid Carbide Drill | HOLEMAKING TOOLS

D966-A3N 30

3D External Coolant Twist Drills for Aluminium Alloy

‘ Lu ., PL
3 | N
g |
LS LCF 140°
OAL
) Continue
OrderingCode  2S LcF oaL BMM |5 Ly PL Stock OrderingCode  2S LcF oaL BMM |5 Ly PL Stock
(m7) (he) (m7) (he)

D966-A3N-1210 12.10 60 107 14 45 419 2.20
D966-A3N-1220 12.20 60 107 14 45 41.7 2.22
D966-A3N-1230 12.30 60 107 14 45 416 2.24
D966-A3N-1240 12.40 60 107 14 45 414 2.26
D966-A3N-1250 12.50 60 107 14 45 413 2.27
D966-A3N-1260 12.60 60 107 14 45 41.1 2.29
D966-A3N-1270 12.70 60 107 14 45 41.0 231
D966-A3N-1280 12.80 60 107 14 45 40.8 2.33
D966-A3N-1290 1290 60 107 14 45 40.7 2.35
D966-A3N-1300 13.00 60 107 14 45 405 2.37
D966-A3N-1310 13.10 60 107 14 45 404 2.38
D966-A3N-1320 13.20 60 107 14 45 40.2 2.40
D966-A3N-1330 13.30 60 107 14 45 40.1 2.42
D966-A3N-1340 13.40 60 107 14 45 39.9 244
D966-A3N-1350 13.50 60 107 14 45 39.8 2.46
D966-A3N-1370 13.70 60 107 14 45 39.5 2.49
D966-A3N-1380 13.80 60 107 14 45 393 2.51
D966-A3N-1400 14.00 60 107 14 45 39.0 2.55
D966-A3N-1410 14.10 65 115 16 48 439 2.57
D966-A3N-1420 14.20 65 115 16 48 43.7 2.58
D966-A3N-1430 14.30 65 115 16 48 43.6 2.60
D966-A3N-1440 14.40 65 115 16 48 43.4 2.62
D966-A3N-1450 14.50 65 115 16 48 433 2.64

D966-A3N-1460 14.60 65 115 16 48 43.1 2.66
D966-A3N-1470 14.70 65 115 16 48 43.0 2.68
D966-A3N-1480 14.80 65 115 16 48 42.8 2.69
D966-A3N-1490 1490 65 115 16 48 42.7 271
D966-A3N-1500 15.00 65 115 16 48 425 2.73
D966-A3N-1510 15.10 65 115 16 48 42.4 2.75
D966-A3N-1520 15.20 65 115 16 48 422 2.77
D966-A3N-1530 15.30 65 115 16 48 42.1 2.78
D966-A3N-1540 1540 65 115 16 48 419 2.80
D966-A3N-1550 15.50 65 115 16 48 41.8 2.82
D966-A3N-1570 1570 65 115 16 48 415 2.86
D966-A3N-1580 15.80 65 115 16 48 41.3 2.88
D966-A3N-1590 1590 65 115 16 48 41.2 2.89
D966-A3N-1600 16.00 65 115 16 48 41.0 2.91
D966-A3N-1620 16.20 73 123 18 48 48.7 2.95
D966-A3N-1630 16.30 73 123 18 48 486 2.97
D966-A3N-1640 16.40 73 123 18 48 484 2.98
D966-A3N-1650 16.50 73 123 18 48 483 3.00
D966-A3N-1660 16.60 73 123 18 48 48.1 3.02
D966-A3N-1670 16.70 73 123 18 48 48.0 3.04
D966-A3N-1680 16.80 73 123 18 48 47.8 3.06
D966-A3N-1700 17.00 73 123 18 48 47.5 3.09
D966-A3N-1720 17.20 73 123 18 48 47.2 3.13

O/l0O|0|0|0|0O|0|O0O|O0|O0|O|0|O0|O|O|O|0OC|O|O|O|0O|0O|0O
O/0/0|0|0|0O|0|O0|O0O|O0|O|O0|0O|O|O|O|0C|O|O|O|0O|0O|0O

@ 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
o Gray Cast L Heat
Carbon Alloy Fel’l’ltl(;/' Stainless Iron, | HighAlloy Aluminium Cast Copper .. Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast | Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y P Y
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 P101
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HOLEMAKING TOOLS | Solid Carbide Drill

D966-A3N

3D External Coolant Twist Drills for Aluminium Alloy

‘ Ly ,_PL
B} _— AN
: = pr— S -
LS LCF 140°
OAL
) Continue
Ordering Code o) eFooan YN Ls L PL Stock
D966-A3N-1730 17.30 73 123 18 48 47.1 3.15 O
D966-A3N-1740 17.40 73 123 18 48 46.9 3.17 (@)
D966-A3N-1750 17.50 73 123 18 48 46.8 3.18 O
D966-A3N-1760 17.60 73 123 18 48 46.6 3.20 (@)
D966-A3N-1770 17.70 73 123 18 48 46.5 3.22 O
D966-A3N-1780 17.80 73 123 18 48 46.3 3.24 (@)
D966-A3N-1800 18.00 73 123 18 48 46.0 3.28 O
D966-A3N-1840 18.40 79 131 20 50 51.4 3.35 (@)
D966-A3N-1850 18.50 79 131 20 50 51.3 3.37 O
D966-A3N-1860 18.60 79 131 20 50 51.1 3.38 (@)
D966-A3N-1880 18.80 79 131 20 50 50.8 3.42 O
D966-A3N-1900 19.00 79 131 20 50 50.5 3.46 (@)
D966-A3N-1910 19.10 79 131 20 50 50.4 3.48 O
D966-A3N-1950 19.50 79 131 20 50 49.8 3.55 (@)
D966-A3N-1980 19.80 79 131 20 50 49.3 3.60 O
D966-A3N-1990 19.90 79 131 20 50 49.2 3.62 (@)
D966-A3N-2000 20.00 79 131 20 50 49.0 3.64 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range DC(m7) DMM(h6)
>1-3 +0.002/+40.012 | 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
e Gray Cast i Heat
Carbon Alloy Femtlcj_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P Y
Cast Iron Alloys
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 3 P101
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Solid Carbide Drill | HOLEMAKING TOOLS

D966-A3C 30 (P

3D Internal Coolant Twist Drills for Aluminium Alloy

L LU ., PL
/™
H[ e
LS LCF 140°
OAL
Ordering Code (r?]% LCF OAL '%#6")" LS LU PL Stock Ordering Code (r?]% LCF OAL '%#6")" LS LU PL Stock
D966-A3C-0300 3.00 20 62 6 36 155 055 O D966-A3C-0530 530 28 66 6 36 20.1 096 O
D966-A3C-0310 3.10 20 62 6 36 154 056 O D966-A3C-0540 540 28 66 6 36 199 098 O
D966-A3C-0320 3.20 20 62 6 36 152 058 O D966-A3C-0550 550 28 66 6 36 198 1.00 O
D966-A3C-0330 330 20 62 6 36 151 060 O D966-A3C-0560 5.60 28 66 6 36 196 1.02 O
D966-A3C-0340 340 20 62 6 36 149 062 O D966-A3C-0570 5.70 28 66 6 36 195 1.04 O
D966-A3C-0350 350 20 62 6 36 14.8 064 O D966-A3C-0580 580 28 66 6 36 193 1.06 O
D966-A3C-0360 3.60 20 62 6 36 146 066 O D966-A3C-0590 590 28 66 6 36 192 1.07 O
D966-A3C-0370 3.70 20 62 6 36 145 067 O D966-A3C-0600 6.00 28 66 6 36 19.0 1.09 O
D966-A3C-0380 380 24 66 6 36 183 069 O D966-A3C-0610 6.10 34 79 8 36 249 111 O
D966-A3C-0390 390 24 66 6 36 182 071 O D966-A3C-0620 6.20 34 79 8 36 247 113 O
D966-A3C-0400 4.00 24 66 6 36 180 0.73 O D966-A3C-0630 6.30 34 79 8 36 246 115 O
D966-A3C-0410 4.10 24 66 6 36 179 0.75 O D966-A3C-0640 6.40 34 79 8 36 244 116 O
D966-A3C-0420 420 24 66 6 36 17.7 076 O D966-A3C-0650 650 34 79 8 36 243 118 O
D966-A3C-0430 430 24 66 6 36 176 078 O D966-A3C-0660 6.60 34 79 8 36 241 120 O
D966-A3C-0440 440 24 66 6 36 174 080 O D966-A3C-0670 6.70 34 79 8 36 240 122 O
D966-A3C-0450 450 24 66 6 36 173 082 O D966-A3C-0680 6.80 34 79 8 36 238 124 O
D966-A3C-0460 4.60 24 66 6 36 17.1 084 O D966-A3C-0690 6.90 34 79 8 36 237 126 O
D966-A3C-0470 4.70 24 66 6 36 170 086 O D966-A3C-0700 7.00 34 79 8 36 235 127 O
D966-A3C-0480 4.80 28 66 6 36 208 087 O D966-A3C-0710 7.10 41 79 8 36 304 129 O
D966-A3C-0490 490 28 66 6 36 20.7 089 O D966-A3C-0720 7.20 41 79 8 36 30.2 131 O
D966-A3C-0500 5.00 28 66 6 36 205 091 O D966-A3C-0730 730 41 79 8 36 30.1 133 O
D966-A3C-0510 5.10 28 66 6 36 204 093 O D966-A3C-0740 740 41 79 8 36 299 135 O
D966-A3C-0520 520 28 66 6 36 202 095 O D966-A3C-0750 7.50 41 79 8 36 298 136 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Workpiece material
B m [ N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
(Sisrbon Alloy Ferritic_/_ Stainless Grmg’ast High Alloy Alumﬁﬂum Cast Copper . Rel;liiet);nt Titanium | Hardened | Hardened
Allo;esltyeel Ste;ztlz,eTlool Msat;tii?zlstslc Steel Ductile | Castlron 2“%?5?3?: Allmgy:m Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 3 P101
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HOLEMAKING TOOLS

Solid Carbide Drill

D966-A3C

3D Internal Coolant Twist Drills for Aluminium Alloy

H e
LS
OAL
) Continue
Ordering Code (r?q% LCF OAL '?,':"6")" LS LU PL Stock Ordering Code (r?q% LCF OAL '?,':"6'? LS LU PL Stock
D966-A3C-0760 7.60 41 79 8 36 296 138 O D966-A3C-0990 9.90 47 89 10 40 322 180 O
D966-A3C-0770 7.70 41 79 8 36 295 140 O D966-A3C-1000 10.00 47 89 10 40 32.0 1.82 O
D966-A3C-0780 7.80 41 79 8 36 293 142 O D966-A3C-1010 10.10 55 102 12 45 399 184 O
D966-A3C-0790 790 41 79 8 36 292 144 O D966-A3C-1020 10.20 55 102 12 45 39.7 18 O
D966-A3C-0800 8.00 41 79 8 36 29.0 146 O D966-A3C-1030 10.30 55 102 12 45 39.6 187 O
D966-A3C-0810 8.10 47 89 10 40 349 147 O D966-A3C-1040 10.40 55 102 12 45 394 189 O
D966-A3C-0820 8.20 47 89 10 40 34.7 149 O D966-A3C-1050 10.50 55 102 12 45 393 191 O
D966-A3C-0830 830 47 89 10 40 346 151 O D966-A3C-1060 10.60 55 102 12 45 39.1 193 O
D966-A3C-0840 8.40 47 89 10 40 344 153 O D966-A3C-1070 10.70 55 102 12 45 39.0 195 O
D966-A3C-0850 850 47 89 10 40 343 155 O D966-A3C-1080 10.80 55 102 12 45 388 197 O
D966-A3C-0860 8.60 47 89 10 40 34.1 157 O D966-A3C-1090 10.90 55 102 12 45 387 198 O
D966-A3C-0870 8.70 47 89 10 40 34.0 158 O D966-A3C-1100 11.00 55 102 12 45 385 2.00 O
D966-A3C-0880 880 47 89 10 40 33.8 1.60 O D966-A3C-1110 11.10 55 102 12 45 384 2.02 O
D966-A3C-0890 890 47 89 10 40 33.7 162 O D966-A3C-1120 11.20 55 102 12 45 382 2.04 O
D966-A3C-0900 9.00 47 89 10 40 335 164 O D966-A3C-1130 11.30 55 102 12 45 381 2.06 O
D966-A3C-0910 9.10 47 89 10 40 334 166 O D966-A3C-1140 11.40 55 102 12 45 379 2.07 O
D966-A3C-0920 9.20 47 89 10 40 332 167 O D966-A3C-1150 11.50 55 102 12 45 378 2.09 O
D966-A3C-0930 9.30 47 89 10 40 33.1 169 O D966-A3C-1160 11.60 55 102 12 45 376 211 O
D966-A3C-0940 9.40 47 89 10 40 329 171 O D966-A3C-1170 11.70 55 102 12 45 375 213 O
D966-A3C-0950 9.50 47 89 10 40 328 1.73 O D966-A3C-1180 11.80 55 102 12 45 373 215 O
D966-A3C-0960 9.60 47 89 10 40 326 175 O D966-A3C-1190 1190 55 102 12 45 372 217 O
D966-A3C-0970 9.70 47 89 10 40 325 177 O D966-A3C-1200 12.00 55 102 12 45 37.0 218 O
D966-A3C-0980 9.80 47 89 10 40 323 178 O D966-A3C-1210 12.10 60 107 14 45 419 220 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Workpiece material
B m ¥ N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
(SZ?rbon Alloy Ferritic_/. Stainless Grﬂ}ggyast High Alloy Alumignium Cast Copper . Re':iesi;nt Titanium | Hardened ' Hardened
Allo?lesléeel Ste;:tl:glool Msalratiir;:;t;c Steel Ductile | Castlron ﬁllt%?l’flj;: Altkrngrygm Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 P101
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D966-A3C

3D Internal Coolant Twist Drills for Aluminium Alloy

Solid Carbide Drill

| HOLEMAKING TOOLS

L LU ., PL
/™
eSS [ S ™
LS LCF 140°
OAL

) Continue
Ordering Code  (0C) LcF OAL OM Ls LU PL Stk OrderingCode (%) LCF AL QM Ls LU PL stock
D966-A3C-1220 12.20 60 107 14 45 41.7 222 O D966-A3C-1520 15.20 65 115 16 48 422 277 O
D966-A3C-1230 12.30 60 107 14 45 416 224 O D966-A3C-1530 15.30 65 115 16 48 421 278 O
D966-A3C-1250 12.50 60 107 14 45 413 227 O D966-A3C-1550 15.50 65 115 16 48 418 282 O
D966-A3C-1260 12.60 60 107 14 45 411 229 O D966-A3C-1570 15.70 65 115 16 48 415 286 O
D966-A3C-1270 12.70 60 107 14 45 410 231 O D966-A3C-1580 15.80 65 115 16 48 413 288 O
D966-A3C-1280 12.80 60 107 14 45 408 233 O D966-A3C-1600 16.00 65 115 16 48 41.0 291 O
D966-A3C-1300 13.00 60 107 14 45 405 237 O D966-A3C-1650 16.50 73 123 18 48 483 3.00 O
D966-A3C-1340 13.40 60 107 14 45 399 244 O D966-A3C-1680 16.80 73 123 18 48 478 3.06 O
D966-A3C-1350 13.50 60 107 14 45 398 246 O D966-A3C-1700 17.00 73 123 18 48 475 3.09 O
D966-A3C-1360 13.60 60 107 14 45 39.6 247 O D966-A3C-1750 17.50 73 123 18 48 46.8 3.18 O
D966-A3C-1370 13.70 60 107 14 45 395 249 O D966-A3C-1770 17.70 73 123 18 48 465 322 O
D966-A3C-1380 13.80 60 107 14 45 393 251 O D966-A3C-1780 17.80 73 123 18 48 463 324 O
D966-A3C-1400 14.00 60 107 14 45 39.0 255 O D966-A3C-1800 18.00 73 123 18 48 46.0 328 O
D966-A3C-1420 14.20 65 115 16 48 43.7 258 O D966-A3C-1850 1850 79 131 20 50 513 337 O
D966-A3C-1430 14.30 65 115 16 48 436 260 O D966-A3C-1880 1880 79 131 20 50 508 342 O
D966-A3C-1450 14.50 65 115 16 48 433 264 O D966-A3C-1900 19.00 79 131 20 50 505 346 O
D966-A3C-1460 14.60 65 115 16 48 43.1 266 O D966-A3C-1950 19.50 79 131 20 50 498 355 O
D966-A3C-1470 14.70 65 115 16 48 43.0 268 O D966-A3C-1960 19.60 79 131 20 50 49.6 3.57 O
D966-A3C-1480 17.80 65 115 16 48 383 324 O D966-A3C-1980 19.80 79 131 20 50 493 3.60 O
D966-A3C-1500 15.00 65 115 16 48 425 273 O D966-A3C-2000 20.00 79 131 20 50 49.0 364 O
@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)

Nominal Size Range DC(m7) DMM(h6)

>1-3 +0.002/+0.012 | 0.000/-0.006

>3-6 +0.004/+0.016 | 0.000/-0.008

>6—10 +0.006/+0.021 | 0.000/-0.009

>10-18 +0.007/+0.025 | 0.000/-0.011

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

Workpiece material
B m [3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged

(Siirbon Alloy Ferritic_/_ Stainless Gr?r%ﬁ,aSt High Alloy Alumﬁﬂum Cast Copper . Rel;liiet);nt Titanium | Hardened | Hardened

Allo;esltyeel Ste;lZ’eTIOOI Msat;tii?;'stslc Steel Ductile | Castlron 2“%?5?3?: Allmgy:m Alloys Composite Super Alloys Steel Steel

Steel Cast Iron Alloys 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 3 P101
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HOLEMAKING TOOLS | Solid Carbide Drill

D966-A5N

5D External Coolant Twist Drills for Aluminium Alloy

A LU ., PL
= [ L = 12)
.
LS LCF 140°
OAL

Ordering Code (r?q% LCF OAL ?rl:deh)/l LS LU PL Stock Ordering Code (r?q% LCF OAL '?,':"6'? LS LU PL Stock
D966-A5N-0200 2.00 18 62 4 38 150 036 O D966-A5N-0490 490 44 82 6 36 36.7 089 O
D966-A5N-0250 2.50 22 62 4 34 183 045 O D966-A5N-0500 5.00 44 82 6 36 365 091 @
D966-A5N-0270 2.70 22 62 4 34 18.0 049 O D966-A5N-0510 5.10 44 82 6 36 36.4 093 O
D966-A5N-0300 3.00 28 66 6 36 235 055 @ D966-A5N-0520 520 44 82 6 36 36.2 0.95 O
D966-A5N-0310 3.10 28 66 6 36 234 056 O D966-A5N-0530 530 44 82 6 36 36.1 096 O
D966-A5N-0320 3.20 28 66 6 36 232 058 O D966-A5N-0540 540 44 82 6 36 359 098 O
D966-A5N-0330 330 28 66 6 36 231 060 @ D966-A5N-0550 550 44 82 6 36 365 1.00 @
D966-A5N-0340 3.40 28 66 6 36 229 062 O D966-A5N-0560 560 44 82 6 36 356 1.02 O
D966-A5N-0350 3.50 28 66 6 36 228 0.64 O D966-A5N-0570 5.70 44 82 6 36 355 1.04 O
D966-A5N-0360 3.60 28 66 6 36 226 0.66 O D966-A5N-0580 5.80 44 82 6 36 353 1.06 O
D966-A5N-0370 3.70 28 66 6 36 225 0.67 O D966-A5N-0590 590 44 82 6 36 352 1.07 O
D966-A5N-0380 3.80 36 74 6 36 303 0.69 O D966-A5N-0595 595 44 82 6 36 351 1.08 O
D966-A5N-0390 390 36 74 6 36 302 071 O D966-A5N-0600 6.00 44 82 6 36 350 1.09 @
D966-A5N-0400 4.00 36 74 6 36 30.0 0.73 @ D966-A5N-0610 6.10 53 91 8 36 439 111 O
D966-A5N-0410 4.10 36 74 6 36 299 0.75 O D966-A5N-0620 6.20 53 91 8 36 43.7 113 O
D966-A5N-0420 420 36 74 6 36 29.7 0.76 @ D966-A5N-0630 6.30 53 91 8 36 43.6 115 O
D966-A5N-0430 430 36 74 6 36 296 0.78 O D966-A5N-0635 635 53 91 8 36 435 116 O
D966-A5N-0440 4.40 36 74 6 36 294 080 O D966-A5N-0640 6.40 53 91 8 36 434 116 O
D966-A5N-0450 450 36 74 6 36 293 082 O D966-A5N-0650 650 53 91 8 36 433 118 O
D966-A5N-0460 460 36 74 6 36 291 0.84 O D966-A5N-0660 6.60 53 91 8 36 431 120 O
D966-A5N-0470 4.70 36 74 6 36 29.0 086 O D966-A5N-0670 6.70 53 91 8 36 43.0 122 O
D966-A5N-0475 4.75 36 74 6 36 289 0.8 O D966-A5N-0680 6.80 53 91 8 36 428 124 @
D966-A5N-0480 4.80 44 82 6 36 36.8 0.87 O D966-A5N-0685 6.85 53 91 8 36 42.7 125 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
" Gray Cast i Heat
Carbon Alloy Femtlcj_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P Y
Cast Iron Alloys
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 3 P101
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D966-A5N

5D External Coolant Twist Drills for Aluminium Alloy

Solid Carbide Drill

| HOLEMAKING TOOLS

} LU ., PL
2 [ L o I3
-
LS LCF 140°
OAL
) Continue

Ordering Code (r?ﬁ) LCF OAL wel\f LS LU PL Stock Ordering Code (Eﬁ) LCF OAL ?rl:/lehf LS LU PL Stock
D966-A5N-0690 6.90 53 91 8 36 42.7 126 O D966-A5N-0920 9.20 61 103 10 40 472 167 O
D966-A5N-0700 7.00 53 91 8 36 425 127 @ D966-A5N-0930 9.30 61 103 10 40 47.1 169 O
D966-A5N-0710 7.10 53 91 8 36 424 129 O D966-A5N-0940 9.40 61 103 10 40 469 171 O
D966-A5N-0720 7.20 53 91 8 36 422 131 O D966-A5N-0950 9.50 61 103 10 40 46.8 1.73 O
D966-A5N-0730 7.30 53 91 8 36 421 133 O D966-A5N-0960 9.60 61 103 10 40 46.6 175 O
D966-A5N-0740 7.40 53 91 8 36 419 135 O D966-A5N-0970 9.70 61 103 10 40 46.5 1.77 O
D966-A5N-0750 7.50 53 91 8 36 418 136 O D966-A5N-0980 9.80 61 103 10 40 46.3 178 O
D966-A5N-0760 7.60 53 91 8 36 416 138 O D966-A5N-0990 9.90 61 103 10 40 46.2 1.80 O
D966-A5N-0770 7.70 53 91 8 36 415 140 O D966-A5N-1000 10.00 61 103 10 40 46.0 1.82 O
D966-A5N-0780 7.80 53 91 8 36 413 142 O D966-A5N-1010 10.10 71 118 12 45 559 184 O
D966-A5N-0790 7.90 53 91 8 36 412 144 O D966-A5N-1020 10.20 71 118 12 45 557 18 O
D966-A5N-0800 8.00 53 91 8 36 41.0 146 O D966-A5N-1030 10.30 71 118 12 45 556 187 O
D966-A5N-0810 8.10 61 103 10 40 489 147 O D966-A5N-1040 10.40 71 118 12 45 554 189 O
D966-A5N-0820 8.20 61 103 10 40 48.7 149 O D966-A5N-1050 10.50 71 118 12 45 553 191 @
D966-A5N-0830 8.30 61 103 10 40 486 151 O D966-A5N-1060 10.60 71 118 12 45 551 193 O
D966-A5N-0840 8.40 61 103 10 40 484 153 O D966-A5N-1070 10.70 71 118 12 45 55.0 1.95 O
D966-A5N-0850 8.50 61 103 10 40 483 155 @ D966-A5N-1080 10.80 71 118 12 45 548 197 O
D966-A5N-0860 8.60 61 103 10 40 48.1 157 O D966-A5N-1090 10.90 71 118 12 45 54.7 198 O
D966-A5N-0870 8.70 61 103 10 40 48.0 158 O D966-A5N-1100 11.00 71 118 12 45 545 2.00 @
D966-A5N-0880 8.80 61 103 10 40 47.8 160 O D966-A5N-1110 11.10 71 118 12 45 544 2.02 O
D966-A5N-0890 8.90 61 103 10 40 47.7 162 O D966-A5N-1120 11.20 71 118 12 45 542 2.04 O
D966-A5N-0900 9.00 61 103 10 40 475 164 @ D966-A5N-1130 11.30 71 118 12 45 541 2.06 O
D966-A5N-0910 9.10 61 103 10 40 474 166 O D966-A5N-1140 11.40 71 118 12 45 539 207 O

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

Workpiece material
B m ¥ N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
(SI?rbon Alloy Ferritic_/' Stainless Grﬂ%ﬁ,aSt High Alloy Alumﬁﬂum Cast Copper . Rel;liizt];nt Titanium | Hardened ' Hardened
Allo?lesléeel Ste;:tlzglool Msatrati?]rizlst;c Steel Ductile | Castlron Q:LO%THCIS: Altkrﬂgr;l:m Alloys Composite Super Alloys Steel Steel
Steel Cast Iron Alloys 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 P101
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HOLEMAKING TOOLS | Solid Carbide Drill

D966-A5N

5D External Coolant Twist Drills for Aluminium Alloy

‘ LU . PL
3 | N
g |
LS LCF 140°
OAL
) Continue
Ordering Code (r?q% LCF OAL '%r':"s")" LS LU PL Stock Ordering Code (r?q% LCF OAL '?,':"6'? LS LU PL Stock

D966-A5N-1150 11.50 71 118 12 45 53.8 2.09
D966-A5N-1160 11.60 71 118 12 45 53.6 2.11
D966-A5N-1170 11.70 71 118 12 45 535 2.13
D966-A5N-1180 11.80 71 118 12 45 533 2.15
D966-A5N-1190 11.90 71 118 12 45 53.2 2.17
D966-A5N-1200 12.00 71 118 12 45 53.0 2.18
D966-A5N-1210 12.10 77 124 14 45 589 2.20
D966-A5N-1220 12.20 77 124 14 45 58.7 2.22
D966-A5N-1230 1230 77 124 14 45 586 2.24
D966-A5N-1240 12.40 77 124 14 45 584 2.26
D966-A5N-1250 12.50 77 124 14 45 583 2.27
D966-A5N-1260 12.60 77 124 14 45 58.1 2.29
D966-A5N-1270 12.70 77 124 14 45 58.0 231
D966-A5N-1280 12.80 77 124 14 45 57.8 2.33
D966-A5N-1290 1290 77 124 14 45 57.7 2.35
D966-A5N-1300 13.00 77 124 14 45 57.5 2.37
D966-A5N-1320 13.20 77 124 14 45 57.2 240
D966-A5N-1350 13.50 77 124 14 45 56.8 2.46
D966-A5N-1370 13.70 77 124 14 45 56.5 2.49
D966-A5N-1380 13.80 77 124 14 45 56.3 251
D966-A5N-1390 1390 77 124 14 45 56.2 2.53
D966-A5N-1400 14.00 77 124 14 45 56.0 2.55
D966-A5N-1420 14.20 83 133 16 48 61.7 2.58

D966-A5N-1430 14.30 83 133 16 48 61.6 2.60
D966-A5N-1450 14.50 83 133 16 48 613 2.64
D966-A5N-1460 14.60 83 133 16 48 61.1 2.66
D966-A5N-1480 14.80 83 133 16 48 60.8 2.69
D966-A5N-1500 15.00 83 133 16 48 60.5 2.73
D966-A5N-1510 15.10 83 133 16 48 60.4 2.75
D966-A5N-1550 15.50 83 133 16 48 59.8 2.82
D966-A5N-1570 15.70 83 133 16 48 59.5 2.86
D966-A5N-1580 15.80 83 133 16 48 593 2.88
D966-A5N-1600 16.00 83 133 16 48 59.0 291
D966-A5N-1650 16.50 93 143 18 48 68.3 3.00
D966-A5N-1660 16.60 93 143 18 48 68.1 3.02
D966-A5N-1680 16.80 93 143 18 48 67.8 3.06
D966-A5N-1700 17.00 93 143 18 48 67.5 3.09
D966-A5N-1750 17.50 93 143 18 48 66.8 3.18
D966-A5N-1780 17.80 93 143 18 48 66.3 3.24
D966-A5N-1800 18.00 93 143 18 48 66.0 3.28
D966-A5N-1850 18.50 101 153 20 50 73.3 3.37
D966-A5N-1860 18.60 101 153 20 50 73.1 3.38
D966-A5N-1900 19.00 101 153 20 50 72.5 3.46
D966-A5N-1950 19.50 101 153 20 50 71.8 3.55
D966-A5N-2000 20.00 101 153 20 50 71.0 3.64

O|0O|0|0|O0|O|O|0|0O|O0|O|0O|O|0O|O|O|O|O|O|O|O|O

O|O|O|O|0O|O|O0|O0|O0|O|0|0O|O|0O|O|O0|0|O|0|0O|0O|0O|0O

@ Stock O Available upon Order  Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range DC(m7) DMM(h6)
>1-3 +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 i Heat
Carbon Alloy Femtlcj_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P Y
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 P101
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Solid Carbide Drill | HOLEMAKING TOOLS

D966-A5C =50 P

5D Internal Coolant Twist Drills for Aluminium Alloy

OAL
Ordering Code (gg) LCF OAL ?r':/leh)d LS LU PL Stock  Ordering Code (r?]% LCF OAL '%#6“)4 LS LU PL Stock
D966-A5C-0300 3.00 28 660 6 36 235 055 @ D966-A5C-0520 520 44 8.0 6 36 362 095 O
D966-A5C-0310 3.10 28 660 6 36 234 056 O D966-A5C-0530 530 44 820 6 36 361 096 O
D966-A5C-0320 3.20 28 660 6 36 232 058 O D966-A5C0540 540 44 820 6 36 359 098 O
D966-A5C0330 3.30 28 660 6 36 231 0.60 @ D966-ASC-0550 5.50 44 820 6 36 358 1.00 O
D966-ASC-0340 340 28 660 6 36 229 062 O D966-ASC-0560 5.60 44 80 6 36 356 1.02 O
D966-A5C-0350 3.50 28 66.0 6 36 22.8 0.64 O D966-ASC-0570 570 44 820 6 36 355 1.04 O
D966-A5C-0360 3.60 28 660 6 36 22.6 0.66 O D966-A5C-0580 5.80 44 820 6 36 353 106 O
D966-A5C-0370 3.70 28 660 6 36 22.5 0.67 O D966-A5C-0590 590 44 820 6 36 352 1.07 O
D966-A5C-0380 3.80 36 740 6 36 30.3 0.69 O D966-A5C-0600 6.00 44 8.0 6 36 350 1.09 @
D966-A5C-0390 3.90 36 740 6 36 302 071 O D966-ASC-0610 6.10 53 9.0 8 36 439 11l O
D966-ASC-0400 4.00 36 740 6 36 30.0 0.73 @ D966-A5C0620 620 53 9.0 8 36 437 113 O
D966-A5C-0410 410 36 740 6 36 29.9 0.75 O D966-ASC-0630 6.30 53 9.0 8 36 43.6 115 O
D966-A5C-0420 420 36 740 6 36 29.7 0.76 @ D966-A5C-0640 640 53 910 8 36 434 116 O
D966-A5C-0430 430 36 740 6 36 29.6 0.78 O D966-A5C-0650 6.50 53 9.0 8 36 433 118 O
D966-ASC-0440 440 36 740 6 36 29.4 080 O D966-A5C-0660 6.60 53 91.0 8 36 431 120 O
D966-A5C-0450 4.50 36 740 6 36 29.3 0.82 O D966-ASC-0670 6.70 53 9.0 8 36 43.0 122 O
D966-ASC-0460 4.60 36 740 6 36 29.1 0.84 O D966-A5C-0680 6.80 53 910 8 36 42.8 124 @
DIG6-ASC-0470 470 36 740 6 36 29.0 0.86 O DIG6-ASC-0690 6.90 53 9.0 8 36 42.7 126 O
D966-ASC-0480 4.80 44 820 6 36 368 0.87 O D966-A5C-0700 7.00 53 9.0 8 36 42.5 127 @
D966-ASC-0490 4.90 44 820 6 36 367 0.89 O D966-ASC-0710 7.10 53 910 8 36 424 129 O
D966-A5C-0500 5.00 44 820 6 36 365 091 @ D966-A5C-0720 7.20 53 910 8 36 422 131 O
D966-A5C-0510 510 44 820 6 36 364 093 O D966-A5C-0730 7.30 53 910 8 36 421 133 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
s Gray Cast 25 Heat
Carbon Alloy Ferntlc_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant = Titanium | Hardened Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium ‘Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys Y p Y
Cast Iron Alloys
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 3 P101
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HOLEMAKING TOOLS | Solid Carbide Drill

D966-A5C

5D Internal Coolant Twist Drills for Aluminium Alloy

DMM
|
Uy
[
|
\
\\
Tl

OAL

) Continue

DMM
(h6)

DC

LCF (m7)

OAL LS LU

PL

Ordering Code LCF OAL LS LU PL Stock

Stock Ordering Code Drl:/lel\)d

(
D966-A5C-0970 9.70 61 103.0 10 40 465 1.77
D966-A5C-0980 9.80 61 103.0 10 40 463 1.78
D966-A5C-0990 9.90 61 103.0 10 40 46.2 1.80
D966-A5C-1000 10.00 61 103.0 10 40 46.0 1.82
D966-A5C-1010 10.10 71 118.0 12 45 559 1.84
D966-A5C-1020 10.20 71 118.0 12 45 55.7 1.86
D966-A5C-1030 10.30 71 1180 12 45 556 1.87
D966-A5C-1040 10.40 71 1180 12 45 554 1.89
D966-A5C-1050 10.50 71 118.0 12 45 553 1.91
D966-A5C-1060 10.60 71 118.0 12 45 55.1 1.93
D966-A5C-1070 10.70 71 118.0 12 45 55.0 1.95
D966-A5C-1080 10.80 71 118.0 12 45 54.8 1.97
D966-A5C-1090 10.90 71 1180 12 45 54.7 198
D966-A5C-1100 11.00 71 1180 12 45 54.5 2.00
D966-A5C-1110 11.10 71 1180 12 45 54.4 202
D966-A5C-1120 11.20 71 118.0 12 45 54.2 2.04
D966-A5C-1130 11.30 71 118.0 12 45 54.1 2.06
D966-A5C-1140 11.40 71 118.0 12 45 53.9 2.07
D966-A5C-1150 11.50 71 118.0 12 45 53.8 2.09
D966-A5C-1160 11.60 71 1180 12 45 53.6 211
D966-A5C-1170 11.70 71 1180 12 45 535 213
D966-A5C-1180 11.80 71 118.0 12 45 53.3 2.15
D966-A5C-1190 11.90 71 118.0 12 45 53.2 2.17

DC
(m7)

D966-A5C-0740 7.40 53 91.0
D966-A5C-0750 7.50 53 91.0 36 41.8 1.36
D966-A5C-0760 7.60 53 91.0 36 41.6 1.38

8 36 419 135

8

8
D966-A5C-0770 7.70 53 91.0 8 36 415 1.40

8

8

8

D966-A5C-0780 7.80 53 91.0 36 413 142
D966-A5C-0790 7.90 53 91.0 36 412 144
D966-A5C-0800 8.00 53 91.0 36 410 1.46
D966-A5C-0810 8.10 61 103.0 10 40 48.9 1.47
D966-A5C-0820 8.20 61 103.0 10 40 48.7 1.49
D966-A5C-0830 8.30 61 103.0 10 40 486 1.51
D966-A5C-0840 8.40 61 103.0 10 40 484 1.53
D966-A5C-0850 8.50 61 103.0 10 40 483 1.55
D966-A5C-0860 8.60 61 103.0 10 40 48.1 1.57
D966-A5C-0870 8.70 61 103.0 10 40 48.0 1.58
D966-A5C-0880 8.80 61 103.0 10 40 47.8 1.60
D966-A5C-0890 8.90 61 103.0 10 40 47.7 1.62
D966-A5C-0900 9.00 61 103.0 10 40 475 1.64
D966-A5C-0910 9.10 61 103.0 10 40 47.4 1.66
D966-A5C-0920 9.20 61 103.0 10 40 47.2 1.67
D966-A5C-0930 9.30 61 103.0 10 40 47.1 1.69
D966-A5C-0940 9.40 61 103.0 10 40 469 1.71
D966-A5C-0950 9.50 61 103.0 10 40 46.8 1.73
D966-A5C-0960 9.60 61 103.0 10 40 46.6 1.75

0/0/0/0|0|0O®O0O/0|0|0O|0|0O|0O|/0|0O @O0/ O0|0|0|0|0
O/0O/0/0|0|0O|0|0|0O @/O0|0|0O|0O @/O/0C|O|/0O|@®@O|0O|0O

@ 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
o Gray Cast i Heat
Carbon Alloy Femtlcj_ Stainless Iron, High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel, | Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P Y
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 P101
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Solid Carbide Drill | HOLEMAKING TOOLS

D966-A5C =50 P

5D Internal Coolant Twist Drills for Aluminium Alloy

OAL

) Continue

DC
(m7)

DMM
(h6)

DC
(m7)

DMM

LCF (he)

OAL LS LU

PL

Ordering Code Stock Ordering Code LCF OAL LS LU PL Stock

D966-A5C-1200 12.00 71 118.0 12 45 53.0 2.18
D966-A5C-1210 12.10 77 1240 14 45 589 2.20
D966-A5C-1220 12.20 77 1240 14 45 58.7 2.22
D966-A5C-1230 1230 77 1240 14 45 586 2.24
D966-A5C-1240 12.40 77 1240 14 45 58.4 2.26
D966-A5C-1250 12.50 77 1240 14 45 58.3 2.27
D966-A5C-1260 12.60 77 1240 14 45 58.1 2.29
D966-A5C-1270 12.70 77 1240 14 45 58.0 231
D966-A5C-1280 12.80 77 1240 14 45 57.8 233
D966-A5C-1300 13.00 77 1240 14 45 57.5 2.37
D966-A5C-1310 13.10 77 1240 14 45 57.4 238
D966-A5C-1320 13.20 77 1240 14 45 57.2 2.40
D966-A5C-1350 13.50 77 1240 14 45 56.8 2.46
D966-A5C-1360 13.60 77 1240 14 45 56.6 2.47
D966-A5C-1370 13.70 77 1240 14 45 56.5 2.49
D966-A5C-1380 13.80 77 1240 14 45 56.3 2.51
D966-A5C-1390 13.90 77 1240 14 45 56.2 2.53
D966-A5C-1400 14.00 77 1240 14 45 56.0 2.55
D966-A5C-1410 14.10 83 1330 16 48 61.9 2.57
D966-A5C-1420 14.20 83 1330 16 48 61.7 2.58
D966-A5C-1430 14.30 83 133.0 16 48 61.6 2.60
D966-A5C-1450 14.50 83 133.0 16 48 61.3 2.64
D966-A5C-1460 14.60 83 1330 16 48 61.1 2.66

D966-A5C-1470 14.70 83 1330 16 48 61.0 2.68
D966-A5C-1480 14.80 83 1330 16 48 60.8 2.69
D966-A5C-1500 15.00 83 1330 16 48 60.5 2.73
D966-A5C-1510 15.10 83 1330 16 48 60.4 2.75
D966-A5C-1520 15.20 83 1330 16 48 60.2 2.77
D966-A5C-1530 1530 83 1330 16 48 60.1 2.78
D966-A5C-1550 1550 83 1330 16 48 59.8 2.82
D966-A5C-1570 15.70 83 1330 16 48 59.5 2.86
D966-A5C-1580 15.80 83 1330 16 48 59.3 2.88
D966-A5C-1600 16.00 83 1330 16 48 59.0 2.91
D966-A5C-1650 16.50 93 1430 18 48 68.3 3.00
D966-A5C-1680 16.80 93 1430 18 48 67.8 3.06
D966-A5C-1690 16.90 93 1430 18 48 67.7 3.08
D966-A5C-1700 17.00 93 1430 18 48 67.5 3.09
D966-A5C-1720 17.20 93 1430 18 48 67.2 3.13
D966-A5C-1750 17.50 93 1430 18 48 66.8 3.18
D966-A5C-1770 17.70 93 1430 18 48 66.5 3.22
D966-A5C-1780 17.80 93 1430 18 48 66.3 3.24
D966-A5C-1800 18.00 93 1430 18 48 66.0 3.28
D966-A5C-1850 18.50 101 153.0 20 50 73.3 3.37
D966-A5C-1860 18.60 101 153.0 20 50 73.1 3.38
D966-A5C-1880 18.80 101 1530 20 50 72.8 3.42
D966-A5C-1900 19.00 101 1530 20 50 725 3.46

Ol0|0|0O|0|O|0|O0O|O0|O|O|0C|O0O|O|/O|O|0|O0O|O0|O|0O|0C | @
Ol0|0|0|0|O|0|O0O|O0|O|O|C|O|O|/O|O|0|O0|O0O|O|0O|0O|0O

@ 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
s Gray Cast 25 Heat
Carbon Alloy Ferrltlc_/_ Stainless Iron, High Alloy Aluminium Cast Copper .. Resistant | Titanium  Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile | Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium | Alloys v P Y
Cast Iron Alloys
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 3 P101
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HOLEMAKING TOOLS |

D966-A5C

Solid Carbide Drill

5D Internal Coolant Twist Drills for Aluminium Alloy

|
= = === ﬂL
| e ~
a1 = == = S
LS
OAL
) Continue
: DC DMM
Ordering Code (m7) LCF OAL (h6) LS LU PL Stock
D966-A5C-1950 19.50 101 153.0 20 50 71.8 3.55 O
D966-A5C-1980 19.80 101 153.0 20 50 71.3 3.60 O
D966-A5C-2000 20.00 101 153.0 20 50 71.0 3.64 @)
@ Stock O Available upon Order ~ Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range DC(m7) DMM(h6)
>1-3 +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 i Heat
Carbon Alloy Ferrltlcj_ Stainless Iron, | High Alloy Aluminium Cast Copper .. | Resistant = Titanium | Hardened @ Hardened
Steel,  Steels,Tool Martensitic Steel Ductile  Cast Iron Alloys,Cast Aluminium Alloys Composite Super Alloys Steel Steel
Alloy Steel | Steel Stainless Aluminium|  Alloys Y P v
Cast Iron Alloys
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 3 P101
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Solid Carbide Drill | HOLEMAKING TOOLS

D998-Y3N =zl am [ 3p |
3D External Coolant Twist Drill for Hardened Steel

LU PL

| -l
J\< 1IN
s ——— > o)
E a
LCF \7140°
OAL
Ordering Code (E% LCF OAL '%}';"6")4 LU PL Stock Ordering Code ('ﬁ% LCF  OAL %’:"6")" LU PL Stock
D998-Y3N-0400 4.00 22 55 4 16.0 0.73 @ D998-Y3N-1100 11.00 47 95 11 30,5 200 O
D998-Y3N-0500 5.00 26 62 5 185 091 @ D998-Y3N-1200 12.00 51 102 12 33.0 218 @
D998-Y3N-0600 6.00 28 66 6 19.0 1.09 @ D998-Y3N-1300 13.00 51 102 13 315 237 O
D998-Y3N-0700 7.00 34 74 7 235 127 @ D998-Y3N-1400 14.00 54 107 14 33.0 255 @
D998-Y3N-0800 8.00 37 79 8 250 146 @ D998-Y3N-1500 15.00 56 111 15 335 273 O
D998-Y3N-0900 9.00 40 84 9 265 164 @ D998-Y3N-1600 16.00 58 115 16 34.0 291 O
D998-Y3N-1000 10.00 43 89 10 28.0 182 @
@ Stock O Available upon Order ~ Note: Accept customization from D3 to D20 tool Unit(mm)
Nominal Size Range DC(h7) DMM(h6)
>1-3 0.000/-0.010 0.000/-0.006
>3-6 0.000/-0.012 0.000/-0.008
>6—10 0.000/-0.015 0.000/-0.009
>10-18 0.000/-0.018 0.000/-0.011
>18-20 0.000/-0.021 0.000/-0.013
Workpiece material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PHand Forged
e Gray Cast o Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast : -
Steel,  Steels,Tool Martensitic Stesutnlelss Iror!,l Hc|ghAlloy Alloys,Cast Aluminium Co“pper Composite Resswtant T|tzlaln|um Hagdenled Hagdenled
Alloy Steel |~ Steel Stainless ee Ductile ast Iron Aluminium  Alloys Alloys uper Alloys tee tee
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 ©) O
© Most Suitable O Suitable Recommended Cutting Data 3 P102
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HOLEMAKING TOOLS | Solid Carbide Drill

D101-AMN —mpg

90°NC Centre Drills

§ \< \><> I3 —
z - g pr—
LCF o
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 [ J
D101-AMN-1400 14 30 107 14 [
D101-AMN-1600 16 35 115 16 [ J
D101-AMN-1800 18 38 123 18 (@]
D101-AMN-2000 20 40 131 20 ([ ]

@ 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
- Gray Cast b Heat
Carbon Alloy Ferritic/ B ’ Aluminium  Cast N -
Steel, | Steels,Tool Martensitic Stainless Iron, High Alloy Alloys,Cast Aluminium Copper Composite Resistant | Titanium | Hardened | Hardened
N Steel Ductile | Castlron i Alloys Super Alloys Steel Steel

Alloy Steel Steel 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 P103

088 _ GESAC




Solid Carbide Drill | HOLEMAKING TOOLS

D102-ANN

120°NC Centre Drills

= _
o I
2 - E pr—————
LCF /120
OAL

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

@ Stock 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
s Gray Cast 2 Heat
Carbon Alloy Ferritic/ . . Aluminium  Cast A -
Steel,  Steels,Tool Martensitic Stainless Iron, High Alloy Alloys,Cast Aluminium Copper Composite Resistant | Titanium | Hardened | Hardened
" Steel Ductile | Castlron P Alloys Super Alloys Steel Steel

Alloy Steel = Steel Stainless Cast Iron Aluminium | Alloys Allovs
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 P103
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HOLEMAKING TOOLS | Solid Carbide Drill

D103-APN

145°NC Centre Drills

=
(6]
Z a
LCE 145
OAL
Ordering Code DC LCF OAL DMM(h6) Stock
D103-APN-0500 5 10 62 ([ ]
D103-APN-0600 6 15 66 ([ ]
D103-APN-0800 8 17 79 ([ ]
D103-APN-1000 10 20 89 10 ([ ]
D103-APN-1200 12 25 102 12 ( J
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

@ m [ N B 0O

1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH and Forged
- Gray Cast b Heat
Carbon Alloy Ferritic/ B ’ Aluminium  Cast N -
Steel, | Steels,Tool Martensitic Stainless Iron, High Alloy Alloys,Cast Aluminium Copper Composite Resistant | Titanium | Hardened | Hardened
N Steel Ductile | Castlron i Alloys Super Alloys Steel Steel
Alloy Steel Steel 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 P103
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Solid Carbide Drill

Recommended Machining Parameters
D918S High Performance Twist Drill for Steel

Workpiece

Cutting Speed
Vc (r'r%/mpin)

Feed Rate
fn (mm/rev)

| HOLEMAKING TOOLS

3

P4

6

P8

10

Low Carbon
Steel, Long Chip
(<125HB)

100-80-50

140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

Low Carbon
Steel, Short
Chip,
Automatic Steel
(<125HB)

100-75-50

140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

High Carbon

Steel/Medium

Carbon Steel
(<25HRC)

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

Alloy Steel, Tool
Steel
(<35HRC)

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

Alloy Steel,
Tool Steel (35-
48HRC)

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

Austenitic
Stainless Steel
(130- 200HB)

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

Strength
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
Iron (<28HRC)

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

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

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

High Cast Iron
Alloy, Ductile
CastlIron

(<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. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid
4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with
the processing's actual working conditions.
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HOLEMAKING TOOLS

| Solid Carbide Drill

Recommended Machining Parameters

D918S Series High Performance Twist Drill for Steel

Cutting Speed
Vc (n%/mpin)

Feed Rate
fn (mm/rev)

Workpiece

P12

P14

P16

P18

$20

Low Carbon
Steel, Long Chip
(<125HB)

100-80-50

140-100-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

Low Carbon
Steel, Short
Chip,
Automatic Steel
(<125HB)

100-75-50

140-100-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

High Carbon

Steel/Medium

Carbon Steel
(<25HRC)

90-70-45

120-80-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

Alloy Steel, Tool
Steel
(<35HRC)

90-70-45

110-80-50

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

Alloy Steel,
Tool Steel (35-
48HRC)

80-60-40

90-60-40

0.22-0.30-0.37

0.26-0.35-0.41

0.28-0.37-0.44

0.31-0.38-0.46

0.31-0.39-0.47

Austenitic
Stainless Steel
(130- 200HB)

80-60-40

0.10-0.17-0.22

0.11-0.18-0.24

0.12-0.20-0.24

0.13-0.22-0.26

0.14-0.24-0.28

Strength
Austenitic /Cast
Stainless Steel
(<25HRC)

80-60-40

0.08-0.13-0.16

0.09-0.13-0.18

0.10-0.14-0.18

0.10-0.14-0.20

0.12-0.16-0.22

Duplex
Stainless Steel
(<30HRC)

60-45-30

0.08-0.13-0.16

0.09-0.13-0.18

0.10-0.14-0.18

0.10-0.14-0.20

0.12-0.16-0.22

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

100-80-60

140-120-60

0.25-0.33-0.45

0.28-0.36-0.48

0.30-0.40-0.50

0.32-0.42-0.52

0.35-0.45-0.55

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

100-80-60

140-120-60

0.22-0.30-0.42

0.24-0.33-0.45

0.25-0.35-0.48

0.28-0.38-0.48

0.30-0.40-0.50

High Cast Iron
Alloy, Ductile
CastIron

(<45HRC)

90-70-60

100-90-60

0.16-0.22-0.28

0.18-0.24-0.30

0.20-0.26-0.32

0.22-0.28-0.34

0.23-0.28-0.35

[Note]

1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid
4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with
the processing's actual working conditions.
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Solid Carbide Drill

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

Cutting Speed
Vc (r’r%/r’r?in)

Feed Rate
fn (mm/rev)

| HOLEMAKING TOOLS

Workpiece

3

4

D6

P8

10

Low Carbon
Steel, Long Chip
(<125HB)

100-80-50

140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

Low Carbon
Steel, Short
Chip,
Automatic Steel
(<125HB)

100-75-50

140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

High Carbon

Steel/Medium

Carbon Steel
(<25HRC)

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

Alloy Steel, Tool
Steel
(<35HRC)

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

Alloy Steel, Tool
Steel
(35-48HRC)

40-30-20

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

Austenitic
Stainless Steel
(130- 200HB)

40-30-20

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

Strength
Austenitic /Cast
Stainless Steel
(<25HRC)

35-25-20

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

Iron Base
Superalloy
(160-260HB)

25-15-10

85225315

0.03-0.04-0.06

0.04-0.06-0.08

0.05-0.08-0.10

0.06-0.09-0.11

0.07-0.10-0.12

Cobalt Base
Superalloy
(250-450HB)

25-15-10

35-25-15

0.03-0.04-0.06

0.04-0.06-0.08

0.05-0.08-0.10

0.06-0.09-0.11

0.07-0.10-0.12

Nickel Base
Superalloy
(160-450HB)

25-15-10

B5258II5

0.03-0.04-0.06

0.04-0.06-0.08

0.05-0.08-0.10

0.06-0.09-0.11

0.07-0.10-0.12

Titanium and
Titanium Alloy
(300-400HB)

40-30-15

50-40-25

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

[Note]

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

1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid
4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with
the processing's actual working conditions.
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HOLEMAKING TOOLS

| Solid Carbide Drill

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

Cutting Speed
Vc (mg/n'?in)

Feed Rate
fn (mm/rev)

Workpiece

P12

D14

P16

P18

D20

Low Carbon
Steel, Long Chip
(<125HB)

100-80-50

140-100-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

Low Carbon
Steel, Short
Chip,
Automatic Steel
(<125HB)

100-75-50

140-100-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

High Carbon

Steel/Medium

Carbon Steel
(<25HRC)

90-70-45

120-80-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

Alloy Steel, Tool
Steel
(<35HRC)

90-70-45

110-80-50

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

Alloy Steel, Tool
Steel
(35-48HRC)

40-30-20

80-60-40

0.10-0.17-0.22

0.11-0.18-0.24

0.12-0.20-0.24

0.13-0.22-0.26

0.14-0.24-0.28

Austenitic
Stainless Steel
(130- 200HB)

40-30-20

80-60-40

0.08-0.13-0.16

0.09-0.13-0.18

0.10-0.14-0.18

0.10-0.14-0.20

0.12-0.16-0.22

Strength
Austenitic /Cast
Stainless Steel
(<25HRC)

35-25-20

60-45-30

0.08-0.13-0.16

0.09-0.13-0.18

0.10-0.14-0.18

0.10-0.14-0.20

0.12-0.16-0.22

Iron Base
Superalloy
(160-260HB)

25-15-10

35-25-15

0.08-0.12-0.14

0.09-0.13-0.16

0.10-0.14-0.16

0.10-0.15-0.18

0.12-0.16-0.20

Cobalt Base
Superalloy
(250-450HB)

25-15-10

35-25-15

0.08-0.12-0.14

0.09-0.13-0.16

0.10-0.14-0.16

0.10-0.15-0.18

0.12-0.16-0.20

Nickel Base
Superalloy
(160-450HB)

25-15-10

I5-25-115

0.08-0.12-0.14

0.09-0.13-0.16

0.10-0.14-0.16

0.10-0.15-0.18

0.12-0.16-0.20

Titanium and
Titanium Alloy
(300-400HB)

40-30-15

50-40-25

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]

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

1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid
4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with
the processing's actual working conditions.
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Solid Carbide Drill

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

Workpiece

Cutting Speed
Vc (mg/mpin)

Feed Rate
fn (mm/rev)

| HOLEMAKING TOOLS

3

P4

6

D8

10

Low Carbon
Steel, Long Chip
(<125HB)

120-80-50

140-100-60

0.10-0.15-0.20

0.10-0.15-0.20

0.14-0.19-0.25

0.16-0.22-0.32

0.16-0.22-0.35

Low Carbon
Steel, Short
Chip, Automatic
Steel
(<125HB)

120-75-50

140-100-60

0.10-0.15-0.20

0.10-0.15-0.20

0.14-0.19-0.25

0.16-0.22-0.32

0.16-0.22-0.35

High Carbon
Steel and
Medium Carbon
Steel
(<25HRC)

120-70-45

120-80-60

0.10-0.15-0.20

0.10-0.15-0.20

0.14-0.19-0.25

0.16-0.22-0.30

0.16-0.22-0.32

Alloy Steel, Tool
Steel
(<35HRC)

100-70-45

110-80-60

0.09-0.13-0.16

0.09-0.13-0.16

0.12-0.17-0.23

0.14-0.20-0.28

0.14-0.20-0.30

Alloy Steel, Tool
Steel
(35-48HRC)

80-60-35

90-60-35

0.08-0.11-0.14

0.08-0.11-0.14

0.08-0.14-0.20

0.09-0.16-0.25

0.09-0.16-0.28

Ph and Ferritic,
Martensitic
Steel
(<35HRC)

70-50-30

90-60-30

0.05-0.08-0.11

0.05-0.08-0.11

0.07-0.12-0.17

0.08-0.14-0.20

0.08-0.14-0.23

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

70-45-25

80-50-30

0.04-0.06-0.08

0.04-0.06-0.08

0.06-0.10-0.14

0.08-0.13-0.18

0.08-0.13-0.20

Alloy Steel,
Tool Steel (35-
48HRC)

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

Austenitic
Stainless Steel
(130- 200HB)

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

Strength
Austenitic /Cast
Stainless Steel
(<25HRC)

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
Iron (<28HRC)

140-100-60

160-120-60

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

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

120-80-60

140-100-60

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

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

100-70-50

100-80-50

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. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid
4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with
the processing's actual working conditions.
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HOLEMAKING TOOLS

| Solid Carbide Drill

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

Workpiece

Cutting Speed
Vc (mg/mpin)

Feed Rate
fn (mm/rev)

3 £

P12

14

D16

D18

20

Low Carbon
Steel, Long Chip
(<125HB)

120-80-50 ' 140-100-60

0.18-0.28-0.40

0.22-0.32-0.45

0.22-0.32-0.45

0.25-0.38-0.50

0.25-0.38-0.50

Low Carbon
Steel, Short
Chip, Automatic
Steel
(<125HB)

120-75-50 = 140-100-60

0.18-0.28-0.40

0.22-0.32-0.45

0.22-0.32-0.45

0.25-0.38-0.50

0.25-0.38-0.50

High Carbon
Steel and
Medium Carbon
Steel
(<25HRC)

120-70-45 = 120-80-60

0.18-0.28-0.38

0.22-0.32-0.45

0.22-0.32-0.45

0.25-0.38-0.50

0.25-0.38-0.50

Alloy Steel, Tool
Steel
(<35HRC)

100-70-45 110-80-60

0.15-0.23-0.34

0.18-0.25-0.38

0.18-0.25-0.38

0.20-0.30-0.40

0.20-0.30-0.40

Alloy Steel, Tool
Steel
(35-48HRC)

80-60-35 = 90-60-35

0.11-0.19-0.30

0.12-0.22-0.32

0.12-0.22-0.32

0.14-0.24-0.34

0.14-0.24-0.34

Ph and Ferritic,
Martensitic
Steel
(<35HRC)

70-50-30  90-60-30

0.10-0.18-0.28

0.12-0.20-0.30

0.12-0.20-0.30

0.14-0.24-0.32

0.14-0.24-0.32

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

70-45-25 = 80-50-30

0.10-0.18-0.28

0.12-0.20-0.30

0.12-0.20-0.30

0.14-0.24-0.32

0.14-0.24-0.32

Alloy Steel, Tool
Steel
(35-48HRC)

= 80-60-40

0.10-0.17-0.22

0.11-0.18-0.24

0.12-0.20-0.24

0.13-0.22-0.26

0.14-0.24-0.28

Austenitic
Stainless Steel
(130- 200HB)

— 80-60-40

0.08-0.13-0.16

0.09-0.13-0.18

0.10-0.14-0.18

0.10-0.14-0.20

0.12-0.16-0.22

Strength
Austenitic /Cast
Stainless Steel
(<25HRC)

= 60-45-30

0.08-0.13-0.16

0.09-0.13-0.18

0.10-0.14-0.18

0.10-0.14-0.20

0.12-0.16-0.22

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

140-100-60  160-120-60

0.25-0.33-0.45

0.28-0.36-0.48

0.30-0.40-0.50

0.32-0.42-0.52

0.35-0.45-0.55

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

120-80-60 = 140-100-60

0.22-0.30-0.42

0.24-0.33-0.45

0.25-0.35-0.48

0.28-0.38-0.48

0.30-0.40-0.50

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

0.20-0.26-0.32

0.22-0.28-0.34

0.23-0.28-0.35

[Note]

1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid
4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with
the processing's actual working conditions.
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Recommended Machining Parameters

D938 Twist Deep-hole Drills, 8D/12D/15D/20D/25D

Workpiece

Cutting Speed
Vc (r'r%/mpin)

Solid Carbide Drill |

Feed Rate
fn (mm/rev)

HOLEMAKING TOOLS

3

4

D6

P8

Low Carbon Steel,

Long Chip
(<125HB)

140-100-60

0.10-0.15-0.20

0.10-0.15-0.20

0.14-0.19-0.25

0.16-0.22-0.32

Low Carbon

Steel, Short Chip,

Automatic Steel
(<125HB)

140-100-60

0.10-0.15-0.20

0.10-0.15-0.20

0.14-0.19-0.25

0.16-0.22-0.32

High Carbon

Steel and Medium

Carbon Steel
(<25HRC)

120-80-60

0.10-0.15-0.20

0.10-0.15-0.20

0.14-0.19-0.25

0.16-0.22-0.30

Alloy Steel, Tool
Steel
(<35HRC)

110-80-60

0.09-0.13-0.16

0.09-0.13-0.16

0.12-0.17-0.23

0.14-0.20-0.28

Alloy Steel, Tool
Steel
(35-48HRC)

90-60-35

0.08-0.11-0.14

0.08-0.11-0.14

0.08-0.14-0.20

0.09-0.16-0.25

Ph and Ferritic,
Martensitic Steel
(<35HRC)

90-60-30

0.05-0.08-0.11

0.05-0.08-0.11

0.07-0.12-0.17

0.08-0.14-0.20

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

80-50-30

0.04-0.06-0.08

0.04-0.06-0.08

0.06-0.10-0.14

0.08-0.13-0.18

Alloy Steel, Tool
Steel
(35-48HRC)

60-50-40

0.04-0.08-0.10

0.04-0.08-0.10

0.06-0.10-0.12

0.06-0.10-0.12

Austenitic Stainless

Steel
(130- 200HB)

60-50-40

0.04-0.06-0.08

0.04-0.06-0.08

0.06-0.08-0.10

0.06-0.08-0.10

Strength Austenitic

/Cast Stainless

Steel (<25HRC)

50-40-30

0.04-0.06-0.08

0.04-0.06-0.08

0.06-0.08-0.10

0.06-0.08-0.10

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

160-120-60

0.13-0.17-0.20

0.15-0.20-0.23

0.17-0.25-0.30

0.20-0.27-0.35

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

140-100-60

0.11-0.15-0.18

0.13-0.17-0.20

0.15-0.20-0.25

0.17-0.25-0.32

High Cast Iron

Alloy, Ductile Cast

Iron
(<45HRC)

100-80-50

0.06-0.09-0.11

0.08-0.10-0.13

0.10-0.13-0.16

0.12-0.16-0.20

[Note]

1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid

4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with

the processing's actual working conditions.
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Recommended Machining Parameters

Solid Carbide Drill

D938 Twist Deep-hole Drills, 8D/12D/15D/20D/25D

Workpiece

Cutting Speed
Vc (mg/mpin)

Feed Rate
fn (mm/rev)

P10

P12

P14

D16

Low Carbon Steel,

Long Chip
(<125HB)

140-100-60

0.16-0.22-0.35

0.18-0.28-0.40

0.22-0.32-0.45

0.22-0.32-0.45

Low Carbon

Steel, Short Chip,

Automatic Steel
(<125HB)

140-100-60

0.16-0.22-0.35

0.18-0.28-0.40

0.22-0.32-0.45

0.22-0.32-0.45

High Carbon

Steel and Medium

Carbon Steel
(<25HRC)

120-80-60

0.16-0.22-0.32

0.18-0.28-0.38

0.22-0.32-0.45

0.22-0.32-0.45

Alloy Steel, Tool
Steel
(<35HRC)

110-80-60

0.14-0.20-0.30

0.15-0.23-0.34

0.18-0.25-0.38

0.18-0.25-0.38

Alloy Steel, Tool
Steel
(35-48HRC)

90-60-35

0.09-0.16-0.28

0.11-0.19-0.30

0.12-0.22-0.32

0.12-0.22-0.32

Ph and Ferritic,
Martensitic Steel
(<35HRC)

90-60-30

0.08-0.14-0.23

0.10-0.18-0.28

0.12-0.20-0.30

0.12-0.20-0.30

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

80-50-30

0.08-0.13-0.20

0.10-0.18-0.28

0.12-0.20-0.30

0.12-0.20-0.30

Alloy Steel, Tool
Steel
(35-48HRC)

60-50-40

0.08-0.12-0.16

0.08-0.12-0.16

0.10-0.14-0.18

0.10-0.14-0.18

Austenitic Stainless

Steel
(130- 200HB)

60-50-40

0.08-0.10-0.12

0.08-0.10-0.12

0.10-0.12-0.14

0.10-0.12-0.14

Strength Austenitic

/Cast Stainless

Steel (<25HRC)

50-40-30

0.08-0.10-0.12

0.08-0.10-0.12

0.10-0.12-0.14

0.10-0.12-0.14

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

160-120-60

0.23-0.30-0.40

0.25-0.33-0.45

0.28-0.36-0.48

0.30-0.40-0.50

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

140-100-60

0.20-0.28-0.36

0.22-0.30-0.42

0.24-0.33-0.45

0.25-0.35-0.48

High Cast Iron

Alloy, Ductile Cast

Iron
(<45HRC)

100-80-50

0.14-0.20-0.26

0.16-0.22-0.28

0.18-0.24-0.30

0.20-0.26-0.32

[Note]

1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid

4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with

the processing's actual working conditions.
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Solid Carbide Drill

Recommended Machining Parameters
D928 Twist Drill for Cast Iron

Workpiece

Cutting Speed
Vc (mg/mpin)

Feed Rate
fn (mm/rev)

| HOLEMAKING TOOLS

3

P4

6

D8

10

Low Carbon
Steel, Long Chip
(<125HB)

100-80-50

140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

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

100-75-50

140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

High Carbon
Steel and
Medium Carbon
Steel
(<25HRC)

90-70-45

100-80-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

Alloy Steel, Tool
Steel
(<35HRC)

90-70-45

100-80-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

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

100-80-60

160-140-60

0.13-0.17-0.21

0.15-0.20-0.26

0.17-0.26-0.32

0.20-0.32-0.40

0.25-0.36-0.42

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

100-80-60

140-120-60

0.11-0.15-0.18

0.13-0.18-0.22

0.15-0.23-0.27

0.17-0.26-0.38

0.22-0.28-0.38

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

0.13-0.17-0.21

0.15-0.20-0.26

Forged
Aluminium
Alloys(Si<12%)

315-230-90

0.06-0.09-0.11

0.13-0.20-0.26

0.16-0.22-0.28

0.18-0.26-0.32

0.20-0.30-0.38

Casted
Aluminium
Alloys(Si<12%)

315-230-90

0.06-0.09-0.11

0.13-0.20-0.26

0.16-0.22-0.28

0.18-0.26-0.32

0.20-0.30-0.38

Casted
Aluminium

Alloys(Si>12%)

270-180-90

0.06-0.09-0.11

0.13-0.20-0.26

0.16-0.22-0.28

0.18-0.26-0.32

0.20-0.30-0.38

[Note]

1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid
4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with
the processing's actual working conditions.
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HOLEMAKING TOOLS

| Solid Carbide Drill

Recommended Machining Parameters
D928 Twist Drill for Cast Iron

Cutting Speed
Vc (n%/mpin)

Feed Rate
fn (mm/rev)

Workpiece

P12

P14

P16

P18

D20

Low Carbon
Steel, Long Chip
(<125HB)

100-80-50

140-100-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

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

100-75-50

140-100-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

High Carbon
Steel and
Medium Carbon
Steel
(<25HRC)

90-70-45

100-80-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

Alloy Steel, Tool
Steel
(<35HRC)

90-70-45

100-80-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

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

100-80-60

160-140-60

0.26-0.38-0.46

0.28-0.40-0.50

0.30-0.42-0.52

0.32-0.44-0.54

0.36-0.48-0.56

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

100-80-60

140-120-60

0.22-0.34-0.42

0.24-0.35-0.44

0.26-0.40-0.48

0.30-0.40-0.46

0.34-0.43-0.50

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

90-70-60

100-90-60

0.17-0.22-0.28

0.19-0.26-0.31

0.20-0.27-0.33

0.23-0.28-0.34

0.23-0.29-0.35

Forged
Aluminium
Alloys(Si<12%)

315-230-90

0.22-0.34-0.42

0.24-0.36-0.44

0.28-0.38-0.46

0.32-0.40-0.48

0.34-0.42-0.48

Casted
Aluminium
Alloys(Si<12%)

315-230-90

0.22-0.34-0.42

0.24-0.36-0.44

0.28-0.38-0.46

0.32-0.40-0.48

0.34-0.42-0.48

Casted
Aluminium

Alloys(Si>12%)

270-180-90

0.22-0.34-0.42

0.24-0.36-0.44

0.28-0.38-0.46

0.32-0.40-0.48

0.34-0.42-0.48

[Note]

1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid
4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with
the processing's actual working conditions.
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Recommended Machining Parameters
D966 Twist Drill for Aluminium

Cutting Speed Feed Rate
Vc (m/min) fn (mm/rev)
Workpiece
n .* 3 4 »6 »8 ®10
Forged
Aluminium 54 150 80 315-230-90 | 0.06-0.09-0.11 0.13-0.20-0.26 0.16-0.22-0.28 0.18-0.26-0.32 0.20-0.30-0.38
A“oy =, = - - LJO-U.VUJ-V. +ALO-U. LUV, +LO-U.LZL-V. +1O0-U.£L0-VU. LUV OU-VU.
(Si<12%)
Casted
Aluminium 534 150 80 315-230-90 0.06-0.09-0.11 0.13-0.20-0.26 0.16-0.22-0.28 0.18-0.26-0.32 0.20-0.30-0.38
A“oy - = - - LJO-U.VUIJ-VU. L0V LUV, +ALO-U.LL-V. +1O0-U.£L0-VU. LUV OU-VU.
(Si<12%)
Casted
Aluminium 534 150 80 270-180-90  0.06-0.09-0.11 0.13-0.20-0.26 0.16-0.22-0.28 0.18-0.26-0.32 0.20-0.30-0.38
A“Oy = = - - LJO-U.VUIJ-VU. A0V LUV, +A1O-U.LL-V. +1O0-U.£L0O-VU. LUV OU-VU.
(Si>12%)
Copper, Copper
Alloy 160-120-70 180-135-90 | 0.06-0.09-0.11 0.13-0.20-0.26 0.16-0.22-0.28 | 0.18-0.26-0.32  0.20-0.30-0.38
(<200HB)
Cutting Speed Feed Rate
Vc (m/min) fn (mm/rev)
Workpiece
n n ®12 ®14 16 ®18 ®20
Forged
Aluminium 554 150,80 315-230-00 0.22-0.34-0.42 0.24-0.36-0.44 0.28-0.38-0.46 0.32-0.40-0.48 0.34-0.42-0.48
A“oy - = . - WL LV OV JLTUL00-US LO"V. 007U DDLU UTUS QDU LULS
(Si<12%)
Casted
Aluminium 54 156 80 315-230-00 0.22-0.34-0.42 0.24-0.36-0.44 0.28-0.38-0.46 0.32-0.40-0.48 0.34-0.42-0.48
Aoy 1150-80 315-230-90 0.22-0.34-0.42 0.24-0.36-0.44  0.28-0.38-0.46 0.32-0.40-0.48 0.34-0.42-0.4
(Si<12%)
Casted
Aluminium
Aoy 230-150-80 | 270-180-90 0.22-0.34-0.42 0.24-0.36-0.44 0.28-0.38-0.46 | 0.32-0.40-0.48 0.34-0.42-0.48
(Si>12%)
Copper, Copper
Alloy 160-120-70 180-135-90 | 0.22-0.34-0.42 0.24-0.36-0.44 0.28-0.38-0.46 | 0.32-0.40-0.48 0.34-0.42-0.48
(<200HB)

[Note]
1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks

2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid
4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with

the processing's actual working conditions.
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Recommended Machining Parameters
D998 Twist Drill for Hardened Steel

Cutting Speed

Feed Rate

Vc (m/min) fn (mm/rev)
Workpiece
n »3 4 »6 »8 ®10
Alloy Steel, Tool
n Steel 80-60-30 0.09-0.13-0.16 = 0.10-0.14-0.17 = 0.13-0.17-0.22 | 0.17-0.23-0.29  0.21-0.28-0.35
(35-48HRC)
Gray Cast Iron,
Ductile Cast 100-80-60 | 0.13-0.17-0.20  0.15-0.20-0.23  0.17-0.25-0.30 | 0.20-0.27-0.35 = 0.23-0.30-0.40
Iron (<28HRC)
Cast Iron Alloy,
Ductile Cast 100-80-60 | 0.11-0.15-0.18 = 0.13-0.17-0.20  0.15-0.20-0.25 | 0.17-0.25-0.32 = 0.20-0.28-0.36
Iron (<28HRC)
High Cast Iron
Alloy, Ductile | 90.70.60  0.06-0.090.11 0.080.100.13 010013016 012016020 0.14-0.200.26
(<45HRC)
Hardened Steel 4 5, 5, 0.04-0.06-0.08 = 0.05-0.08-0.10 = 0.06-0.10-0.13 | 0.08-0.12-0.15 = 0.09-0.14-0.16
(45.55HRC)
atdanad Sl g 0.03-0.05-0.07 = 0.03-0.06-0.08  0.04-0.08-0.12 | 0.06-0.10-0.13  0.08-0.12-0.15
(55-60HRC)
Cutting Speed Feed Rate
Vc (m/min) fn (mm/rev)
Workpiece
u ®12 ®14 16 _ _
Alloy Steel, Tool
n Steel 80-60-30 0.22-0.30-0.37 | 0.26-0.35-0.41 = 0.28-0.37-0.44 _ _
(35-48HRC)
Gray Cast Iron,
Ductile Cast 100-80-60 | 0.25-0.33-0.45 = 0.28-0.36-0.48  0.30-0.40-0.50 _ _
Iron (<28HRC)
Cast Iron Alloy,
Ductile Cast 100-80-60 | 0.22-0.30-0.42 = 0.24-0.33-0.45 = 0.25-0.35-0.48 _ _
Iron (<28HRC)
High Cast Iron
Al Duells 90-70-60 0.16-0.22-0.28 = 0.18-0.24-0.30 = 0.20-0.26-0.32 _ _
Cast Iron
(<45HRC)
Hardened Steel
m (45.55HRC) 40-30-20 0.10-0.15-0.17 | 0.10-0.16-0.20 = 0.10-0.16-0.20 _ _
Hardened Steel
R 30-20-15 0.09-0.13-0.16 = 0.10-0.14-0.17 = 0.10-0.14-0.17 _ _

[Note]

1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid
4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with
the processing's actual working conditions.
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Recommended Machining Parameters
D101/D102/D103 NC Centre Drills

Feed Rate

Cutting Speed
i fn (mm/rev)

Ve (m/min)

Workpiece

o4

6

®8

®10

Low-Carbon
Steels, Long
Chippin
(<125HB

130-100-60

0.12-0.15-0.18

0.14-0.17-0.20

0.16-0.20-0.26

0.18-0.24-0.3

Low-Carbon
Steels, Short
Chipping,
Free-cutting
Steels
(<125HB)

120-100-60

0.10-0.14-0.18

0.14-0.16-0.20

0.16-0.20-0.24

0.18-0.24-0.3

High Carbon
teel and
Medium Carbon

Stee
(<25HRC)

110-80-60

0.10-0.13-0.16

0.12-0.15-0.18

0.14-0.18-0.22

0.16-0.20-0.24

Alloy Steel, Tool
Steel
(<35HRC)

110-80-60

0.10-0.13-0.16

0.12-0.15-0.18

0.14-0.18-0.22

0.16-0.20-0.24

Alloy Steel, Tool
Steel
(35-48HRC)

100-80-60

0.10-0.12-0.16

0.12-0.14-0.18

0.14-0.16-0.20

0.16-0.20-0.24

PH , Ferritic
and Martensitic
Steel
(<35HRC)

100-80-60

0.10-0.12-0.16

0.12-0.14-0.18

0.14-0.16-0.20

0.16-0.20-0.24

Gray Cast Iron,
(<32HRQ)

140-120-60

0.12-0.20-0.26

0.17-0.26-0.32

0.20-0.32-0.40

0.25-0.30-0.36

Cast Iron Alloy
with Medium
Process,
Ductile Cast
Iron (<28HRC)

130-105-60

0.12-0.18-0.24

0.15-0.20-0.27

0.17-0.22-0.30

0.20-0.26-0.32

Hard to Process
High Alloy Cast
Iron, Ductile
Cast Iron
(<45HRC)

120-90-60

0.10-0.16-0.22

0.10-0.13-0.16

0.13-0.17-0.21

0.15-0.20-0.26

Forged
Aluminium
Alloy (Si<12%)

150-120-60

0.12-0.20-0.26

0.17-0.26-0.32

0.20-0.32-0.40

0.25-0.30-0.36

Casted
Aluminium
Alloy (Si<12%)

150-120-60

0.12-0.18-0.24

0.15-0.20-0.27

0.17-0.22-0.30

0.20-0.26-0.32

Casted
Aluminium
Alloy(Si>12%)

150-120-60

0.10-0.13-0.16

0.12-0.15-0.18

0.14-0.18-0.22

0.16-0.20-0.24

Copper, Copper
Alloy
(<200HB)

150-120-60

0.10-0.12-0.16

0.12-0.14-0.18

0.14-0.16-0.20

0.16-0.20-0.24

[Note]

1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid

4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with

the processing's actual working conditions.

GESAC _ 103




HOLEMAKING TOOLS | Solid Carbide Drill

Recommended Machining Parameters
D101/D102/D103 NC Centre Drills

Feed Rate

Cutting Speed
i fn (mm/rev)

Vc (m/min)

Workpiece

®12

P14

®16

®20

Low Carbon
Steel, Long
Chipping
(<125HB)

130-100-60

0.20-0.26-0.32

0.24-0.30-0.35

0.28-0.34-0.4

0.32-0.38-0.45

Low Carbon
Steel, Short
Chipping,

Free-cutting

Steels
(<125HB)

120-100-60

0.20-0.26-0.32

0.24-0.28-0.34

0.28-0.34-0.4

0.32-0.38-0.45

High Carbon
teel and
Medium Carbon

Steel
(<25HRC)

110-80-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

Alloy Steel, Tool
Steel
(<35HRC)

110-80-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

Alloy Steel, Tool
Steel
(35-48HRC)

100-80-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

PH , Ferritic
and Martensitic
Steel
(<35HRC)

100-80-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

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

140-120-60

0.26-0.32-0.38

0.28-0.32-0.40

0.30-0.36-0.42

0.32-0.38-0.44

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

130-105-60

0.22-0.28-0.34

0.24-0.30-0.36

0.26-0.32-0.38

0.30-0.36-0.42

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

120-90-60

0.17-0.22-0.28

0.19-0.26-0.31

0.20-0.27-0.33

0.28-0.29-0.35

Forged
Aluminium
Alloy (Si<12%)

150-120-60

0.26-0.32-0.38

0.28-0.32-0.40

0.30-0.36-0.42

0.32-0.38-0.44

Casted
Aluminium
Alloy (Si<12%)

150-120-60

0.22-0.28-0.34

0.24-0.30-0.36

0.26-0.32-0.38

0.30-0.36-0.42

Casted
Aluminium
Alloy(Si>12%)

150-120-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

Copper, Copper
Allo
(<200HB)

150-120-60

0.18-0.24-0.30

0.20-0.26-0.30

0.22-0.28-0.32

0.26-0.32-0.40

[Note]

1. Please use the machine with high rigidity. It is recommended to use hydraulic, thermal expansion and strong holders with spring chucks
2. Make sure total indicated run-out(TIR) is less than 0.02mm
3. The recommended cutting condition is suitable for water-soluble cutting fluid

4. If the tool size is not listed in the table, please choose the tool size that is closest to it and adjust the cutting parameters in accordance with

the processing's actual working conditions.
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Overview of Drill Grades

Grade

Color

Coating composition

Features

GM3225

Purple gray

« High Co fine grain carbide substrate with the newly
upgraded AITiN coating, provides excellent wear resistance
and collapse resistance, can be used for a variety of cutting
speeds and feed machining.

« Applicable to steel, stainless steel, cast iron general
processing.

GM3220

Bronze

« New double nanostructure PVD coating, with high Co
subfine crystalline hard alloy substrate,improve wear
resistance and red hardness.

« Suitable for continuous - slight discontinuous - medium
discontinuous conditions, stainless steel, mild steel low
speed processing.

GA4230

Fuchsia

« PVD TiAN coating combined with high damage resistance
of the hard alloy substrate, has excellent heat resistance
and crack resistance, to achieve stable processing under
different working conditions.

GS4130

Purple gray

« The latest nano TiAIN coating with high toughness micro-
grained carbide substrate, achieve good wear resistance
and toughness.

«Suitable for unstable steel conditions and difficult to
process materials.

GPDT115

Purple gray

« High strength and toughness of subfine crystalline
carbide substrate with a new nano composite multilayer
PVD coating, bringing excellent wear resistance and red
hardness. Special surface treatment can effectively inhibit
the formation of debris nodules.

« Suitable for medium and low speed processing of steel.
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GUMD Modular Drill

Introduction

High strength drill point

-Reliable locking
-The head is easy to replace

-Reliable locking

X Double helix inner coolant drill body
-The head is easy to replace

-Smooth chip evacuation and adequate
cooling conditions performance

New material }

Cutting fluid discharge per unit time

+15%

-Long life and stable
under processing
toughness steel

Double \is Straight

helix water holes
Scope of application
Drill diameter ®10 ~ $21.9 Insert Type Material Cutting Material
Standard interval 0.1mm
Non-standard size can be customized
P M K
Drill Diameter
= 3D&5D o
GM3225 Abrasion O O
Resistance
) PKM
Cutting Accuracy
9~ ITLL GPDT115 ©
Toughness
*« GM3225
Drill Accuracy Suitable for general materials, excellent performance in
K7 working conditions with high wear resistance requirements

« New grade GPD7115
Have excellent performance in processing toughness steel
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GUMD Drill Holders Identification System

GUMD-210-3D-F-25-5S

L (©) L ©) @ch Eeh Ech Ec»

@Drill Type (®Length diameter ratio ®Shank diameter

GUMD Modular Drill 3D The effective 25 $25.0mm

drilling depth is 3D

@The minimum diameter of the tool .
head in which it can be installed OFimil e Gl arellingnude
. Double helix internal
ini ; F Flange-flat side fixture
The minimum diameter g S cooling

of the tool head in
which it can be installed
®21.0mm

210
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GUMD Drill Heads Identification System
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GUMD -210-PKM - GM3225

L (©)

@Drill Type

GUMD

Modular Drill

L ©)

L ©)

L ©)

(3®Geometry

PKM

This geometry is suitable for
machining PKM material

@Insert Diameter

210

The diameter of
the cutter head is
®21.0mm

@Grade

GM3225
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GUMD Drill Head

11

PL

Ordering Code DIT“?:‘%IO” Coating Grade Adaptor
DC(k7)  PL GM3225  GPD7115
GUMD100-PKM 10.0 1.82 ° °
GUMD101-PKM 10.1 1.84 ° °
GUMD102-PKM 10.2 1.86 ° ° VR pgi
GUMD103-PKM 10.3 1.87 ° °
GUMD104-PKM 10.4 1.89 ° °
GUMD105-PKM 10.5 1.91 ° °
GUMD106-PKM 10.6 1.93 ° °
GUMD107-PKM 10.7 1.95 ° ° VPR
GUMD108-PKM 10.8 1.97 ° °
GUMD109-PKM 10.9 1.98 ° °
GUMD110-PKM 11.0 2.00 ° °
GUMD111-PKM 111 2.02 ° °
GUMD112-PKM 11.2 2.04 ° ° SUND I e
GUMD113-PKM 11.3 2.06 ° °
GUMD114-PKM 11.4 2.07 ° °
GUMD115-PKM 115 2.09 ° °
GUMD116-PKM 116 2.11 ° °
GUMD117-PKM 1.7 2.13 o o Moo es
GUMD118-PKM 11.8 2.15 o o
GUMD119-PKM 11.9 2.17 ° °
@ Stock O Available upon Order Note: Customized diameter available Unit(mm)

DC Tolerance (k7)

+0.001
+0.016

+0.001
10<DC<18 +0.019

+0.002
+0.023

DC=10

18<DC<21.9

Workpiece Material

P M K

123 4 5 123 12 3
Carbon Steel Alloy Steel Alloy Steel/Tool Steel | Stainless Steel D%rcat){lg?isatsltr?rg’n High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 O ©) ©) O © ©)
GPD7115 O O
© Most Suitable () Suitable Recommended Cutting Data 3 P137
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GUMD Drill Head

11

PL

Ordering Code DIT“ﬁrr]‘f)lon Coating Grade Adaptor
DC(k7)  PL GM3225  GPD7115
GUMD120-PKM 12.0 2.18 ° o
GUMD121-PKM 12.1 2.20 ° 3
GUMD122-PKM 12.2 2.22 ° o RN Epagi
GUMD123-PKM 123 2.24 ° o
GUMD124-PKM 124 2.26 o o
GUMD125-PKM 125 2.27 ° 3
GUMD126-PKM 12.6 2.29 ° o
GUMD127-PKM 12.7 231 o o Ve Ry
GUMD128-PKM 12.8 2.33 ° o
GUMD129-PKM 12.9 2.35 o o
GUMD130-PKM 13.0 2.37 ° 3
GUMD131-PKM 13.1 2.38 ° 3
GUMD132-PKM 13.2 2.40 ° o SUMD 33D
GUMD133-PKM 13.3 242 o o
GUMD134-PKM 134 2.44 o o
GUMD135-PKM 135 2.46 ° 3
GUMD136-PKM 13.6 247 o o
GUMD137-PKM 13.7 2.49 ° o IV
GUMD138-PKM 13.8 2.51 o 3
GUMD139-PKM 13.9 2.53 o o
@ Stock O Available upon Order Note: Customized diameter available Unit(mm)

DC Tolerance (k7)

+0.001
+0.016

+0.001
10<DC<18 +0.019

+0.002
+0.023

DC=10

18<DC<21.9

Workpiece Material

P M K

123 4 5 123 12 3
Carbon Steel Alloy Steel Alloy Steel/Tool Steel | Stainless Steel Ngéau){aﬁ'acsgéﬁpén High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 O ©) ©) O ©) ©
GPD7115 O O
©) Most Suitable (O Suitable Recommended Cutting Data 3 P137
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GUMD Drill Head

i wa’c
NN

PL

Ordering Code DIT”?‘%IO“ Coating Grade Adaptor
DC (k) PL GM3225 GPD7115
GUMD140-PKM 14.0 2.55 [ ] [ ]
GUMD141-PKM 141 2.57 [ [
GUMD142-PKM 14.2 2.58 ° ° Do
GUMD143-PKM 143 2.60 O (@)
GUMD144-PKM 14.4 2.62 o (@]
GUMD145-PKM 14.5 2.64 ([ ] ([ ]
GUMD146-PKM 14.6 2.66 [ ] [ ]
GUMD147-PKM 14.7 2.68 o o VSR
GUMD148-PKM 14.8 2.69 [ [
GUMD149-PKM 14.9 2.71 @) @)
GUMD150-PKM 15.0 2.73 ([ ] [ ]
GUMD151-PKM 15.1 2.75 ([ ] (]
GUMD152-PKM 15.2 2.77 [ ] [ ]
GUMD153-PKM 15.3 2.78 ([ ] (]
GUMD154-PKM 15.4 2.80 o o GUMD-150-3D-F20S
GUMD155-PKM 15.5 2.82 ° ° GUMD-150-5D-F20S
GUMD156-PKM 15.6 2.84 O @)
GUMD157-PKM 15.7 2.86 (@) (@)
GUMD158-PKM 15.8 2.88 ([ ] [ J
GUMD159-PKM 15.9 2.89 (@) @)
@ Stock O Available upon Order Note: Customized diameter available Unit(mm)
DC Tolerance (k7)
o0 3
o<pc<is 19900
18<pc<219 10902
Workpiece Material
P M 3
123 4 5 123 12 3
Carbon Steel Alloy Steel Alloy Steel/Tool Steel | Stainless Steel Ngéiylaﬁ'acsgéﬁpén High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 O ©) ©) O (©) ©)
GPD7115 ©) o
© Most Suitable O Suitable Recommended Cutting Data  P137
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Ordering Code DIT”e‘r'!:)Ion Coating Grade Adaptor
DC(k7)  PL GM3225  GPD7115
GUMD160-PKM 16.0 291 ° °
GUMD161-PKM 16.1 2.93 ° °
GUMD162-PKM 16.2 2.95 ° °
GUMD163-PKM 16.3 2.97 @) o)
GUMD164-PKM 16.4 2.98 O O GUMD-160-3D-F20S
GUMD165-PKM 16.5 3.00 ° ° GUMD-160-5D-F20S
GUMD166-PKM 16.6 3.02 o o)
GUMD167-PKM 16.7 3.04 @) o
GUMD168-PKM 16.8 3.06 ° °
GUMD169-PKM 16.9 3.08 @) o
GUMD170-PKM 17.0 3.09 ° °
GUMD171-PKM 17.1 3.11 ° °
GUMD172-PKM 17.2 3.13 ° °
GUMD173-PKM 17.3 3.15 o) o)
GUMD174-PKM 17.4 3.17 o o GUMD-170-3D-F20S
GUMD175-PKM 17.5 3.18 ° ° GUMD-170-5D-F20S
GUMD176-PKM 17.6 3.20 o °
GUMD177-PKM 17.7 3.22 o) o)
GUMD178-PKM 17.8 3.24 ° °
GUMD179-PKM 17.9 3.26 o) o)

@ Stock O Available upon Order

Note: Customized diameter available

Workpiece Material

Unit(mm)

DC Tolerance (k7)
o0 39
o<pc<is 19901
18<pc<219 10002

M

123 4 5 123 12 3
Carbon Steel Alloy Steel Alloy Steel/Tool Steel  Stainless Steel Ngéﬁ;acsgéﬁpén High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 O ©) © O ©) ©
GPDT7115 @) O
©) Most Suitable (O Suitable Recommended Cutting Data 3 P137
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GUMD Drill Head

NN

PL

Ordering Code DIT”‘e‘r'!:)Ion Coating Grade Adaptor
DC(k7)  PL GM3225  GPD7115
GUMD180-PKM 18.0 3.28 ° °
GUMD181-PKM 18.1 3.29 [ )
GUMD182-PKM 18.2 3.31 ° °
GUMD183-PKM 18.3 3.33 @) (@)
GUMD184-PKM 18.4 3.35 ©) O GUMD-180-3D-F25S
GUMD185-PKM 18.5 3.37 ° ° GUMD-180-5D-F255
GUMD186-PKM 18.6 3.38 O @)
GUMD187-PKM 18.7 3.40 @) @)
GUMD188-PKM 18.8 3.42 ° )
GUMD189-PKM 18.9 3.44 ) @)
GUMD190-PKM 19.0 3.46 ° )
GUMD191-PKM 19.1 3.48 [ )
GUMD192-PKM 19.2 3.49 ° )
GUMD193-PKM 19.3 3.51 o O
GUMD194-PKM 19.4 3.53 (@) (@) GUMD-190-3D-F25S
GUMD195-PKM 19.5 3.55 ° ° GUMD-190-5D-F255
GUMD196-PKM 19.6 3.57 O @)
GUMD197-PKM 19.7 3.59 @) @)
GUMD198-PKM 19.8 3.60 ° )
GUMD199-PKM 19.9 3.62 o @)
@ Stock O Available upon Order Note: Customized diameter available Unit(mm)
DC Tolerance (k7)
on )
lo<pc<ig 19901
18<pc<219 10902
Workpiece Material
P M K
123 4 5 123 12 3
Carbon Steel Alloy Steel Alloy Steel/Tool Steel | Stainless Steel Ngéiylaﬁ'acsgéﬁpén High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 O © ©) O (©) ©
GPD7115 ©) o
© Most Suitable O Suitable Recommended Cutting Data  P137
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GUMD Drill Head

O "
140°

NN

PL

Indexable Drill |

HOLEMAKING TOOLS

Ordering Code DITnir’]:)Ion Coating Grade Adaptor
DC (k7) \ PL GM3225 GPDT7115
GUMD200-PKM 20.0 3.64 ° °
GUMD201-PKM 20.1 3.66 o) o)
GUMD202-PKM 20.2 3.68 ° °
GUMD203-PKM 20.3 3.69 ° °
GUMD204-PKM 20.4 3.71 [} [} GUMD-200-3D-F25S
GUMD205-PKM 20.5 3.73 ° ° GUMD-200-5D-F25S
GUMD206-PKM 20.6 3.75 ° °
GUMD207-PKM 20.7 3.77 ° °
GUMD208-PKM 20.8 3.79 ° °
GUMD209-PKM 20.9 3.80 ° °
GUMD210-PKM 21.0 3.82 ° °
GUMD211-PKM 21.1 3.84 o) o)
GUMD212-PKM 21.2 3.86 o) o)
GUMD213-PKM 21.3 3.88 ° °
GUMD214-PKM 21.4 3.89 o) o) GUMD-210-3D-F25S
GUMD215-PKM 21.5 3.91 ° ° GUMD-210-5D-F25S
GUMD216-PKM 21.6 3.93 o) o)
GUMD217-PKM 21.7 3.95 o) o)
GUMD218-PKM 21.8 3.97 o) o)
GUMD219-PKM 21.9 3.99 o) o)

@ Stock O Available upon Order

Note: Customized diameter available

Workpiece Material

Unit(mm)

DC Tolerance (k7)
o0 39
o<pc<is 19901
18<pc<219 10002

M

123 4 5 123 12 3
Carbon Steel Alloy Steel Alloy Steel/Tool Steel  Stainless Steel Ngéﬁ;acsgéﬁpén High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 O ©) © O ©) ©
GPDT7115 @) O
©) Most Suitable (O Suitable Recommended Cutting Data 3 P137
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GUMD Drill Holder-3D

DF
o

I
Iy
<

oc |
P
=

|
if
’%

LS LPR
OAL

Dir?rﬁ?:)ion Weish Suitable Drill Head
Ordering Code DMM (Ie('(g;) t Stock .
(h6) DF LS LU LPR OAL ‘ DCmin  DC max
GUMD-100-3D-F16S 16 20 48 33 48 96 0.09 e 10.0 10.4
GUMD-105-3D-F16S 16 20 48 34.5 49.5 97.5 010 e 10.5 10.9
GUMD-110-3D-F16S 16 20 48 36 51 99 010 e 11.0 114
GUMD-115-3D-F16S 16 20 48 37.5 52.5 1005 0.10 e 11.5 11.9
GUMD-120-3D-F16S 16 20 48 39 54 102 010 e 12.0 12.4
GUMD-125-3D-F16S 16 20 48 40.5 55.5 1035 010 e 12.5 12.9
GUMD-130-3D-F16S 16 20 48 42 57 105 011 e 13.0 134
GUMD-135-3D-F16S 16 20 48 43.5 58.5 1065 011 e 135 13.9
GUMD-140-3D-F16S 16 20 48 45 60 108 011 e 14.0 14.4
GUMD-145-3D-F16S 16 20 48 46.5 61.5 1095 011 e 14.5 14.9
GUMD-150-3D-F20S 20 25 50 50 67 117 018 @ 15.0 15.9
GUMD-160-3D-F20S 20 25 50 53 70 120 018 @ 16.0 16.9
GUMD-170-3D-F20S 20 25 50 56 73 123 019 e 17.0 17.9
GUMD-180-3D-F25S 25 32 56 62 86 142 034 @ 18.0 18.9
GUMD-190-3D-F25S 25 32 56 65 89 145 035 @ 19.0 19.9
GUMD-200-3D-F25S 25 32 56 68 92 148 036 @ 20.0 20.9
GUMD-210-3D-F25S 25 32 56 71 95 151 037 @ 21.0 21.9
@ Stock O Available upon Order Unit(mm)
DMM Tolerance (h6)
16 So1
2 %013
2 So13
Spare Parts
Screw Flag-shaped Wrench Keygshapediirench(can
Drill Body order separately)
Ordering Code Diagram Ordering Code Diagram Ordering Code Diagram Tg ;gcuee
GUMD-100~120 = PSCCM022038B PTTO6IPB PTIO6KB 0.6
GUMD-125~150 = PSCCMO025046B PTTO7IPB PTIOTKB 0.9
GUMD-160~190 = PSCCM030058B PTTO8IPB " PTIOSKB 11
GUMD-200~210 = PSCCMO035072B PTTO9IPB PTIO9KB 1.3
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GUMD Drill Holder-5D

DF
DMM
|

e @ N T

DC

Dimne;rrlnsion e Suitable Drill Head
Ordering Code DMM (ﬂé;ﬂ Stock .
(h6) DF LS LU LPR OAL DCmin  DC max
GUMD-100-5D-F16S 16 20 48 53 68 116 010 e 10.0 10.4
GUMD-105-5D-F16S 16 20 48 55.5 70.5 118.5 010 e 10.5 10.9
GUMD-110-5D-F16S 16 20 48 58 73 121 011 e 11.0 11.4
GUMD-115-5D-F16S 16 20 48 60.5 1585 1235 011 e 11.5 11.9
GUMD-120-5D-F16S 16 20 48 63 78 126 011 e 12.0 12.4
GUMD-125-5D-F16S 16 20 48 65.5 80.5 128.5 012 e 12.5 12.9
GUMD-130-5D-F16S 16 20 48 68 83 131 012 e 13.0 134
GUMD-135-5D-F16S 16 20 48 70.5 85.5 1335 013 @ 13.5 13.9
GUMD-140-5D-F16S 16 20 48 73 88 136 013 e 14.0 14.4
GUMD-145-5D-F16S 16 20 48 75.5 90.5 138.5 013 e 14.5 14.9
GUMD-150-5D-F20S 20 25 50 83 100 150 020 @ 15.0 15.9
GUMD-160-5D-F20S 20 25 50 88 105 155 021 @ 16.0 16.9
GUMD-170-5D-F20S 20 25 50 93 110 160 023 @ 17.0 17.9
GUMD-180-5D-F25S 25 32 56 100 124 180 038 @ 18.0 18.9
GUMD-190-5D-F25S 25 32 56 105 129 185 040 @ 19.0 19.9
GUMD-200-5D-F25S 25 32 56 110 134 190 041 @ 20.0 20.9
GUMD-210-5D-F25S 25 32 56 115 139 195 044 @ 21.0 21.9
@ Stock O Available upon Order Unit(mm)
DMM Tolerance (h6)
16 D1
20 D013
2 So13
Spare Parts
Screw Flag-shaped Wrench keygshapediienchican
Drill Body order separately)
Ordering Code Diagram Ordering Code Diagram Ordering Code Diagram nggcuee
GUMD-100~120 = PSCCM022038B PTTO6IPB PTIO6KB 0.6
GUMD-125~150 | PSCCM025046B PTTO7IPB PTIOTKB 0.9
GUMD-160~190 = PSCCM030058B PTTO8IPB > PTIO8KB 11
GUMD-200~210 | PSCCM035072B PTTO9IPB PTIOOKB 13
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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 insert can
be used asinside
or outside insert

® Convenient for tool

management » «——— Local wide cutting edge

and small rake angle

® Having better anti-fracture

GHDS Drill Body

Internal coolant outlet directly
Optimized Inner and outer inject insert rake surface

insert structure design ——Cooling and chip removal more
— Balanced inner and outer sufficient, Intensified outer insert seat
cutting edge force, result in

better stability

— Optimized flute design
——Chip remove is more smoothly,better
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
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Indexable Drill Body Identification System

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

@D Ech Ech EoP 'Ech Eeh 2

DTool Type (®Aspect Ratio ®Shank Dia. @Cutting edge length
GHD  Indexable Drills 3D 3D 25 ®25.0mm 06 C}‘gﬁié‘tifgge

@Dia. of drill @Shank type ®Insert series ®Internal coolant mode
210 ®21.0mm FC Flange-Flat Q Q series S i%ggr%laﬁ_ tc‘gli)sltaler?t

Drilling Insert Identification System

Q P M G 06 02 04-DP-GA4230

L ©1©]160]0]16016040J40/

L ©)

®Shape 3Tolerance @Cuttlr;%"idbgoel Length ®Chipbreaker Symbol
Indicates the cutting

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

GESAC _ 119




HOLEMAKING TOOLS | Indexable Drill

GHDS-2D

GHDS-2D Indexable Drills

] S ©
5 2 ~SSEE= S 8
LU
LS LPR
OAL
‘ Dimension (mm) ; ‘ ‘
Dia. Drilling body Wle(l(g;ht Stock Insert
‘ DC‘DMM‘DF‘LS‘LU‘LPR‘OAL()‘ ‘

14 GHD-140-2D-FC20-Q04S 14 20 25 50 31 44 94 0.16 [
14.5 GHD-145-2D-FC20-Q04S 14.5 20 25 50 33 46 96 0.16 [ J
QPMG040204
15 GHD-150-2D-FC20-Q04S 15 20 25 50 35 47 97 0.16 [
15.5 GHD-155-2D-FC20-Q04S 15.5 20 25 50 37 49 99 0.17 [
16 GHD-160-2D-FC20-Q05S 16 20 25 50 37 51 101 0.17 [ J
16.5 GHD-165-2D-FC20-Q05S 16.5 20 25 50 38 52 102 0.17 [
17 GHD-170-2D-FC25-Q05S 17 25 32 56 38 53 109 0.28 [
QPMG050204
17.5 GHD-175-2D-FC25-Q05S 17.5 25 32 56 39 55 111 0.29 [
18 GHD-180-2D-FC25-Q05S 18 25 32 56 41 56 112 0.29 [
18.5 GHD-185-2D-FC25-Q05S 18.5 25 32 56 42 57 113 0.29 [
19 GHD-190-2D-FC25-Q06S 19 25 32 56 42 58 114 0.30 [
19.5 GHD-195-2D-FC25-Q06S 19.5 25 32 56 44 60 116 0.30 [ J
20 GHD-200-2D-FC25-Q06S 20 25 32 56 44 61 117 0.31 [
20.5 GHD-205-2D-FC25-Q06S 20.5 25 32 56 45 62 118 0.32 [ J
QPMG060204
21 GHD-210-2D-FC25-Q06S 21 25 32 56 47 64 120 0.32 [ J
21.5 GHD-215-2D-FC25-Q06S 21.5 25 32 56 48 65 121 0.32 [
22 GHD-220-2D-FC25-Q06S 22 25 32 56 49 66 122 0.32 [ J
22.5 GHD-225-2D-FC25-Q06S 22.5 25 32 56 51 68 124 0.33 [ J
23 GHD-230-2D-FC25-Q07S 23 25 32 56 50 69 125 0.34 [ J
23.5 GHD-235-2D-FC25-Q07S 23.5 25 32 56 51 70 126 0.35 [ J
24 GHD-240-2D-FC25-Q07S 24 25 32 56 53 71 127 0.35 [ J
24.5 GHD-245-2D-FC25-Q07S 24.5 25 32 56 55 73 129 0.36 [
25 GHD-250-2D-FC25-Q07S 25 25 32 56 54 74 130 0.37 [ QPMGO7T306
25.5 GHD-255-2D-FC32-Q07S 25.5 32 40 60 55 76 136 0.58 [ J
26 GHD-260-2D-FC32-Q07S 26 32 40 60 56 7 137 0.58 [
26.5 GHD-265-2D-FC32-Q07S 26.5 32 40 60 58 78 138 0.59 [ J
27 GHD-270-2D-FC32-Q07S 27 32 40 60 59 79 139 0.60 [
@ Stock O Available upon Order Unit(mm)
Nominal Size Range 2D-3D 4D-5D
14-30 0.1/+0.25 -0.13/+0.28
30-40 -0.1/+0.28 -0.15/+0.3
40-48 0.1/03 0.17/+0.32
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GHDS-2D

GHDS-2D Indexable Drills

DC

DF
DMM

LS LPR

OAL

_ ‘ » Dimension (mm) Wei ht‘
Dia. ‘ Drilling body - ‘DMM‘ e ‘ LS ‘ LU ‘ LPR ‘ OAL (fklé)‘

Stock Insert

27.5 GHD-275-2D-FC32-Q09S 27.5 32 40 60 61 81 141 0.59 (]
28 GHD-280-2D-FC32-Q09S 28 32 40 60 60 82 142 0.61 (]
28.5 GHD-285-2D-FC32-Q09S 28.5 32 40 60 62 83 143 0.62 (]
29 GHD-290-2D-FC32-Q09S 29 32 40 60 63 84 144 0.63 (]
29.5 GHD-295-2D-FC32-Q09S 29.5 32 40 60 65 86 146 0.64 ®
30 GHD-300-2D-FC32-Q09S 30 32 40 60 65 87 147 0.64 ([ ]
30.5 GHD-305-2D-FC32-Q09S 30.5 32 40 60 68 89 149 0.66 [ J QPHMGO9T308
31 GHD-310-2D-FC40-Q09S 31 40 48 70 67 90 160 1.00 (]
315 GHD-315-2D-FC40-Q09S 315 40 48 70 68 91 161 1.01 [ J
32 GHD-320-2D-FC40-Q09S 32 40 48 70 70 92 162 1.02 ([ ]
325 GHD-325-2D-FC40-Q09S 325 40 48 70 72 94 164 1.04 (]
B GHD-330-2D-FC40-Q09S 33 40 48 70 71 95 165 1.05 (]
335 GHD-335-2D-FC40-Q11S 335 40 48 70 73 97 167 1.06 (]
34 GHD-340-2D-FC40-Q11S 34 40 48 70 75 98 168 1.07 (]
345 GHD-345-2D-FC40-Q11S 345 40 48 70 76 99 169 1.09 (]
35 GHD-350-2D-FC40-Q11S 35 40 48 70 78 101 171 111 ([ ]
355 GHD-355-2D-FC40-Q11S 355 40 48 70 79 102 172 1.12 [ J
36 GHD-360-2D-FC40-Q11S 36 40 48 70 78 104 174 1.14 ([ ]
36.5 GHD-365-2D-FC40-Q11S 36.5 40 48 70 80 105 175 1.15 (]
37 GHD-370-2D-FC40-Q11S 37 40 48 70 80 105 175 1.16 [ J QPMG110408
37.5 GHD-375-2D-FC40-Q11S 37.5 40 48 70 81 106 176 1.17 [ J
38 GHD-380-2D-FC40-Q11S 38 40 48 70 82 108 178 1.20 [}
38.5 GHD-385-2D-FC40-Q11S 385 40 48 70 84 109 179 1.22 (]
39 GHD-390-2D-FC40-Q11S 39 40 48 70 85 110 180 1.23 [}
39.5 GHD-395-2D-FC40-Q11S 39.5 40 48 70 85 112 182 1.25 ®
40 GHD-400-2D-FC40-Q11S 40 40 48 70 86 113 183 1.27 [ J
@ Stock O Available upon Order Unit(mm)
Nominal Size Range 203D 4D-5D
14-30 -0.1/+0.25 -0.13/+0.28
30-40 -0.1/+0.28 -0.15/+0.3
40-48 0.1/0.3 -0.17/+0.32
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GHDS-2D

GHDS-2D Indexable Drills

- ©
5 2 ~SSE==5Y 8
LU
Ls LPR
OAL
Dimension (mm) :
Dia. Drilling body Wlek'éht Stock‘ Insert
DC ‘ DMM ‘ DF ‘ LS ‘ LU ‘ LPR ‘ oaL (K6 ‘
40.5 GHD-405-2D-FC40-Q13S 40.5 40 48 70 89 115 185 1.91 [}
41 GHD-410-2D-FC40-Q13S 41 40 48 70 92 117 187 1.91 [}
41.5 GHD-415-2D-FC40-Q13S 41.5 40 48 70 94 118 188 1.91 O
42 GHD-420-2D-FC40-Q13S 42 40 48 70 92 119 189 1.91 [}
42.5 GHD-425-2D-FC40-Q13S 42.5 40 48 70 92 121 191 1.91 O
QPMG130408
43 GHD-430-2D-FC40-Q13S 43 40 48 70 94 122 192 1.91 [}
43.5 GHD-435-2D-FC40-Q13S 43.5 40 48 70 96 123 193 191 [
44 GHD-440-2D-FC40-Q13S 44 40 48 70 98 124 194 1.91 O
445 GHD-445-2D-FC40-Q13S 445 40 48 70 99 125 195 1.91 O
45 GHD-450-2D-FC40-Q13S 45 40 48 70 103 127 197 1.91 [}
45.5 GHD-455-2D-FC40-Q15S 455 40 48 70 97 128 198 1.79 [}
46 GHD-460-2D-FC40-Q15S 46 40 48 70 102 130 200 1.79 [}
46.5 GHD-465-2D-FC40-Q15S 46.5 40 48 70 100 131 201 1.79 O
QPMG150512
47 GHD-470-2D-FC40-Q15S 47 40 48 70 102 132 202 1.79 [}
47.5 GHD-475-2D-FC40-Q15S 47.5 40 48 70 106 133 203 1.79 O
48 GHD-480-2D-FC40-Q15S 48 40 48 70 110 135 205 1.79 [}
@ Stock O Available upon Order Unit(mm)
Nominal Size Range 2D-3D 4D-5D
14-30 -0.1/+0.25 -0.13/+0.28
30-40 -0.1/+0.28 -0.15/+0.3
40-48 -0.1/0.3 -0.17/+0.32
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GHDS-3D Indexable Drills

DF
DMM

DC

OAL

Dimension (mm)

Indexable Drill

|  HOLEMAKING TOOLS

Weight ‘

Dia. Drilling body bC ‘ DMM ‘ OF ‘ s ‘ w ‘ LPR ‘ onL (K9 Stock Insert
14  GHD-1403D-FC20-Q04S 14 20 25 50 45 58 108 016 @
145  GHD-145-3D-FC20-Q04S 145 20 25 50 47 60 110 017 ®
15  GHD.1503D-FC200045 15 20 25 50 50 62 112 o017 e o004
155  GHD-1553D-FC20-Q04S 155 20 25 50 52 64 114 018 @
16 GHD-160-3D-FC20-Q05S 16 20 25 50 51 66 116 018 @
165  GHD-1653D-FC20-Q05S 165 20 25 50 53 68 118 018 @
17 GHD-170-3D-FC25-Q05S 17 25 32 56 54 69 125 029 @
QPMG050204
175  GHD-1753D-FC25-Q05S 175 25 32 56 56 72 128 030 @
18 GHD-180-3D-FC25-Q05S 18 25 32 56 58 73 129 030 @
185  GHD-185-3D-FC25-Q05S 185 25 32 56 60 75 131 031 @
19 GHD-190-3D-FC25-Q06S 19 25 32 56 60 76 132 032 @
195  GHD-1953D-FC25-Q06S 195 25 32 56 62 79 135 033 @
20 GHD-200-3D-FC25-Q06S 20 25 32 56 64 81 137 034 @
205  GHD-2053D-FC25-Q06S 205 25 32 56 65 8 138 034 @
21 GHD2103D-FC25.Q06s 21 25 32 56 67 84 140 o034 @ o000
215  GHD-2153D-FC25-Q06S 215 25 32 56 69 8 142 035 @
22 GHD-220-3D-FC25-Q06S 22 25 32 56 69 87 143 035 @
225  GHD-2253D-FC25-Q06S 225 25 32 56 72 90 146 036 @
23 GHD-230-3D-FC25-Q07S 23 25 32 56 72 91 147 036 @
235  GHD2353D-FC25-Q07S 235 25 32 56 75 93 149 038 @
24 GHD-240-3D-FC25-Q07S 24 25 32 56 76 95 151 039 @
245  GHD-245-3D-FC25-Q07S 245 25 32 56 77 97 153 04l @
25  GHD-250-3D-FC25-Q07S 25 25 32 56 79 99 155 o041 e QPMGOTT306
255  GHD-255-3D-FC32-Q07S 255 32 40 60 80 100 160 062 @
26 GHD-260-3D-FC32-Q07S 26 32 40 60 8l 102 162 063 @
265  GHD-265-3D-FC32-Q07S 265 32 40 60 84 104 164 065 @
27 GHD-270-3D-FC32-Q07S 27 32 40 60 85 105 165 0.66 @
@ Stock O Available upon Order Unit(mm)

Nominal Size Range

2D-3D

4D-5D

14-30

-0.1/+0.25

-0.13/+0.28

30-40

0.1/+0.28

-0.15/+0.3

40-48

0.1/0.3

-0.17/+0.32
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GHDS-3D

GHDS-3D Indexable Drills

DF

DMM

B ==

Indexable Drill

LS LPR
OAL
Dia. Drilling body Pimension (mm) e ‘ Stock‘ Insert
DC ‘ DMM ‘ DF ‘ LS ‘ LU ‘ LPR ‘ oaL  (KG) ‘ ‘
27.5 GHD-275-3D-FC32-Q09S 27.5 32 40 60 88 108 168 0.68 [
28 GHD-280-3D-FC32-Q09S 28 32 40 60 87 109 169 0.69 [
28.5 GHD-285-3D-FC32-Q09S 28.5 32 40 60 90 111 171 0.69 [
29 GHD-290-3D-FC32-Q09S 29 32 40 60 91 112 172 0.71 [
29.5 GHD-295-3D-FC32-Q09S 29.5 32 40 60 93 115 175 0.72 [
30 GHD-300-3D-FC32-Q09S 30 32 40 60 95 117 177 0.73 [
30.5 GHD-305-3D-FC32-Q09S 30.5 32 40 60 97 118 178 0.74 [ QPMGO9T308
31 GHD-310-3D-FC40-Q09S 31 40 48 70 98 121 191 1.09 [ ]
315 GHD-315-3D-FC40-Q09S 315 40 48 70 98 122 192 1.11 [
32 GHD-320-3D-FC40-Q09S 32 40 48 70 101 124 194 1.12 [
325 GHD-325-3D-FC40-Q09S 325 40 48 70 103 126 196 1.14 [
33 GHD-330-3D-FC40-Q09S 33 40 48 70 104 128 198 1.16 [
335 GHD-335-3D-FC40-Q11S 335 40 48 70 106 130 200 1.15 [
34 GHD-340-3D-FC40-Q11S 34 40 48 70 108 131 201 1.17 [
34.5 GHD-345-3D-FC40-Q11S 34.5 40 48 70 109 134 204 1.22 [
35 GHD-350-3D-FC40-Q11S 35 40 48 70 112 135 205 1.24 [
35.5 GHD-355-3D-FC40-Q11S 35.5 40 48 70 114 137 207 1.26 [
36 GHD-360-3D-FC40-Q11S 36 40 48 70 113 139 209 1.27 [
36.5 GHD-365-3D-FC40-Q11S 36.5 40 48 70 116 141 211 1.30 [
37 GHD-370-3D-FC40-Q11S 37 40 48 70 117 142 212 131 [ QPMG110408
37.5 GHD-375-3D-FC40-Q11S 37.5 40 48 70 118 144 214 1.34 [
38 GHD-380-3D-FC40-Q11S 38 40 48 70 122 146 216 1.37 [
38.5 GHD-385-3D-FC40-Q11S 38.5 40 48 70 122 148 218 1.40 [
39 GHD-390-3D-FC40-Q11S 39 40 48 70 125 149 219 1.42 [
39.5 GHD-395-3D-FC40-Q11S 39.5 40 48 70 124 151 221 1.43 [
40 GHD-400-3D-FC40-Q11S 40 40 48 70 126 153 223 1.45 [
@ Stock O Available upon Order Unit(mm)
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Nominal Size Range

2D-3D

4D-5D

14-30

-0.1/+0.25

-0.13/+0.28

30-40

0.1/+0.28

-0.15/+0.3

40-48

-0.1/0.3

-0.17/+0.32




GHDS-3D

GHDS-3D Indexable Drills

DF
DMM

DC

OAL

Dimension (mm)

Indexable Drill

| HOLEMAKING TOOLS

Dia. Drilling body RSl Stock‘ Insert
DC ‘ DMM ‘ DF ‘ LS ‘ LU ‘ LPR ‘ oaL  (KG) ‘
40.5 GHD-405-3D-FC40-Q13S 40.5 40 48 70 126 155 225 1.91 [
41 GHD-410-3D-FC40-Q13S 41 40 48 70 129 157 227 1.91 [
41.5 GHD-415-3D-FC40-Q13S 41.5 40 48 70 132 156 226.1 191 [
42 GHD-420-3D-FC40-Q13S 42 40 48 70 133 160 230 1.91 [
42.5 GHD-425-3D-FC40-Q13S 42.5 40 48 70 133 162 232 191 [
43 GHD-430-3D-FC40-Q13S 43 40 48 70 135 164 234 1.91 [ QPNIGL30408
43.5 GHD-435-3D-FC40-Q13S 43.5 40 48 70 136 166 236 191 [ J
44 GHD-440-3D-FC40-Q13S 44 40 48 70 137 167 237 1.91 [ J
44.5 GHD-445-3D-FC40-Q13S 44.5 40 48 70 139 170 240 191 [
45 GHD-450-3D-FC40-Q13S 45 40 48 70 142 172 242 1.79 [
45.5 GHD-455-3D-FC40-Q15S 45.5 40 48 70 143 174 244 1.79 O
46 GHD-460-3D-FC40-Q15S 46 40 48 70 146 176 246 1.79 [ J
46.5 GHD-465-3D-FC40-Q15S 46.5 40 48 70 150 178 248 1.79 O
QPMG150512
47 GHD-470-3D-FC40-Q15S 47 40 48 70 152 179 249 1.79 @)
47.5 GHD-475-3D-FC40-Q15S 47.5 40 48 70 155 181 251 1.79 O
48 GHD-480-3D-FC40-Q15S 48 40 48 70 159 183 253 1.79 [
@ Stock O Available upon Order Unit(mm)

Nominal Size Range

2D-3D

4D-5D

14-30

-0.1/+0.25

-0.13/+0.28

30-40

-0.1/+0.28

-0.15/+0.3

40-48

0.1/0.3

-0.17/+0.32
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GHDS-4D

GHDS-4D Indexable Drills

DF
MM
|
|
|
|
I
|
|
i
VY
\/1
/
Vi
W
I
1K\
Ay
IR
O}
Loc |

LS LPR
OAL
Dia. ‘ Drilling body Pimension (mm) et ‘ Stock ‘ Insert
‘ DC ‘ DMM ‘ DF ‘ LS ‘ LU ‘ LPR ‘ oaL (K6 ‘ ‘
14 GHD-140-4D-FC20-Q04S 14 20 25 50 59 72 122 0.17 [ ]
14.5 GHD-145-4D-FC20-Q04S 14.5 20 25 50 63 75 125 0.18 [ ]
15 GHD-150-4D-FC20-Q04S 15 20 25 50 64 T 127 0.19 [ ] QPNIG040204
155 GHD-155-4D-FC20-Q04S 15.5 20 25 50 66 79 129 0.19 [ ]
16 GHD-160-4D-FC20-Q05S 16 20 25 50 67 82 132 0.19 [ ]
16.5 GHD-165-4D-FC20-Q05S 16.5 20 25 50 70 84 134 0.20 [ ]
17 GHD-170-4D-FC25-Q05S 17 25 32 56 71 86 142 0.31 [ ]
QPMG050204
17.5 GHD-175-4D-FC25-Q05S 17.5 25 32 56 4 89 145 0.22 [ ]
18 GHD-180-4D-FC25-Q05S 18 25 32 56 76 91 147 0.32 [ ]
18.5 GHD-185-4D-FC25-Q05S 18.5 25 32 56 78 93 149 0.33 [ ]
19 GHD-190-4D-FC25-Q06S 19 25 32 56 79 95 151 0.34 [ ]
19.5 GHD-195-4D-FC25-Q06S 19.5 25 32 56 83 99 155 0.35 [ ]
20 GHD-200-4D-FC25-Q06S 20 25 32 56 84 101 157 0.36 [ ]
20.5 GHD-205-4D-FC25-Q06S 20.5 25 32 56 87 103 159 0.37 [ ]
21 GHD-210-4D-FC25-Q06S 21 25 32 56 88 105 161 0.37 [ ] QPNIG060204
21.5 GHD-215-4D-FC25-Q06S 21.5 25 32 56 90 107 163 0.38 [ ]
22 GHD-220-4D-FC25-Q06S 22 25 32 56 92 109 165 0.39 [ ]
22.5 GHD-225-4D-FC25-Q06S 22.5 25 32 56 95 112 168 0.40 [ ]
23 GHD-230-4D-FC25-Q07S 23 25 32 56 99 114 170 0.39 [ ]
23.5 GHD-235-4D-FC25-Q07S 235 25 32 56 102 117 173 041 ()
24 GHD-240-4D-FC25-Q07S 24 25 32 56 101 119 175 0.44 [ ]
24.5 GHD-245-4D-FC25-Q07S 24.5 25 32 56 104 122 178 0.45 [ ]
25 GHD-250-4D-FC25-Q07S 25 25 32 56 104 124 180 0.47 [ ] QPMGO07T306
25.5 GHD-255-4D-FC32-Q07S 25.5 32 40 60 107 126 186 0.68 [
26 GHD-260-4D-FC32-Q07S 26 32 40 60 108 128 188 0.70 [ ]
26.5 GHD-265-4D-FC32-Q07S 26.5 32 40 60 110 130 190 0.71 [
27 GHD-270-4D-FC32-Q07S 27 32 40 60 112 132 192 0.74 [ ]
@ Stock O Available upon Order Unit(mm)

Nominal Size Range 2D-3D 4D-5D
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14-30

0.1/+0.25

-0.13/+0.28

30-40

-0.1/+0.28

-0.15/+0.3

40-48

-0.1/0.3

-0.17/+0.32




Indexable Drill | HOLEMAKING TOOLS

GHDS-4D

GHDS-4D Indexable Drills

s E T =0
LU
LS LPR
OAL
DI ‘ Drilling bod Dimension (mm) Weight‘s k‘ et
ia. ‘ ritling body DC ‘ DMM ‘ DF ‘ Ls ‘ LU ‘ LPR ‘ oAL  (KG) ‘ toc ‘ nse

27.5 GHD-275-4D-FC32-Q09S 27.5 32 40 60 113 135 195  0.75 (]
28 GHD-280-4D-FC32-Q09S 28 32 40 60 115 137 197  0.73 (]
28.5 GHD-285-4D-FC32-Q09S 285 32 40 60 118 139 199 076 @
29 GHD-290-4D-FC32-Q09S 29 32 40 60 120 141 201 0.79 ([ ]
29.5 GHD-295-4D-FC32-Q09S 29.5 32 40 60 123 144 204 081 ®
30 GHD-300-4D-FC32-Q09S 30 32 40 60 125 147 207 083 ( J
30.5 GHD-305-4D-FC32-Q09S 30.5 32 40 60 126 148 208  0.85 ®} QPMG09T308
31 GHD-310-4D-FC40-Q09S 31 40 48 70 129 152 222 119 ( J
315 GHD-315-4D-FC40-Q09S 315 40 48 70 131 154 224 121 O
32 GHD-320-4D-FC40-Q09S 32 40 48 70 134 156 226 123 ( J
325 GHD-325-4D-FC40-Q09S 325 40 48 70 137 159 229 1.25 (]
33 GHD-330-4D-FC40-Q09S 33 40 48 70 138 161 231 1.30 ( J
335 GHD-335-4D-FC40-Q11S 335 40 48 70 142 163 233 1.32 ([ ]
34 GHD-340-4D-FC40-Q11S 34 40 48 70 142 165 235 1.32 ( J
345 GHD-345-4D-FC40-Q11S 345 40 48 70 142 168 238 135 O
35 GHD-350-4D-FC40-Q11S 35 40 48 70 146 170 240 1.38 ( J
355 GHD-355-4D-FC40-Q11S 355 40 48 70 146 173 243 1.41 o
36 GHD-360-4D-FC40-Q11S 36 40 48 70 150 175 245 1.43 ( J
36.5 GHD-365-4D-FC40-Q11S 36.5 40 48 70 152 177 247 146 O
37 GHD-370-4D-FC40-Q11S 37 40 48 70 154 179 249 154 @ QPHG110408
375 GHD-375-4D-FC40-Q11S 37.5 40 48 70 158 182 252 1.57 ([ ]
38 GHD-380-4D-FC40-Q11S 38 40 48 70 157 184 254 159 ( J
385 GHD-385-4D-FC40-Q11S 385 40 48 70 160 186 256 1.62 ©}
39 GHD-390-4D-FC40-Q11S 39 40 48 70 165 188 258 166 @
39.5 GHD-395-4D-FC40-Q11S 39.5 40 48 70 166 191 261 1.70 [ ]
40 GHD-400-4D-FC40-Q11S 40 40 48 70 164 193 263 1.71 ( J
@ Stock O Available upon Order Unit(mm)
Nominal Size Range 203D 4D-5D
14-30 -0.1/+0.25 -0.13/+0.28
30-40 -0.1/+0.28 -0.15/+0.3
40-48 -0.1/0.3 -0.17/+0.32
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GHDS-4D

GHDS-4D Indexable Drills

Indexable Drill

,,,,,, -~ ——— _ — o] |
55 o — M ——=====-- ﬂ
LU
LS LPR
OAL
Dimension (mm) !
Dia. Drilling body W(f('é;‘t Stock Insert
DC  DMM DF LS LU PR OAL
40.5 GHD-405-4D-FC40-Q13S 40.5 40 48 70 167 195 265 191 O
41 GHD-410-4D-FC40-Q13S 41 40 48 70 169 198 268 1.91 O
41.5 GHD-415-4D-FC40-Q13S 41.5 40 48 70 171 200 270 191 O
42 GHD-420-4D-FC40-Q13S 42 40 48 70 174 202 272 1.91 O
QPMG130408
42.5 GHD-425-4D-FC40-Q13S 42.5 40 48 70 175 204 274 191 O
43 GHD-430-4D-FC40-Q13S 43 40 48 70 177 207 277 1.91 @)
43.5 GHD-435-4D-FC40-Q13S 43.5 40 48 70 179 209 279 191 O
44 GHD-440-4D-FC40-Q13S 44 40 48 70 181 211 281 1.91 [ ]
@ Stock O Available upon Order Unit(mm)
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Nominal Size Range

2D-3D

4D-5D

14-30

0.1/+0.25

-0.13/+0.28

30-40

-0.1/+0.28

-0.15/+0.3

40-48

0.1/03

-0.17/+0.32




Indexable Drill | HOLEMAKING TOOLS

GHDS-5D

GHDS-5D Indexable Drills

w2 F/———
a E T
LU
Ls LPR
OAL
Dimension (mm) ~
Dia. ‘ Drilling body W(?g;n ‘ Stock ‘ Insert
| DC  DMM DF LS LU LPR OAL | |
14 GHD-140-5D-FC20-Q04S 14 20 25 50 73 86 136 0.18 [ ]
14.5 GHD-145-5D-FC20-Q04S 14.5 20 25 50 7 90 140 0.19 [ J
QPMG040204
15 GHD-150-5D-FC20-Q04S 15 20 25 50 79 92 142 0.20 [}
15.5 GHD-155-5D-FC20-Q04S 15.5 20 25 50 81 95 145 0.20 [ ]
16 GHD-160-5D-FC20-Q05S 16 20 25 50 83 98 148 0.20 [}
16.5 GHD-165-5D-FC20-Q05S 16.5 20 25 50 87 101 151 0.21 [ ]
17 GHD-170-5D-FC25-Q05S 17 25 32 56 90 104 160 0.33 [}
QPMG050204
17.5 GHD-175-5D-FC25-Q05S 17.5 25 32 56 93 107 163 0.34 [ ]
18 GHD-180-5D-FC25-Q05S 18 25 32 56 94 109 165 0.34 [}
18.5 GHD-185-5D-FC25-Q05S 18.5 25 32 56 97 112 168 0.35 [ ]
19 GHD-190-5D-FC25-Q06S 19 25 32 56 99 114 170 0.36 [}
19.5 GHD-195-5D-FC25-Q06S 19.5 25 32 56 103 118 174 0.37 [ ]
20 GHD-200-5D-FC25-Q06S 20 25 32 56 104 121 177 0.39 [}
20.5 GHD-205-5D-FC25-Q06S 20.5 25 32 56 107 124 180 0.40 [}
QPMG060204
21 GHD-210-5D-FC25-Q06S 21 25 32 56 109 126 182 0.40 [}
215 GHD-215-5D-FC25-Q06S 215 25 32 56 112 129 185 0.41 [}
22 GHD-220-5D-FC25-Q06S 22 25 32 56 113 131 187 0.42 [ ]
22.5 GHD-225-5D-FC25-Q06S 22.5 25 32 56 116 134 190 0.43 [}
23 GHD-230-5D-FC32-Q07S 23 32 40 60 120 138 198 0.63 [}
235 GHD-235-5D-FC32-Q07S 235 32 40 60 122 140 200 0.64 [}
24 GHD-240-5D-FC32-Q07S 24 32 40 60 124 143 203 0.67 [ J
24.5 GHD-245-5D-FC32-Q07S 24.5 32 40 60 127 146 206 0.69 [}
25 GHD-250-5D-FC32-Q07S 25 32 40 60 129 149 209 0.71 [ J QPMGO7T306
25.5 GHD-255-5D-FC32-Q07S 25.5 32 40 60 133 153 213 0.73 [}
26 GHD-260-5D-FC32-Q07S 26 32 40 60 137 157 217 0.76 [ J
26.5 GHD-265-5D-FC32-Q07S 26.5 32 40 60 138 158 218 0.77 [}
27 GHD-270-5D-FC32-Q07S 27 32 40 60 139 159 219 0.81 [ J
@ Stock O Available upon Order Unit(mm)
Nominal Size Range 2D-3D 4D-5D
14-30 -0.1/+0.25 -0.13/+0.28
30-40 -0.1/+0.28 -0.15/+0.3
40-48 -0.1/0.3 -0.17/+0.32
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GHDS-5D

GHDS-5D Indexable Drills

53 EE—=——_
2 e
Ly
Ls LPR
OAL
Dia. ‘ Drilling body pimension (mm) el ‘ Stock ‘ Insert
‘ DC ‘ DMM ‘ DF ‘ LS ‘ LU ‘ LPR ‘ oAL (K& ‘ ‘

27.5 GHD-275-5D-FC32-Q09S 27.5 32 40 60 142 162 222 0.82 [ ]

28 GHD-280-5D-FC32-Q09S 28 32 40 60 143 165 225 0.81 [ ]

28.5 GHD-285-5D-FC32-Q09S 28.5 32 40 60 147 169 229 0.83 [

29 GHD-290-5D-FC32-Q09S 29 32 40 60 150 171 231 0.87 [ ]

29.5 GHD-295-5D-FC32-Q09S 29.5 32 40 60 153 174 234 0.89 [

30 GHD-300-5D-FC32-Q09S 30 32 40 60 155 177 237 0.90 [ ] QPMG09T308

30.5 GHD-305-5D-FC32-Q09S 30.5 32 40 60 158 180 240 0.93 [ ]

31 GHD-310-5D-FC40-Q09S 31 40 48 70 160 183 253 1.29 [ ]

315 GHD-315-5D-FC40-Q09S 315 40 48 70 163 186 256 1.31 [ ]

32 GHD-320-5D-FC40-Q09S 32 40 48 70 166 188 258 1.33 [ ]

325 GHD-325-5D-FC40-Q09S 325 40 48 70 170 192 262 1.37 [ ]

33 GHD-330-5D-FC40-Q09S 33 40 48 70 171 194 264 1.43 @)

335 GHD-335-5D-FC40-Q11S 335 40 48 70 175 199 269 1.43 O

34 GHD-340-5D-FC40-Q11S 34 40 48 70 176 199 269 1.55 [ ]

34.5 GHD-345-5D-FC40-Q11S 34.5 40 48 70 176 199 269 1.55 O

35 GHD-350-5D-FC40-Q11S 35 40 48 70 181 205 275 161 [ ]

35.5 GHD-355-5D-FC40-Q11S 35.5 40 48 70 182 205 275 1.61 O

36 GHD-360-5D-FC40-Q11S 36 40 48 70 186 211 281 1.66 [ ]

36.5 GHD-365-5D-FC40-Q11S 36.5 40 48 70 189 214 284 1.66 O

37 GHD-370-5D-FC40-Q11S 37 40 48 70 191 216 286 177 [ ] QPMG110408

37.5 GHD-375-5D-FC40-Q11S 37.5 40 48 70 195 220 290 177 O

38 GHD-380-5D-FC40-Q11S 38 40 48 70 195 222 292 1.82 [ J

38.5 GHD-385-5D-FC40-Q11S 38.5 40 48 70 198 225 295 1.82 O

39 GHD-390-5D-FC40-Q11S 39 40 48 70 204 227 297 1.89 [

39.5 GHD-395-5D-FC40-Q11S 39.5 40 48 70 207 233 303 1.89 O

40 GHD-400-5D-FC40-Q11S 40 40 48 70 204 233 303 191 [

@ Stock O Available upon Order Unit(mm)
Nominal Size Range 2D-3D 4D-5D

14-30 0.1/+0.25 -0.13/+0.28
30-40 -0.1/+0.28 -0.15/+0.3
40-48 -0.1/0.3 -0.17/+0.32
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QPMG

QPMG Insert

Indexable Drill |

HOLEMAKING TOOLS

Insert Type Grade Pimension (mm) Drilling Dia.
GA4230 GM3220 GS4130 I S RE DI
QPMG040204-DP [ O @) 4.7 2.3 0.4 2.2 ®14.0 ~ ®15.9
QPMG050204-DP (] ® (] 5.7 2.5 0.4 2.6 $16.0 ~ ©18.9
QPMG060204-DP [} ® [} 6.5 2.5 0.4 2.6 ®19.0 ~ ©22.5
QPMGO7T306-DP (] ® (] 7.94 35 0.6 2.85 $22.6 ~ ©27.0
QPMGO09T308-DP [ J O [} 9.7 3.97 0.8 35 ®27.1 ~ ®33.0
QPMG110408-DP ® O (] 115 4.76 0.8 4.4 ®33.1 ~ ©40.0
QPMG130408-DP [} [ [} 13.2 4.76 0.8 4.4 ®40.1 ~ ®45
QPMG150512-DP [ ] [ ] [ ] 15.2 5.2 1.2 5.5 ®45.1 ~ ®51
2322232% _UFrgl\,/(:::?nl lg;i(ife ol @ Stock O Available upon order
GS4130-Suitable for HRSA Material, and unstable conditions
Spare Parts
nsert Screw Wrench
Ordering Code Diagram Ordering Code Diagram Torque Force
QPMG040204 PSI60M020050-02704B PTTO5IPB 0.6
QPMG050204 PSI60M022055-03107B PTTO6IPB 0.8
QPMG060204 PSI60M022055-03107B PTTO6IPB 0.8
QPMGO7T306 PSI60M025070-03509B PTTO7IPB 0.8
QPMG09T308 PSI60M030080-04210B PTT09IPB 14
QPMG110408 PSI60M040100-05510B PTT15IPB 2
QPMG130408 PSI60M040100-05510B PTT15IPB 2
QPMG150512 PSI60M050110-07212B PTT20IPB 3
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SPMG

General Indexable Drilling Insert

/I

D |
(47 ]
BN/
e RS s
Dimension (mm) Grade L
Insert Type Drilling Dia
Ic S - DL RE GA4230 GS4130
SPMG050204-DM 5 2.38 2.2 0.4 [ ] [ ] $13.0~d15.0
SPMG060204-DM 6 2.38 2.6 0.4 [ J [} ®15.5~d21.5
SPMGO07T308-DM 7.94 3.97 2.8 0.8 [ J [ ©22.0~d27.5
SPMG090408-DM 9.8 4.3 4.2 0.8 [ J [} ©28.0~d33.0
SPMG110408-DM 11.5 4,76 4.4 0.8 [} [ ©33.0~d41.0
SPMG140512-DM 14.3 5.2 5.8 1.2 [} [} ©42.0~d50.0
GA4230—General Grade @ Stock O Available upon Order

GS4130— Difficult to process material and unstable condition

WCMT

General Indexable Drilling Insert

D1

1SN
\ng)/ ’?@ S

Insert Type Dimension (mm) Grade Drilling Dia
Ic s DL RE GA4230 GS4130
WCMT030208-DU 5.56 2.38 2.8 0.8 [ ] [ ©15.0~d20.5
WCMT040208-DU 6.35 2.38 2.9 0.8 [ [ ] ©21.0~d24.5
WCMT050308-DU 7.94 3.18 3.4 0.8 [ ([ ] $25.0~®30.0
WCMTO06T308-DU 9.52 3.97 3.8 0.8 [ [ ] ®30.5~139.5
WCMT080412-DU 12.7 4.76 4.4 1.2 [ [ ) ©40.0~d60.0
GA4230—General Grade @ Stock O Available upon Order

GS4130— Difficult to process material and unstable condition
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MCMG Spade Drilling insert

XR chisel edge regrinding — — — — — — o r—— - - Chip dividing groove

® Increase edge strength | | @ Reduce chip width
® Enhance drilling stability | | ® Smaller drilling torque

! Lo Locating slot
Double screw hole — — — — — — — — - _ _ _ _

@ Safe and reliable installation
@ Ensure drilling stability

® Ensure radial accuracy

Drillingcore = = == ————— — — — — |

@ Thin drilling core, effectively reduce axial resistance
@ Better 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)

@ch Ech Ech @ Ech «Eoc»

@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
The dia. of
125 | insert place: FC Flange-Flat
®12.5mm

M C M G 0200 T3-DS-GM3225

L O1EIOCIONONOINO L ©)

(DShape (®Tolerance ®Dia. @Chip breaker Symbol
2 Indicates the cutting
M M 0200 20.0mm ‘ properties and chipbreakers
(@Relief Angle Olileledinzbraler ®Thickness ®Grade
Symbol
C T G Double-sided T3 3.97mm GM3225
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MCMG

MCMG Insert

132°

-
©.0] fm=T

DC
Dimension (mm) Grade Dimension (mm) Grade
Ordering Code Ordering Code
DC ‘ B ‘ PL GM3225 DC ‘ B ‘ PL GM3225
MCMGO013003-DS 13 2.86 ® MCMG025004-DS 25 5.5 ®
MCMGO013503-DS 135 2.97 (] MCMG025504-DS 25.5 5.61 (J
MCMG014003-DS 14 3.08 ® MCMG026004-DS 26 5.72 ®
MCMG014503-DS 14.5 3.19 (] MCMG026504-DS 26.5 5.83 (]
MCMG015003-DS 15 33 ® MCMG027004-DS 27 5.94 ®
MCMG015503-DS 15.5 318 3.41 (] MCMG027504-DS 27.5 6.05 (J
MCMG016003-DS 16 3.52 ® MCMG028004-DS 28 6.16 ®
MCMGO016503-DS 16.5 3.63 (] MCMG028504-DS 28.5 6.27 (J
MCMG017003-DS 17 3.74 ® MCMG029004-DS 29 6.38 (]
MCMGO017503-DS 17.5 3.85 (] MCMG029504-DS 29.5 6.49 (]
MCMG0180T3-DS 18 3.96 ® MCMG030004-DS 30 6.6 ®
MCMGO0185T3-DS 185 4.07 (] MCMGO030504-DS 30.5 4.76 6.71 (]
MCMG0190T3-DS 19 4.18 ® MCMG031004-DS 31 6.82 (]
MCMGO0195T3-DS 19.5 4.29 (] MCMG031504-DS 31.5 6.93 o
MCMG0200T3-DS 20 4.4 ® MCMG032004-DS 32 7.04 ®
MCMG0205T3-DS 20.5 4.51 [ MCMG032504-DS 325 7.15 [ ]
MCMG0210T3-DS 21 4.62 ® MCMG033004-DS 33 7.26 ®
MCMG0215T3-DS 21.5 39 4.73 [ MCMG033504-DS 33.5 7.37 [ ]
MCMG0220T3-DS 22 4.84 ® MCMG034004-DS 34 7.48 (]
MCMG0225T3-DS 22,5 4.95 [ MCMG034504-DS 34.5 7.59 [ ]
MCMG0230T3-DS 23 5.06 ® MCMG035004-DS 35 1.7 ®
MCMG0235T3-DS 235 5.17 (] MCMG035504-DS 355 7.81 ( J
MCMG0240T3-DS 24 5.28 ® MCMG036004-DS 36 7.92 ®
MCMG0245T3-DS 24.5 5.39 [ J
Note: Customized diameter available @ Stock O Available upon order
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GSD

The Lateral Fixation Type Flange Shank and Helical Flute Holder

DMM

)

Ls

OAL

Ordering Code pimension (mim) V\(kliiGg};t Stock Screw Wrench
DC ‘ LU ‘ OAL ‘ DMM LS

GSD-125-04D-FC20 63.5 142.1 0.24 °

GSD-125-07D-FC20  13.0~15.0 1143 192.9 0.27 °

GSD-125-11D-FC20 177.8 256.4 2 | s 0.32 o) PSIS2MO25060- | prroanc
GSD-150-03D-FC20 63.5 142.1 0.27 ° 03712€
GSD-150-06D-FC20  155~17.5  114.3 192.9 0.31 °

GSD-150-10D-FC20 1778 256.4 0.37 °

GSD-175-05D-FC25 1175 210.8 0.51 °

GSD-175-07D-FC25  18.0~21.5  168.3 261.6 0.57 °

GSD-175-12D-FC25 269.9 363.2 2 | 56 0.75 ° PS| 5024%23%075_ oTT09pC
GSD-215-04D-FC25 1175 210.8 0.60 o)

GSD-215-07D-FC25  22.0~245  168.3 261.6 0.69 °

GSD-215-11D-FC25 269.9 363.2 0.94 °

GSD-245-04D-FC32 136.5 239.4 0.93 °

GSD-245-06D-FC32  25.0~29.0  187.3 290.2 1.05 °

GSD-245-09D-FC32 288.9 391.8 2 | e 1.41 o) PSIS2M040095- oo o
GSD-295-03D-FC32 136.5 239.4 1.07 o) 05218C
GSD-295-05D-FC32  30.0~36.0  187.3 290.2 1.28 °

GSD-295-08D-FC32 288.9 391.8 1.75 o)

@ Stock O Available upon order
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GSD

The Lateral Fixation Type Flange Shank and Straight Flute Holder

Q ]
2 0 o) ¢
Ls B Ly
OAL
Dimension (mm) :
Ordering Code V\(Iilg;t Stock Screw Wrench
DC ‘ LU ‘ OAL ‘ DMM LS
GSD-125-01D-FC20-S 22.2 97.6 0.22 (@)
GSD-125-02D-FC20-S 34.9 113.5 0.23 [ ]
13.0~15.0 R
GSD-125-19D-FC20-S 295 373.9 0.47 @)
GSD-125-25D-FC20-S 387 466 0.52 (@) i
20 50 PS|52|\4?§5060 PTTO8PC
GSD-150-01D-FC20-S 222 97.6 0.23 0 03712€
GSD-150-02D-FC20-S 34.9 113.5 0.24 (@)
155~17.5 e
GSD-150-16D-FC20-S 295 373.9 0.56 (©)
GSD-150-22D-FC20-S 387 466 0.64 (@)
GSD-175-02D-FC25-S 47.6 131.8 0.39 O
GSD-175-03D-FC25-S 66.7 163.2 0.54 [ ]
180~215 —
GSD-175-21D-FC25-S 457 550.5 0.98 O
GSD-175-26D-FC25-S 569 658.5 0.96 @) .
25 56 POISZN0S00T>" pTTO9PC
GSD-215-01D-FC25-S 47.6 131.8 0.43 O
GSD-215-02D-FC25-S 66.7 163.2 0.49 [ ]
22.0~24.5 e
GSD-215-19D-FC25-S 457 550.5 1.29 O
GSD-215-23D-FC25-S 569 658.5 1.34 (@)
GSD-245-01D-FC32-S 57.2 148.5 0.75 O
GSD-245-02D-FC32-S 85.7 188.6 1.01 (@)
25.0~29.0 B
GSD-245-17D-FC32-S 511 614.1 1.92 O
GSD-245-23D-FC32-S 692 795.1 2.07 @) _
32 60 POIRAN0I009>  prTISPC
GSD-295-01D-FC32-S 57.2 148.5 0.84 (@)
GSD-295-02D-FC32-S 85.7 188.6 0.95 [ ]
300~360 —
GSD-295-14D-FC32-S 511 614.1 2.23 O
GSD-295-19D-FC32-S 692 795.1 2.83 (@)
@ Stock O Available upon order
Spare Parts
Screw Wrench
Dia of Insert
Ordering Code ‘ Diagram Ordering Code Diagram Torque Force
®13.0-P17.5 PSI152M025060-03712C PTTO8PC 1
$©18.0 - ®24.5 PSI152M030075-04212C PTTO9PC ' 1
$25.0 - $36.0 PS152M040095-05218C PTT15PC 1.5
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Recommended Cutting Data
GUMD Indexable Drill

Cutting Diameter(mm)

Workpiece Materials Speed

Vc(m/min) @11 @13 @15 218 @21

Low Carbon Steel,Long

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

Low Carbon
Steel, Short
Chip, Automatic
Steel (< 125HB)

60-100-140 = 0.14-0.2-0.28 0.16-0.24-0.3 = 0.18-0.26-0.33 = 0.20-0.28-0.35 = 0.25-0.34-0.42

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

n A“°ysEe<el§gHTé’c°)ISteels 60-80-110  0.14-0.2-0.24 = 0.16-0.22-0.26 = 0.16-0.22-0.26 | 0.18-0.24-0.28 0.18-0.26-0.30

Alloy Steels, Tool Steels

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

PH and
Ferrite/Martensitic Steel 30-60-90 0.10-0.14-0.18 = 0.12-0.16-0.20  0.12-0.16-0.20 = 0.14-0.18-0.22 @ 0.14-0.18-0.22
(< 35HRC)

High-Strength PH and
Ferrite/Martensitic Steel 30-50-80 0.10-0.14-0.18 = 0.12-0.16-0.20 | 0.12-0.16-0.20 = 0.14-0.18-0.22 = 0.14-0.18-0.22
(35-48HRC)

Austenitic Stainless Steel

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

M Strength Austenitic /Cast

Stainless Steel (<25HRC) 40-60-80 0.08-0.1-0.13 | 0.09-0.11-0.13 | 0.10-0.12-0.14 @ 0.10-0.12-0.14 = 0.12-0.14-0.16

Duplex Stainless Steel

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

(Gray Cast Iron

(<32HRC) 60-120-160  0.14-0.22-0.28 = 0.14-0.26-0.35 = 0.18-0.28-0.38 0.2-0.3-0.4 0.22-0.32-0.45

Cast Iron Alloy with Medium
Process, 60-100-140 | 0.14-0.2-0.25 = 0.14-0.22-0.3 = 0.16-0.26-0.35 = 0.18-0.3-0.4 0.2-0.3-0.42
Ductile Cast Iron (<28HRC)

Hard to Process High Alloy
Cast Iron
Ductile Cast Iron
(<45HRC)

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

Indexable Drill

Workpiece

Cutting Speed Vc

(m/min)

Indexable Drill |

HOLEMAKING TOOLS

Feed (mm/rev) *According to the drills diameter

®14.0-22.5

$23.0-27.0

$27.5-33.0

®33.5-51.0

Low carbon steel, Long
Chip (< 125HB)

160—240—300

0.04-0.06

0.04-0.06

0.04-0.08

0.04-0.08

Low Carbon

Steel, Short
Chip, Automatic
Steel (< 125HB)

140—180—220

0.04-0.10

0.04-0.12

0.06-0.16

0.08-0.18

High Carbon Steel and
Medium Carbon Steel
(< 25HRC)

140—180—220

0.04-0.10

0.04-0.12

0.06-0.16

0.08-0.18

Alloy Steel, Tool Steel
(< 35HRC)

100—160—200

0.04-0.10

0.06-0.12

0.08-0.16

0.08-0.18

Alloy Steel, Tool Steel
(35-48HRC)

80—160—200

0.04-0.10

0.06-0.12

0.08-0.16

0.08-0.18

PH and Ferritic,
Martensitic Steel
(< 35HRC)

80—160—200

0.03-0.08

0.04-0.12

0.08-0.14

0.08-0.16

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

60—140—180

0.03-0.08

0.04-0.12

0.06-0.14

0.06-0.16

Austenitic Stainless Steel
(130- 200HB)

100—140—200

0.04-0.10

0.06-0.12

0.06-0.14

0.06-0.16

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

60—140—180

0.03-0.08

0.04-0.12

0.06-0.14

0.06-0.16

Duplex Stainless Steel
(<30HRC)

60—140—180

0.03-0.08

0.04-0.12

0.06-0.14

0.06-0.16

Gray Cast Iron
(<32HRC)

140—180—230

0.04-0.10

0.06-0.14

0.06-0.16

0.08-0.20

Cast Iron Alloy with

Medium Process,
Ductile Cast Iron

(<28HRC)

120—160—200

0.04-0.10

0.06-0.14

0.06-0.16

0.08-0.20

Hard to Process High
Alloy Cast Iron
Ductile Cast Iron
( < 45HRC)

100—160—200

0.04-0.10

0.06-0.12

0.08-0.16

0.08-0.18

Nickel Base /Iron Base/

30—50—80

0.03-0.06

0.04-0.08

0.04-0.10

0.06-0.12

B cobalt Base Superalloy

Titanium Base
Superalloy

30—50—70

0.03-0.08

0.04-0.10

0.04-0.10

0.06-0.12
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Recommended Cutting Data

GSD Spade Drills
Workpiece Cutting Speed Vic Feed (mm/rev) *According to the drills diameter
(m/min) @13.0-17.5 218.0 - 24.0 ©25.0 - 35.0
Low Carbon Steel, Long Chip
(< 125HB) 80—100—120 0.14-0.26 0.18-0.28 0.22-0.32
Low Carbon
ikl Sl 80—90—105 0.14-0.26 0.18-0.28 0.22-0.32
Chip, Automatic
Steel (< 125HB)
High Carbon Steel and
Medium Carbon Steel 60—80—100 0.12-0.18 0.16-0.24 0.22-0.30
(< 25HRC)
Alloy Steel, Tool
n Steel (< 35HRC) 60—80—100 0.12-0.16 0.16-0.22 0.22-0.28
Alloy Steel, Tool
Steel (35-48HRC) 50—70—90 0.12-0.16 0.15-0.20 0.20-0.25
PH and Ferritic, Martensitic
Steel (< 35HRC) 40—60—70 0.12-0.16 0.16-0.20 0.18-0.25
High Strength PH and Ferritic,
Martensitic Steel 30—50—80 0.10-0.14 0.14-0.20 0.16-0.22
(35-48HRC)
Austenitic Stainless Steel
(130- 200HB) 30—40—50 0.08-0.14 0.12-0.20 0.14-0.22
Strength Austenitic /Cast
M Stainless Steel 20—40—50 0.08-0.14 0.12-0.20 0.14-0.22
(< 25HRC)
Duplex Stainless Steel
(<30HRC) 20—40—-50 0.08-0.14 0.12-0.20 0.14-0.22
Gray Cast Iron
(<32HRC) 80—100—120 0.18-0.25 0.25-0.30 0.30-0.35
Cast Iron Alloy with Medium
m Process, 80—100—120 0.15-0.20 0.18-0.26 0.22-0.32
Ductile Cast Iron (<28HRC)
Hard to Process High Alloy
CastIron
Ductile Cast Iron 60—80—100 0.15-0.20 0.18-0.26 0.22-0.32
( < 45HRC)

Holders with different length

Cutting Length of different holders

data Drilling depth < 8D | 8D = Drilling depth < 12D ' 12D = Drilling depth < 16D | 16D = Drilling depth < 20D 20D = Drilling depth
e Refer to the above sheet 0.9 0.85 0.8 0.75

Speed

Feed  Refertotheabovesheet 0.95 0.9

Note: The recommended parameters in the table are based on the premise of perfect equipment and efficiency. In application, reduce the
cutting speed and feed according to the actual equipment condition (speed reduced by 20%, feed reduced by 10%).
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Indexable Drills Spare Parts Table

Screw
Torque Dimension .
Shape Ordering Code Sl‘lj'lc:g?sle
Nem  D1(mm) D2(mm) D3(mm) L(mm) L1l(mm)
20, —L— PSCCM022038B 0.6 2.2 2.7 1.8 3.8 0.7 GUMD
g—m 1 PSCCM025046B 0.9 2.5 3.0 2.0 4.6 0.9 GUMD
LJJ« ? PSCCM030058B 11 3.0 3.6 2.4 5.8 1.0 GUMD
et PSCCM035072B 1.3 3.5 4.0 2.6 7.2 17 GUMD
Torque Dimension .
Shape Ordering Code Sl.f.:)tg::’sle
Nem A(mm)  ®B(mm)  C(mm) a’
PSI60M020050-02704B 0.6 2.0 2.7 5.0 60 GHDS
PSI60M022055-03107B 0.8 2.2 3.1 5.5 60 GHDS
PSI60M025070-03509B 0.8 2.5 3.5 7.0 60 GHDS
PSI60M030080-04210B 1.4 3.0 4.2 8.0 60 GHDS
@ ® PSI60M040100-05510B 2.0 4.0 5.5 10.0 60 GHDS
PSI60M050110-07212B 3.0 5.0 7.2 11.0 60 GHDS
PSI52M025060-03712C 1.0 2.5 3.7 6.0 52 GSD
PSI52M030075-04212C 1.0 3.0 4.2 7.5 52 GSD
PSI52M040095-05218C 1.5 4.0 5.2 9.5 52 GSD
Wrench
Dimension
Shape Ordering Code Suitable Tools
A(mm) B(mm) C(mm) D(mm)
PTIO6KB 70 35 2 40 GUMD
PTIO7TKB 70 35 2.5 40 GUMD
PTIO8KB 75 40 2.5 40 GUMD
PTIO9KB 75 75 3 40 GUMD
PTTO5IPB 67 35 2 15 GHDS. GUMD
PTTO6IPB 67 35 2 15 GHDS. GUMD
PTTO7IPB 67 35 2.5 19 GHDS. GUMD
g PTTO8IPB 72 40 2.5 19 GUMD
=
a | PTTO9IPB 74 40 3 24 GHDS. GUMD
B PTT15IPB 80 45 3.5 28 GHDS
A PTT20IPB 80 45 4 28 GHDS
PTTO8PC 72 40 2.5 19 GSD
PTTO9PC 74 40 3 24 GSD
PTT15PC 80 45 3.5 28 GSD
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Boring Tools Combination Description Table

!

Adaptor

l

Extension of the Same Diameter

Extension of the Different Diameter

Boring Tools | HOLEMAKING TOOLS

v

i

Rough Boring Cutter

Precision Boring Cutter

Mini Precision Boring Cutter

-3

Cartridge for Rough Boring

Cartridge for Precision Boring

Mini Precision Boring

&

H

Insert for Rough Boring

Insert for Precision Boring

Insert for Precision Boring
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Boring Tools

Boring Tools Combination Description Table

-

Adaptor for Boring Tool with Bridge

Location Spindle

o

Rough Boring Tool with Bridge

Precision Boring Tool with
Bridge

Rough Boring Tool With
Aluminum Bridge

Precision Boring Tool with
Aluminum Bridge

Cartridge for Rough Boring

Cartridge for Precision Boring

Cartridge for Rough Boring

Cartridge for Precision Boring

Insert for Rough Boring

Insert for Precision Boring

Insert for Precision Boring

Insert for Precision Boring
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Boring Inserts Selection Table

Geometry Grades
Inserts Ordering code Corner Radius
ap<2mm,f<0.2mm/r | ap<3mm,f<0.3mm/r P/K M/S
CCMT060202 0.2 MM GP
CCMT060204 0.4 MM GP
CCMT060208 0.8 MM GP
CCMT09T302 0.2 MM GP
CCMT09T304 0.4 MM GP
CCMT09T308 0.8 MM GP
CCMT120404 0.4 GP GP
CCMT120408 0.8 GP GP
TCMT110202 0.2 MM GP
Ro'l'j‘gﬁré(‘;‘;irng TCMT110204 0.4 MM GP GM322s  N322/
TCMT110208 0.8 MM GP
TCMT16T304 0.4 MM GP
TCMT16T308 0.8 MM GP
TCMT220408 0.8 GP GP
SCMT09T304 0.4 MM GP
SCMT09T304 0.4 MM GP
SCMT09T308 0.8 MM GP
SCMT120404 0.4 GP GP
SCMT120408 0.8 GP GP
Geometry Grades
Inserts Ordering code Corner Radius T P/K M/S
TBGT060102 0.2 P
TBGT060104 0.4 P
TPGH090202 0.2 P
TPGH090204 0.4 P
TPGH110301 0.1 P
TPGH110302 0.2 P
Insert for Precision
Boring TPGH110304 0.4 P
CCGT060201 0.1 G
CCGT060202 0.2 G GATYéﬂ-/SSEHZO/
CCGT060204 0.4 G
CCGT09T301 0.1 G
CCGT09T302 0.2 G
CCGT09T304 0.4 G
TPGH090202 0.2 P
TPGH090204 0.4 P
o TPGH110302 0.2 P
ansetlont oot o4 P
WBGT060102 0.2 BRG GAT7110B
WBGT060102 0.2 BRN GNT7110B
WBGT060102 0.2 BRP GPT7110B
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Boring Tools Identification System

GBR—RB C19 L22 R1

L (©) L ©) L ©) L ©) L ©)

(DSeries ®Connection Diameter @gEffective Length
GBR GBR Boring Series C19  Connection diameter 19mm L22 Functional length 22mm
C25 | Connection diameter 25mm L40 Functional length 40mm
®@Product Model ®Cartridge

RB Rough Boring Tool R1 Cartridge for Rough Boring Tool

FB Precision Boring Tool R2 Cartridge for Rough Boring Tool

F1 Cartridge for Precision Boring Tool

146 _ GESAC




Rough Boring Tool

Boring Tools |

HOLEMAKING TOOLS

% [ z
N U R || — = Y N e)
== S 3
[a] Dl: a
A\ | —
X1 X1
A B
.Cutting . D(i:::entir . . Allen Key for| . .
OrderingCode | Fig, DCON | LF DlameFer Cartndgefor for Back Cartndge'forBack Clampmg§crewfor DiskSpring | Adjusting Weight Stock
(mm) | (mm) forBoring|  Boring . Boring Cartridge (kg)
Boring Screw
(mm)
(mm)
19 22 20-24 | DZR1D020-024 SCA-M040160-GBR | DSD4-GBR = TH30L-GBR = 0.05
GBR-RBCI9L22R1 @ A 30-35 | DZFR1D030-035-CC0690 [ J
19 22 23-27 | DZR1D023-027 SCA-M040160-GBR | DSD4-GBR | TH30L-GBR = 0.05
33-41 | DZFR2D033-041-CC0690 | SCA-M040160-GBR | DSD4-GBR | TH30L-GBR | 0.09
GBR-RBC25L25R2 | A 25 25 26-35 | DZR2D026-035 [ J
40-48 | DZFR2D040-048-CC0690 = SCA-M040160-GBR = DSD4-GBR | TH30L-GBR ~ 0.09
42-52 | DZFR3D042-052-CC0690 = SCA-M050160-GBR DSD5-GBR | TH40L-GBR | 0.19
GBR-RBC32L30R3 | A 32 30 33-41 | DZR3D033-041 [
51-61 | DZFR3D051-061-CC0690 | SCA-M050160-GBR | DSD5-GBR | TH40L-GBR | 0.19
GBR-RBC40L30R4 = A 40 30 41-55 | DZRAD041-055 SCA-M060200-GBR | DSD6-GBR = TH50L-GBR = 0.25 [
53-65 | DZFR4D053-065-CC0990 = SCA-M060200-GBR DSD6-GBR | TH50L-GBR | 0.47
GBR-RBC40L52R4 = A 40 52 | 41-55 | DZR4D041-055 [
64-76 | DZFRAD064-076-CC0990 |  SCA-M060200-GBR | DSD6-GBR | TH50L-GBR | 0.47
53-69 | DZFR5D053-069-CC0990 = SCA-M060200-GBR = DSD6-GBR | TH50L-GBR =~ 0.86
GBR-RBC50L57R5 = A 50 57 55-70 | DZR5D055-070 = 68-84 | DZFR5D068-084-CC0990 = SCA-M060200-GBR DSD6-GBR | TH50L-GBR | 0.86 [ J
83-99 | DZFR5D083-099-CC0990 | SCA-M060200-GBR | DSD6-GBR | TH50L-GBR | 0.86
68-89 | DZFR6D068-089-CC0990 = SCA-M080250-GBR = DSD8-GBR | THE0L-GBR = 1.49
GBR-RBC63L55R6 = A 63 55 70-90 | DZR6D070-090 [ J
88-109 | DZFR6D088-109-CC0990 = SCA-M080250-GBR DSD8-GBR | TH60L-GBR | 1.49
88-110 | DZFR7D088-110-CC1290 = SCA-M100300-GBR | DSD10-GBR & TH8OL-GBR = 1.73
GBR-RBC63L55R7 | B 63 55 | 90-110 DZR7D090-110 [ J
108-130 | DZFR7D108-130-CC1290 = SCA-M100300-GBR | DSD10-GBR = TH80L-GBR & 1.73
88-110 | DZFR7D088-110-CC1290 = SCA-M100300-GBR ' DSD10-GBR | TH80L-GBR & 2.77
GBR-RBCO0L55R7 | A 88 55 | 90-110 DZR7D090-110 [
108-130 | DZFR7D108-130-CC1290 = SCA-M100300-GBR | DSD10-GBR | TH80L-GBR = 2.77
63 55 110-133 DZR8D110-133  108-132 | DZFR8D108-132-CC1290 = SCA-M100300-GBR  DSD10-GBR | TH80L-GBR = 2.03
GBR-RBC63L55R8 | B [ ]
63 55 |130-153 DZR8D130-153 = 128-152 = DZFR8D128-152-CC1290 = SCA-M100300-GBR | DSD10-GBR | TH80L-GBR = 2.03
88 55 |110-133 DZR8D110-133  108-132 = DZFR8D108-132-CC1290 = SCA-M100300-GBR | DSD10-GBR | TH80L-GBR = 3.06
GBR-RBC90L55R8 | B ([ ]
88 55 |130-153 DZR8D130-153 = 128-152 = DZFR8D128-152-CC1290 = SCA-M100300-GBR | DSD10-GBR | TH80L-GBR = 3.06

The cartridge should be ordered separately.
The adaptor should be ordered separately.

@ Stock O Available upon Order
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Cartridge for Rough Boring Tool

DZ
,ﬁ%
f

[T
=
OAL
Cutting Cgstlzg Functional | Overall Clamping Screw | Allen Key for Clamping Screw K/-\e“efgr Weight
Ordering Code Diameter 8 Width | Length| Insert = forAdjusting | Adjusting ping yIe &M stock
Angle for Insert Clamping | (kg)
(mm) - (mm) (mm) Insert Screw
(©) Screw
GBR-DZR1D020-024-CC0690 20-24 90 13.6 16 CCMT0602 | SE-M025050-GBR| TH13L-GBR |SL-M025053-GBR TTO7P-GBR = 0.01 [ ]
GBR-DZR1D023-027-CC0690 23-27 90 13.6 17 CCMT0602 | SE-M025060-GBR| TH13L-GBR |SL-M025053-GBR TTO7P-GBR  0.01 [ J
GBR-DZR2D026-035-CC0690 26-35 90 13.6 20 CCMT0602 | SE-M025060-GBR| TH13L-GBR |SL-M025053-GBR TTO7P-GBR = 0.01 [ J
GBR-DZR3D033-041-CC0690 3341 90 15 26 CCMT0602 | SE-M030080-GBR| TH15L-GBR |SL-M025053-GBR TTO7P-GBR = 0.02 [ ]
GBR-DZR4D041-055-CC0990 41-55 90 18 32 CCMT09T3 | SE-M030100-GBR| TH15L-GBR |SL-M040095-GBR TT15P-GBR  0.03 [ J
GBR-DZR5D055-070-CC0990 55-70 90 18 45 CCMT09T3 | SE-M040100-GBR| TH20L-GBR |SL-M040095-GBR TT15P-GBR = 0.05 [
GBR-DZR6D070-090-CC1290 70-90 90 30 59 CCMT1204 | SE-M050120-GBR| TH25L-GBR |SL-M050128-GBR TT20P-GBR  0.15 [ ]
GBR-DZR7D090-110-CC1290 | 90-110 90 30 74 CCMT1204 | SE-M050160-GBR| TH25L-GBR |SL-M050128-GBR TT20P-GBR = 0.21 [ J
GBR-DZR8D110-133-CC1290 | 110-133 90 30 85 CCMT1204 | SE-M050160-GBR| TH25L-GBR |SL-M050128-GBR TT20P-GBR = 0.25 [
GBR-DZR8D130-153-CC1290 = 130-153 90 30 96 CCMT1204 | SE-M050160-GBR' TH25L-GBR | SL-M050128-GBR | TT20P-GBR 0.3 [ J
GBRDZRIDO3-0ALTCII =~ 33-41 | 90 15 26 TCMTLI02 SE-MO30080GBR TH1sLGBR ' '0%""  TrogeGer  0.02 @
SW-M025060-
GBR-DZR4D041-055-TC1190 41-55 90 18 32 TCMT1102 | SE-M030100-GBR| TH15L-GBR GBR TTO8P-GBR | 0.03 [ J
SW-M025060-

GBR-DZRSD0S5-070-TC1190 5570 | 90 18 45 | TCMTL102 SE-M040100-GBR| TH20L-GBR e TTO8P-GBR = 0.05 = @
GBR-DZR6D070-090-TC1690 70-90 90 30 59 TCMT16T3 | SE-M050120-GBR| TH25L-GBR |SL-M040095-GBR TT15P-GBR = 0.15 [ J
GBR-DZR7D090-110-TC1690 = 90-110 90 30 T4 TCMT16T3 | SE-M050160-GBR| TH25L-GBR | SL-M040095-GBR TT15P-GBR @ 0.21 [ ]

@ Stock O Available upon Order
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Cartridge for Rough Boring Tool

DZ

OAL
; (;utting Cutting Fun(;tional Overall Clampir}g S.crewAller) Keyfor Clamping AllenKeyfor Weight
Ordering Code DlameterEdgeoAngle Width  Length Insert | forAdjusting | Adjusting | Screw for Clamping (k) Stock
(mm) ) (mm) (mm) Insert Screw Insert Screw

SR AR 110133 90 30 85 TCMTIGT3 SEMOSOIG0-GBR THISLGBR '’ | TTISPGBR = 025 @
SERDAROD130 130153 90 30 96  TCMTIGT3 SEMOSOIG0-GBR TH2SLGBR °"'oar’> | TTISPGBR 03 @
SBROZRID0N 321 45 136 17 CCMTOG02 SEMO25060-GBR  THI3LGBR >UM020%% | rroreGer 001 O
SEROEROSS 2635 45 136 20 CCMTOS02| SEMO25060-GBR  THISLGBR SUMDR%3 roeeer 001 O
SPROZRINI 341 45 15 25 CCMTOS02| SEMO30080-GBR  THIsLGBR M2 rroreeer 002 O
R s a155 45 18 30 SCMTO9T3 SEMO30100-GBR THISLGBR “M0a0% | TrispeBR | 003 O
R 0> 5570 45 30 45 SCMTOST3 SEMO40100-GBR THILGBR ~°"'ad®>  TTISPGBR = 0.04 = O
SBROIRCD0TO 7090 45 30 59 SCMTOST3| SEMOSO120.GBR TH2SLGBR ~ 7"Oa00®> | TTispGBR  0.13 O
SRR OERI 90110 45 30 75 SCMTO9T3| SEMOSO60-GBR  THsLGBR MOS0 tmispeer 021 O
SEROIRDIO 110133 45 30 85 SCMTO9T3| SEMOSO60-GBR THsLGBR MOS0 tmispeer 025 O
Rl oa130 130153 45 30 93 SCMTO9T3| SEMOSO60-GBR TH2sLGBR M09 rmispeer 027 O

@ Stock O Available upon Order
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Cartridge for Rough Boring Tool

DZ

OAL

Cutting Cutting Edge Functional| Overall el Al . il .
. : - Screw for Key for Clamping Key for | Weight
Ordering Code |Diameter| Angle Width | Length | Insert A P : Stock
S Adjusting | Adjusting Screw for Insert Clamping  (kg)
(mm) () (mm) (mm)
Insert Screw Screw
gggé%mnozsmo- 26-30 90 13.6 19 CCMT0602 | SE-M025050-GBR = TH13L-GBR = SL-M025053-GBR = TTO7P-GBR = 0.01 O
ECB&BSRZDOB"W' 33-42 90 13.6 24 CCMTO0602 | SE-M025060-GBR = TH13L-GBR = SL-M025053-GBR = TTO7P-GBR = 0.01 O
gggéggmom-ou- 39-47 90 15 29 CCMT09T3 = SE-M030080-GBR = THI5L-GBR = SL-M040095-GBR = TT15P-GBR &= 0.02 (@)
SE&BSR“DOB'W’ 53-67 90 18 38 CCMTO9T3 | SE-M030100-GBR | THI5L-GBR = SL-M040095-GBR = TT15P-GBR | 0.05 O
SERDIRSDOGS-0%3 6883 90 20 52 | CCMTI204  SEMO40100-GBR  TH2OLGBR | SLMOSOL28GBR = TT2OPGBR = 0.07 = O
g?ﬁgg%m&m' 88-108 90 30 68 CCMT1204 | SE-M050120-GBR | TH25L-GBR | SL-M050128-GBR = TT20P-GBR | 0.19 O
gggggmmos—m- 108-128 90 30 83 CCMT1204 | SE-M050160-GBR = TH25L-GBR = SL-M050128-GBR = TT20P-GBR = 0.26 O
%E:isigngoozz-042- 33-42 90 13.6 24 TCMT1102  SE-M025060-GBR = THI3L-GBR = SW-M025060-GBR = TTO8P-GBR = 0.01 (@)
$CB{<i[9>§R30039-047- 39-47 90 15 29 TCMT1102 | SE-M030080-GBR = THI5L-GBR = SW-M025060-GBR = TTO8P-GBR = 0.02 O
SOROTDOSIOST: - 53.67 90 18 38 TCMTLL02 | SE-MO30100-GBR THISLGBR = SW-MO25060-GBR | TTOSP-GBR = 0.05 O
gglreéggresnoes-os& 68-83 90 20 52 TCMT16T3 | SE-M040100-GBR = TH20L-GBR = SL-M040095-GBR = TTI5P-GBR | 0.07 O
?gfégg%mg"m' 88-108 90 30 68 TCMT16T3 | SE-M050120-GBR = TH25L-GBR = SL-M040095-GBR = TTI5P-GBR | 0.19 O
(TSCB{QG-%R?DIOS-HB- 108-128 90 30 83 TCMT16T3 | SE-M050160-GBR = TH25L-GBR = SL-M040095-GBR = TT15P-GBR = 0.26 (@)

@ Stock O Available upon Order
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Cartridge for Rough Boring Tool for Back Boring

DZF

OAL
* 1o
o
Ordering Code D(i::r:\tggr Cu?:?lzdge Fu\rl]vcilel?;al (I?:r?;:'nl Insert Clar]::)p;ilrr\]gsesrirew AICIT:mKSi);fgor W(ekig)ht Stock
(mm) () (mm) (mm) Screw

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

@ Stock O Available upon Order
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Precision Boring Tool

3
a
B
Cutting Cutting
oremgcate | 7o | 0608 ||l oo | pamecr | ol | gt |
(mm) (mm)

19 34 20-26 DZFBF1A - - 0.07
GBR-FBC19L34F1 A 19 34 25-31 DZFBF1B - - 0.07 [

19 34 30-36 DZFBF1C 30-36 DZFBF1C 0.07

25 37 26-34 DZFBF2A - - 0.13
GBR-FBC25L37F2 A 25 37 33-41 DZFBF2B 36-41 DZFBF2B 0.13 [ J

25 37 40-48 DZFBF2C 40-48 DZFBF2C 0.13

32 43 33-43 DZFBF3A 0.25
GBR-FBC32L43F3 A 32 43 42-52 DZFBF3B 47-52 DZFBF3B 0.25 [ J

32 43 51-61 DZFBF3C 51-61 DZFBF3C 0.25

40 48 42-54 DZFBF4A 0.45
GBR-FBC40L48F4 A 40 48 53-65 DZFBF4B - - 0.45 [ J

40 48 64-76 DZFBF4C 0.45

40 70 42-54 DZFBF4A - - 0.65
GBR-FBC40L70F4 A 40 70 53-65 DZFBF4B 55-65 DZFBF4B 0.65 [ J

40 70 64-76 DZFBF4C 64-76 DZFBF4C 0.65

50 75 53-69 DZFBF5A 62-69 DZFBF5A 1.12
GBR-FBC50L75F5 A 50 75 68-84 DZFBF5B 68-84 DZFBF5B 1.12 [ J

50 75 83-99 DZFBF5C 83-99 DZFBF5C 1.12

63 85 68-100 DZFBF6-F7A 80-100 DZFBF6-F7A 2.1
GBR-FBC63L85F6 A 63 85 98-130 | DZFBF6-F7B 98-130 DZFBF6-F7B 2.1 [ ]

63 85 128-160 DZFBF6-F7C 128-160 DZFBF6-F7C 2.1

63 85 100-152 DZFBF6-F7A 112-152 DZFBF6-FTA 2.97
GBR-FBC63L85F7 B 63 85 130-182 DZFBF6-F7B 130-182 DZFBF6-F7B 2.97 [ J

63 85 160-212 DZFBF6-F7C 160-212 DZFBF6-F7C 2.97

88 85 100-152 DZFBF6-F7A 112-152 DZFBF6-F7A 4.35
GBR-FBC90L85F7 B 88 85 130-182 DZFBF6-F7B 130-182 DZFBF6-F7B 4.35 [ ]

88 85 160-212 DZFBF6-F7C 160-212 DZFBF6-F7C 4.35

The cartridge should be ordered separately. @ stock O Available upon Order

The adaptor should be ordered separately.
Rotating the tool on the anticlockwise direction for back boring.
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Cartridge for Precision Boring Tool

)

Ordering Code Insert Clamping Screw for Insert lllzm Ke;gicr);v\cllamping Stock
GBR-DZFBF1ATB06 TBGTO0601L SW-M020037-GBR TTO6P-GBR [ ]
GBR-DZFBF1BTB06 TBGTO0601L SW-M020037-GBR TTO6P-GBR [
GBR-DZFBF1CTB06 TBGTO601L SW-M020037-GBR TTO6P-GBR ([ ]
GBR-DZFBF2ATP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [ ]
GBR-DZFBF2BTP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [
GBR-DZFBF2CTP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [ ]
GBR-DZFBF3ATP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [ ]
GBR-DZFBF3BTP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [
GBR-DZFBF3CTP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR ([ ]
GBR-DZFBF4ATP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [ ]
GBR-DZFBF4BTP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [
GBR-DZFBF4CTP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [ ]
GBR-DZFBF5ATP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [
GBR-DZFBF5BTP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [
GBR-DZFBF5CTP09 TPGHO0902L SJ-M025060-GBR TTO8P-GBR [ ]
GBR-DZFBF6-F7ATP11 TPGH1103L SJ-M030080-GBR TTO8P-GBR [ ]
GBR-DZFBF6-F7BTP11 TPGH1103L SJ-M030080-GBR TTO8P-GBR °
GBR-DZFBF6-F7CTP11 TPGH1103L S$J-M030080-GBR TTO8P-GBR [ ]
GBR-DZFBF2ACC06 CCGT0602L SL-M025053-GBR TTO7P-GBR [
GBR-DZFBF2BCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR O
GBR-DZFBF2CCCO06 CCGT0602L SL-M025053-GBR TTO7P-GBR @)
GBR-DZFBF3ACC06 CCGT0602L SL-M025053-GBR TTO7P-GBR [ ]
GBR-DZFBF3BCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR O
GBR-DZFBF3CCCO06 CCGT0602L SL-M025053-GBR TTO7P-GBR (@)
GBR-DZFBF4ACC06 CCGT0602L SL-M025053-GBR TTO7P-GBR [
GBR-DZFBF4BCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR O
GBR-DZFBF4CCCO06 CCGT0602L SL-M025053-GBR TTO7P-GBR (@)
GBR-DZFBF5ACC06 CCGT0602L SL-M025053-GBR TTO7P-GBR [ ]
GBR-DZFBF5BCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR O
GBR-DZFBF5CCC06 CCGT0602L SL-M025053-GBR TTO7P-GBR (@)
GBR-DZFBF6-F7TACC09 CCGTO9T3L SL-M040095-GBR TT15P-GBR [ ]
GBR-DZFBF6-F7BCC09 CCGTO9T3L SL-M040095-GBR TT15P-GBR O
GBR-DZFBF6-F7CCC09 CCGTO09T3L SL-M040095-GBR TT15P-GBR (@)

@ Stock O Available upon Order
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Boring Tools

Spare Parts for Precision Boring Tool

GBR-FBC19L34F1 STA-M040040-GBR TH20L-GBR SE-M040060xD2-GBR = SW-M040060-F-GBR TT15P-GBR
GBR-FBC25L37F2 STA-M040060-GBR TH20L-GBR SE-M040060xD2-GBR ' SW-M040080-F-GBR TT15P-GBR
GBR-FBC32L43F3 STA-M050080-GBR TH25L-GBR SE-M050080xD2.5-GBR| SSB-M050100-GBR TH30L-GBR
GBR-FBC40L48F4 STA-M060100-GBR TH30L-GBR SE-M060100xD3.2-GBR~ SSB-M050120-GBR TH30L-GBR
GBR-FBC40L70F4 STA-M060100-GBR TH30L-GBR SE-M060100xD3.2-GBR | SSB-M050120-GBR TH30L-GBR
GBR-FBC50L75F5 STA-M060120-GBR TH30L-GBR SE-M060100xD3.2-GBR | SSB-M060160-GBR TH40L-GBR
GBR-FBC63L85F6 STA-M100160-GBR TH50L-GBR SE-M100160xD6-GBR | SSB-M080200-GBR TH50L-GBR
GBR-FBC63L85F7 STA-M100160-GBR TH50L-GBR SE-M100160xD6-GBR | SSB-M080250-GBR TH50L-GBR
GBR-FBCO0L85F7 STA-M100200-GBR TH50L-GBR SE-M100200xD6-GBR | SSB-M080250-GBR TH50L-GBR
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Mini Precision Boring Tool

MB

Boring Tools

HOLEMAKING TOOLS

=
1 N | o
3
a
LF
. . Allen Key for .
Ordering Code DC LF DCON DMM Boring \Clamping Screw LOCK Screw | Adjusting Weight Stock
(mm) (mm) (mm) (mm) Handle for Insert Screw (kg)
GBRMBD02-22- S STAMOS0100-GBR | STA-MOG0100-GBR  TH30L-GBR
0135 2-22 35 40 10 035 @
MB10  STA-M0GO100-GBR ' STA-M0G0100-GBR TH30L-GBR
SERUPD0OS0- 650 50 50 16 MB16 | STA-MI001G0-GBR STA-MI00160-GBR THSOL-GBR 1.09 @
SERWBDO0S-30- 650 50 63 16 MB16 | STA-MI00160-GBR STA-MI00160-GBR THSOL-GBR 125 O

The boring handle should be ordered separately.
The adaptor should be ordered separately.

@ Stock O Available upon Order
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Mini Precision Boring Handle

MB

8 ae
@

LF z

OAL 8

o

Ordering Code (n[:;) I()ncng’\)l (21/:2‘) (rL'Fm) Insert Stock

GBR-MB10D06-08L23WB06 06-08 10 53 20 WBGT0601 )
GBR-MB10D08-10L25WB06 08-10 10 55 23 WBGT0601 °
GBR-MB10D10-12L30WB06 10-12 10 60 30 WBGT0601 °
GBR-MB10D12-14L36TP09 12-14 10 66 36 TPGH0902 )
GBR-MB10D14-16L42TP09 14-16 10 72 42 TPGH0902 °
GBR-MB10D16-18L48TP11 16-18 10 78 48 TPGH1103 °
GBR-MB10D18-20L54TP11 18-20 10 84 54 TPGH1103 )
GBR-MB10D20-22L60TP11 20-22 10 90 60 TPGH1103 )
GBR-MB16D06-08L23WB06 06-08 16 63 23 WBGT0601 °
GBR-MB16D08-11L28WB06 8-11 16 68 28 WBGT0601 )
GBR-MB16D10-13L36WB06 10-13 16 76 36 WBGT0601 )
GBR-MB16D12-16L50TP09 12-16 16 90 50 TPGH0902 °
GBR-MB16D15-21L60TP09 15-21 16 100 60 TPGH0902 °
GBR-MB16D20-26L64TP11 20-26 16 104 64 TPGH1103 °
GBR-MB16D25-31L64TP11 25-31 16 104 64 TPGH1103 [ ]
GBR-MB16D30-36L72TP11 30-36 16 112 72 TPGH1103 [
GBR-MB16D35-41L72TP11 35-41 16 112 72 TPGH1103 °
GBR-MB16D40-46L72TP11 40-46 16 112 72 TPGH1103 [ ]
GBR-MB16D44-50L72TP11 44-50 16 112 72 TPGH1103 [ ]

@ Stock O Available upon Order
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Mini Anti-Vibration Precision Boring Handle

MB

2 Y e —
OAL 8
o
Ordering Code (3;) I()ncq%’\)l (Sqﬁlq') (n:L) Insert Stock
GBR-MB06D02-03L10K 02-03 6 35 10 - O
GBR-MB06D03-04L15K 03-04 6 40 15 - O
GBR-MB06D04-06L20K 04-06 6 45 20 - O
GBR-MB10D06-08L40WB06K 06-08 10 70 40 WBGT0601 O
GBR-MB10D08-10L60WB06K 08-10 10 90 60 WBGT0601 O
GBR-MB10D10-12L75WB06K 10-12 10 105 75 WBGT0601 O
GBR-MB16D06-08L45WB06K 06-08 16 85 45 WBGT0601 O
GBR-MB16D08-11L60WB06K 08-11 16 100 60 WBGT0601 O
GBR-MB16D10-13L75WB06K 10-13 16 115 75 WBGT0601 O
GBR-MB16D12-16L90TPO9K 12-16 16 130 90 TPGH0902 O
GBR-MB16D15-21L110TPO9K 15-21 16 150 110 TPGH0902 O
MOQ 5 pcs for D2-D6 solid carbide boring handle. @ Stock O Available upon Order

MBO6E must be clamped by the reduction sleeve whose model is MBC10-6.
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Extension

EX

P

8 T |

(m]

LF
Ordering Code DCON(mm) LF(mm) Weight(kg) Stock

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

@ Stock O Available upon Order
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Reduction

1==i=]

e LB1 °

LF
Ordering Code D%n?’:ql\)’ls D%r?q'r\:qv)vs (nl;;) (;Bni) W(T('gg;]t Stock

GBR-EXC25-C19L40 25 19 40 26.5 0.1 °
GBR-EXC32-C19L40 32 19 40 27 0.14 °
GBR-EXC32-C25L35 32 25 35 22 0.16 °
GBR-EXC40-C19L50 40 19 50 35 0.25 °
GBR-EXC40-C25L50 40 25 50 38 0.28 °
GBR-EXC40-C32L50 40 32 50 38 0.32 °
GBR-EXC50-C19L60 50 19 60 40 0.38 °
GBR-EXC50-C25L50 50 25 50 33 0.4 °
GBR-EXC50-C25L80 50 25 80 63 0.51 °
GBR-EXC50-C32L50 50 32 50 33 0.54 °
GBR-EXC50-C32L80 50 32 80 63 0.64 °
GBR-EXC50-C40L40 50 40 40 23 0.47 °
GBR-EXC50-C40L70 50 40 70 53 0.82 °
GBR-EXC63-C19L70 63 19 70 36 0.84 °
GBR-EXC63-C25L70 63 25 70 54 0.69 °
GBR-EXC63-C25L95 63 25 95 79 0.98 °
GBR-EXC63-C32L60 63 32 60 44 0.75 °
GBR-EXC63-C32L90 63 32 20 74 1.12 °
GBR-EXC63-C40L50 63 40 50 34 0.8 °
GBR-EXC63-C40L85 63 40 85 69 1.28 °
GBR-EXC63-C50L40 63 50 40 24 0.92 °
GBR-EXC63-C50L75 63 50 75 59 1.33 °
GBR-EXC90-C63L105 88 63 105 88 3.1 °

@ Stock O Available upon Order
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Adaptor

BT30/40/50

Z z
= ] -
LF
A B
Ordering Code Fig. 1SO D1(mm) = DCON(mm) LF(mm) X1(mm)| PullNail | Weight(kg) Stock
GBR-BT30-C19L70 B 30 31 19 70 38 M12 0.49 [
GBR-BT30-C25L70 A 30 - 25 70 - M12 0.52 [ J
GBR-BT30-C32L75 A 30 - 32 75 - M12 0.64 [
GBR-BT30-C40L50 A 30 - 40 50 - M12 0.55 [ J
GBR-BT30-C50L50 A 30 - 50 50 - M12 0.65 [ J
GBR-BT40-C19L70 B 40 31 19 70 38 M16 1.07 [ J
GBR-BT40-C25L50 A 40 - 25 50 - M16 1.01 [
GBR-BT40-C25L85 A 40 - 25 85 - M16 1.14 [ ]
GBR-BT40-C25L100 A 40 - 25 100 - M16 1.16 [
GBR-BT40-C32L50 A 40 - 32 50 - M16 1.05 [ ]
GBR-BT40-C32L90 A 40 - 32 90 - M16 1.28 [ J
GBR-BT40-C32L115 A 40 - 32 115 - M16 1.4 [
GBR-BT40-C40L50 A 40 - 40 50 - M16 1.09 [ J
GBR-BT40-C40L100 A 40 - 40 100 - M16 1.54 [
GBR-BT40-C40L140 A 40 - 40 140 - M16 1.89 [ J
GBR-BT40-C50L50 A 40 - 50 50 - M16 1.2 [
GBR-BT40-C50L100 A 40 - 50 100 - M16 1.87 [ ]
GBR-BT40-C50L150 A 40 - 50 150 - M16 2.25 [
GBR-BT40-C63L60 A 40 - 63 60 - M16 1.45 [ ]
GBR-BT40-C63L120 A 40 - 63 120 - M16 2.74 [ J
GBR-BT40-C63L165 A 40 - 63 165 - M16 3.76 [
GBR-BT50-C19L100 B 50 31 19 100 42 M24 3.65 [ J
GBR-BT50-C25L70 B 50 50 25 70 22 M24 6.66 [
GBR-BT50-C25L110 B 50 50 25 110 62 M24 3.76 [ J
GBR-BT50-C25L140 B 50 50 25 140 32 M24 4.17 [

@ Stock O Available upon Order
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Adaptor

BT30/40/50

Z pd
I ] -
LF
A B
Ordering Code Fig. ISO D1(mm) | DCON(mm) LF(mm) X1(mm) | PullNail ' Weight(kg) Stock
GBR-BT50-C32L70 A 50 - 32 70 - M24 6.64 [
GBR-BT50-C32L120 A 50 - 32 120 - M24 3.93 [
GBR-BT50-C32L160 B 50 60 32 160 42 M24 4.8 [
GBR-BT50-C40L70 A 50 - 40 70 - M24 3.71 [
GBR-BT50-C40L110 A 50 - 40 110 - M24 4.07 [ J
GBR-BT50-C40L160 A 50 - 40 160 - M24 4.53 [
GBR-BT50-C40L200 A 50 - 40 200 - M24 4.83 [
GBR-BT50-C50L70 A 50 - 50 70 - M24 3.86 [ J
GBR-BT50-C50L110 A 50 - 50 110 - M24 4.42 [
GBR-BT50-C50L160 A 50 - 50 160 - M24 5.13 [
GBR-BT50-C50L210 A 50 - 50 210 - M24 5.89 [ J
GBR-BT50-C50L230 A 50 - 50 230 - M24 6.06 [
GBR-BT50-C50L250 A 50 - 50 250 - M24 6.34 [
GBR-BT50-C63L80 A 50 - 63 80 - M24 4.12 [ J
GBR-BT50-C63L160 A 50 - 63 160 - M24 5.94 [
GBR-BT50-C63L230 A 50 - 63 230 - M24 7.52 [
GBR-BT50-C63L260 A 50 - 63 260 - M24 8.16 [ J
GBR-BT50-C63L280 A 50 - 63 280 - M24 8.6 [
GBR-BT50-C63L300 A 50 - 63 300 - M24 9.05 [
GBR-BT50-C90L100 A 50 - 88 100 - M24 5.61 [}
GBR-BT50-C90L180 A 50 - 88 180 - M24 9.2 [
GBR-BT50-C90L250 A 50 - 88 250 - M24 12.34 [
GBR-BT50-C90L320 A 50 - 88 320 - M24 15.48 [ J
GBR-BT50-C90L350 A 50 - 88 350 - M24 16.84 [

@ Stock O Available upon Order
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Adaptor

| Boring Tools

HSK63/100

I
=|3
gl 4-—-—- i I
a
X1 A
LF
Ordering Code ISO D1(mm)  DCON(mm) LF(mm) X1(mm) Pull Nail Weight(kg) Stock
GBR-HSKA63-C19L80 63 31 19 80 40 M18x1 0.9 [
GBR-HSKA63-C25L80 63 - 25 80 - M18x1 1 [ J
GBR-HSKA63-C32L85 63 - 32 85 - M18x1 11 [
GBR-HSKA63-C32L120 63 - 32 120 - M18x1 1.13 @)
GBR-HSKA63-C40L80 63 - 40 80 - M18x1 1.2 [ J
GBR-HSKA63-C40L120 63 - 40 120 - M18x1 1.42 @)
GBR-HSKA63-C50L60 63 - 50 60 - M18x1 13 [
GBR-HSKA63-C50L115 63 - 50 115 - M18x1 1.78 O
GBR-HSKA63-C63L70 63 - 63 70 - M18x1 1.5 [ J
GBR-HSKA63-C63L110 63 - 63 110 - M18x1 2.02 O
GBR-HSKA100-C19L100 100 31 19 100 40 M24x1.5 2.4 [ J
GBR-HSKA100-C25L115 100 50 25 115 70 M24x1.5 2.6 [
GBR-HSKA100-C32L110 100 - 32 110 - M24x1.5 2.8 [
GBR-HSKA100-C40L105 100 - 40 105 - M24x1.5 3 [ J
GBR-HSKA100-C40L150 100 - 40 150 - M24x1.5 3 O
GBR-HSKA100-C50L75 100 - 50 75 - M24x1.5 3.3 [
GBR-HSKA100-C50L140 100 N 50 140 - M24x1.5 3.43 [
GBR-HSKA100-C50L185 100 - 50 185 - M24x1.5 4.1 @)
GBR-HSKA100-C63L75 100 - 63 75 - M24x1.5 3.4 [ J
GBR-HSKA100-C63L165 100 - 63 165 - M24x1.5 4.79 O
GBR-HSKA100-C63L215 100 - 63 215 - M24x1.5 5.94 @)
GBR-HSKA100-C90L125 100 - 88 125 - M24x1.5 5.8 [ J
GBR-HSKA100-C90L215 100 - 88 215 - M24x1.5 9.82 O
GBR-HSKA100-C90L275 100 - 88 275 - M24x1.5 12.58 @)
@ Stock O Available upon Order
Spare Parts for Boring Tool Series
DCON Expanding pin Rubber disc Clamping screw Allen key for clamping screw

C19 TPD4X13.5-GBR RRD4-1-GBR STC-M040050-F-GBR TH20L-GBR

C25 TPD5X17-GBR RRD5-1-GBR STC-M050065-F-GBR TH25L-GBR

C32 TPD7X22-GBR RRD7-1-GBR STC-M060090-F-GBR TH30L-GBR

C40 TPD8.5X26.5-GBR RRD8.5-1.5-GBR STC-M080110-F-GBR TH40L-GBR

C50 TPD11X33-GBR RRD11-1.5-GBR STC-M100140-F-GBR TH50L-GBR

C63 TPD14X43-GBR RRD14-1.5-GBR STC-M120180-F-GBR TH60L-GBR

C90 TPD18X56-GBR RRD16-1.5-GBR STC-M200280-F-GBR TH100L-GBR
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Rough Boring Tool with Bridge

| DC

41
9

A B
Ordering Order Fig. DC(mm) LF(mm) Connection Weight(kg) Cartridge Stock
GBR-LRBD150-210C63 A 150-210 99 63 5.1 LDZD150 0
GBR-LRBD150-210C90 A 150-210 99 €90 5.4 LDZD150 o
GBR-LRBD210-290C32 B 210-290 89 LBC32 4.83 LDZD150 o)
GBR-LRBD290-370C32 B 290-370 89 LBC32 6.13 LDZD150 0
GBR-LRBD370-490C32 B 370-490 100 LBC32 12.64 LDZD370 o
GBR-LRBD490-610C32 B 490-610 115 LBC32 17.22 LDZD370 O
GBR-LRBD610-730C40 B 610-730 120 LBC40 22.6 LDZD370 O
GBR-LRBD730-850C40 B 730-850 125 LBC40 26.83 LDZD370 O
The cartridge should be ordered separately @ Stock O Available upon Order

The adaptor should be ordered separately

Please choose the connection made from aluminum if considering the weight. Please indicate A when ordering. For example:
GBR-LRBD730-850C40: Connection made from steel

GBR-LRBAD730-850C40: Connection made from aluminum
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Cartridge for Rough Boring Tool with Bridge

LDZ

. Clamping Screw for|  Allen Key for Adjusting Screw | Allen Key for Weight
gty oIt L3S Insert Clamping Screw = for Cartridge | Adjusting Screw (kg) v
GBR-LDZD150CC1290 CCMT1204  SL-M050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.31 O
GBR-LDZD150TC1690 TCMT16T3 = SL-M040095-GBR TT15P-GBR SE-M050200-GBR TH25L-GBR 0.31 O
GBR-LDZD150TC2290 TCMT2204  SL-M050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.34 O
GBR-LDZD150SC1245  SCMT1204 = SL-M050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.34 O
GBR-LDZD370CC1290 CCMT1204  SL-M050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.74 O
GBR-LDZD370TC1690 TCMT16T3  SL-M040095-GBR TT15P-GBR SE-M050200-GBR TH25L-GBR 0.74 O
GBR-LDZD370TC2290 TCMT2204 = SL-M050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.79 O
GBR-LDZD370SC1245  SCMT1204  SL-M050128-GBR TT20P-GBR SE-M050200-GBR TH25L-GBR 0.79 O
@ Stock O Available upon Order
LRB Spare Parts
DC Bridee Cartridge Clamping Screw for Clamping Screw for Allen Key for
8 Holder Cartridge Holder Cartridge Clamping Screw

150210 BG150-210C63-GBR SL150-GBR SCA-M080350-GBR SCA-M080300-GBR TH60L-GBR

BG150-210C90-GBR SL150-GBR SCA-M080350-GBR SCA-M080300-GBR TH60L-GBR

210-290 BG210-290-GBR SL150-GBR SCA-M080350-GBR SCA-M080300-GBR TH60L-GBR

290-370 BG290-370-GBR SL150-GBR SCA-M080350-GBR SCA-M080300-GBR TH60L-GBR

370-490 BG370-490-GBR SL370-GBR SCA-M080350-GBR SCA-M080250-GBR TH60L-GBR

490-610 BG490-610-GBR SL370-GBR SCA-M080350-GBR SCA-M080250-GBR TH60L-GBR

610-730 BG610-730-GBR SL370-GBR SCA-M080350-GBR SCA-M080250-GBR TH60L-GBR

730-850 BG730-850-GBR SL370-GBR SCA-M080350-GBR SCA-M080250-GBR TH60L-GBR
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Precision Boring Tool with Bridge

LFB

A B
. . DC LF . . Weight
Ordering Order Fig. Connection Cartridge Stock
& & (mm) (mm) & (kg)
GBR-LFBD150-210C63 A 150-210 97 C63 GBR-DZFBF5A 5.5 O
GBR-LFBD150-210C90 A 150-210 97 €90 GBR-DZFBF5A 5.8 O
GBR-LFBD210-290C32 B 210-290 89 LBC32 GBR-DZFBF5A 6 O
GBR-LFBD290-370C32 B 290-370 89 LBC32 GBR-DZFBF5A 7.3 O
GBR-LFBD370-490C32 B 370-490 100 LBC32 GBR-DZFBF6-F7A 12.64 O
GBR-LFBD490-610C32 B 490-610 115 LBC32 GBR-DZFBF6-F7A 17.22 O
GBR-LFBD610-730C40 B 610-730 120 LBC40 GBR-DZFBF6-FTA 22.6 O
GBR-LFBD730-850C40 B 730-850 125 LBC40 GBR-DZFBF6-F7A 26.83 O
The cartridge should be ordered separately. @ Stock O Available upon Order

The adaptor should be ordered separately.

Please choose the connection made from aluminum if considering the weight. Please indicate A when ordering. For example:
GBR-LFBD730-850C40: Connection made from steel

GBR-LFBAD730-850C40: Connection made from aluminum
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LFB Spare Parts
. Cartridge Clamping Screw for Allen Key for
DC Bridge Holder Balance Block Cartridge Clamping Screw Lock Screw
150210 BG150-210C63-GBR TM150-GBR = CW150-GBR SCA-M080350-GBR SSB-M060160-GBR STA-M060120-GBR
BG150-210C90-GBR TM150-GBR = CW150-GBR SCA-M080350-GBR SSB-M060160-GBR STA-M060120-GBR
210-290 BG210-290-GBR TM150-GBR | CW210-GBR SCA-M080350-GBR SSB-M060160-GBR STA-M060120-GBR
290-370 BG290-370-GBR TM150-GBR = CW210-GBR SCA-M080350-GBR SSB-M060160-GBR STA-M060120-GBR
370-490 BG370-490-GBR TM370-GBR = CW370-GBR SCA-M080350-GBR SSB-M080250-GBR STA-M100200-GBR
490-610 BG490-610-GBR TM370-GBR | CW370-GBR SCA-M080350-GBR SSB-M080250-GBR STA-M100200-GBR
610-730 BG610-730-GBR TM370-GBR = CW370-GBR SCA-M080350-GBR SSB-M080250-GBR STA-M100200-GBR
730-850 BG730-850-GBR TM370-GBR = CW370-GBR SCA-M080350-GBR SSB-M080250-GBR STA-M100200-GBR

Screw Wrench
SCA-M080350-GBR TH60L-GBR
STA-M060120-GBR TH30L-GBR
STA-M100200-GBR TH50L-GBR
SSB-M060160-GBR TH40L-GBR
SSB-M080250-GBR TH50L-GBR
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Rough/Precision Boring Tool with Aluminum Bridge

HRBA Rough Boring

| DC |
u_% | %ﬂﬂ
—y [ | ‘ | I

d
. DC LF D ) . . Cartridge ) Weight

Ordering Code (mm) (mm) | (mm) Bridge Extension Slide Holder Cartridge (ke) Stock
GBR-HRBAD850-1250 850-1250 169 60 BGA850-GBR = EBA400-GBR | SL150-GBR | GBR-LDZD150 30 (@)
GBR-HRBAD1200-1600 | 1200-1600 179 60 BGA1200-GBR = EBA400-GBR = SL150-GBR | GBR-LDZD150 41 (@)
GBR-HRBAD1450-1850 | 1450-1850 189 60 BGA1450-GBR = EBA400-GBR SL150-GBR | GBR-LDZD150 61 O
GBR-HRBAD1450-2090 = 1450-2090 199 60 BGA1450-GBR | EBA640-GBR = SL150-GBR | GBR-LDZD150 71 (@)
GBR-HRBAD2050-2690 | 2050-2690 209 60 BGA2050-GBR | EBA640-GBR = SL150-GBR | GBR-LDZD150 111 (@)
GBR-HRBAD2660-3300 | 2660-3300 219 60 BGA2660-GBR = EBA640-GBR = SL150-GBR | GBR-LDZD150 171 O
The cartridge should be ordered separately @ Stock O Available upon Order
HFBA Precision Bori

. DC LF D 5 Extension | Cartridge = Balance . Weight

Ordering Code (mm) (mm) | (mm) Bridge Slide Holder Block Cartridge (ke) Stock
GBR-HFBAD850-1250 850-1250 167 60 = BGA850-GBR ' EBA400-GBR | TM150-GBR = CW210-GBR  GBR-DZFBF5A | 31 (@)
GBR-HFBAD1200-1600 = 1200-1600 177 60 | BGA1200-GBR & EBA400-GBR = TM150-GBR | CW210-GBR  GBR-DZFBF5A 42 (@)
GBR-HFBAD1450-1850 = 1450-1850 187 60 | BGA1450-GBR EBA400-GBR = TM150-GBR | CW210-GBR ' GBR-DZFBF5A 62 O
GBR-HFBAD1450-2090 = 1450-2090 197 60 | BGA1450-GBR & EBA640-GBR = TM150-GBR | CW210-GBR  GBR-DZFBF5A 72 (@)
GBR-HFBAD2050-2690 = 2050-2690 207 60 | BGA2050-GBR | EBA640-GBR = TM150-GBR ' CW210-GBR GBR-DZFBF5A 112 (@)
GBR-HFBAD2660-3300 = 2660-3300 217 60 | BGA2660-GBR & EBA640-GBR = TM150-GBR A CW210-GBR GBR-DZFBF5A 172 O
The cartridge should be ordered separately @ Stock O Available upon Order
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Adaptor for Boring Tool with Bridge

z
§ °
Ordering Code I1SO LF(mm) (mdm) DCON(mm) Clamping Screw Flat Key W(e;g?t Stock

GBR-BT40LB-C32L60 BT40 60 32 100 SCAM120350-GBR FK10-16X14-GBR 2.52 O
GBR-BT50LB-C32L100 BT50 100 32 100 SCAM120350-GBR FK10-16X14-GBR 6.65 O
GBR-BT50LB-C32L150 BT50 150 32 100 SCAM120350-GBR FK10-16X14-GBR 8.74 O
GBR-BT50LB-C32L200 BT50 200 32 100 SCAM120350-GBR FK10-16X14-GBR 10.44 O
GBR-BT50LB-C32L250 BT50 250 32 100 SCAM120350-GBR FK10-16X14-GBR 12.32 O
GBR-BT50LB-C32L300 BT50 300 32 100 SCAM120350-GBR FK10-16X14-GBR 14.21 O
GBR-BT50LB-C32L350 BT50 350 32 100 SCAM120350-GBR FK10-16X14-GBR 16.1 O
GBR-BT50LB-C40L100 BT50 100 40 136 SCAM160500-GBR FK10-25X18-GBR 9.8 O
GBR-BT50LB-C40L250 BT50 250 40 136 SCAM160500-GBR FK10-25X18-GBR 17 O
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Adaptor for Boring Tool with Bridge

HSK100

DCON

Boring Tools |

HOLEMAKING TOOLS

. LF d DCON . Weight
Ordering Code 1SO Clamping Screw Flat Ke Stock
e (mm)  (mm)  (mm) P Y (ke)
GBR-HSKA100LB-C32L100 HSKA100 100 32 100 SCAM120350-GBR | FK10-16X14-GBR 5.87 @]
GBR-HSKA100LB-C32L150 HSKA100 150 32 100 SCAM120350-GBR | FK10-16X14-GBR 7.81 @]
GBR-HSKA100LB-C32L200 HSKA100 200 32 100 SCAM120350-GBR | FK10-16X14-GBR 9.95 @]
GBR-HSKA100LB-C40L100 HSKA100 100 40 136 SCAM160500-GBR | FK10-25X18-GBR 8.8 O
GBR-HSKA100LB-C40L250 HSKA100 250 40 136 SCAM160500-GBR | FK10-25X18-GBR 15.7 @]
@ Stock O Available upon Order
Location Spindle
'c — —
L
. d L Weight
Ordering Code 1SO Stock
. (mm) (mm) (k)
GBR-ISO50C40 50 40 26 1.94 O
GBR-ISO50C60 50 60 39 2.53 O
GBR-ISO60C40 60 40 27 6.87 O
GBR-ISO60C60 60 60 43 7.54 O

@ Stock O Available upon Order
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Boring Inserts Dimensional Specification Information

Q o
’%\ S
Dimension (mm) Grade
Insert Fig. Ordering Code
IC S RE D1 GM3220 = GM3225

CCMT060202-MM 6.35 2.38 0.2 2.8 o o
CCMT060204-MM 6.35 2.38 0.4 2.8 o o
CCMT060208-MM 6.35 2.38 0.8 2.8 o ([ J
CCMTO09T302-MM 9.525 3.97 0.2 4.4 o o
CCMT09T304-MM 9.525 3.97 0.4 4.4 o ([ J
CCMTO09T308-MM 9.525 3.97 0.8 4.4 o o
CCMT060202-GP 6.35 2.38 0.2 2.8
CCMT060204-GP 6.35 2.38 0.4 2.8 o
CCMT060208-GP 6.35 2.38 0.8 2.8 o
CCMT09T302-GP 9.525 3.97 0.2 4.4
CCMT09T304-GP 9.525 3.97 0.4 4.4 o
CCMTO09T308-GP 9.525 3.97 0.8 4.4 o
CCMT120404-GP 12.7 4,76 0.4 5.5 o
CCMT120408-GP 12.7 4.76 0.8 5.5 o
CCMT120412-GP 12.7 4.76 1.2 5.5
TCMT110202-MM 6.35 2.38 0.2 2.8 o o
TCMT110204-MM 6.35 2.38 0.4 2.8 o o
TCMT110208-MM 6.35 2.38 0.8 2.8 o o
TCMT16T304-MM 9.525 3.97 0.4 4.4 (] o

'"Serégﬁirn?”gh TCMT16T308-MM 9525 3.97 0.8 4.4 ° °
TCMT110202-GP 6.35 2.38 0.2 2.8
TCMT110204-GP 6.35 2.38 0.4 2.8 o
TCMT110208-GP 6.35 2.38 0.8 2.8 ([ J
TCMT16T304-GP 9.525 3.97 0.4 4.4 o
TCMT16T308-GP 9.525 3.97 0.8 4.4 o
TCMT16T312-GP 9.525 3.97 1.2 4.4
TCMT220408-GP 12.7 4.76 0.8 5.5
SCMT09T304-MM 9.525 3.97 0.4 4.4 [ ) o
SCMTO09T308-MM 9.525 3.97 0.8 4.4 [ ] (]
SCMTO09T304-GP 9.525 3.97 0.4 4.4
SCMTO09T308-GP 9.525 3.97 0.8 4.4 O
SCMT120404-GP 12.7 4.76 0.4 5.56 O
SCMT120408-GP 12.7 4.76 0.8 5.56 O

Note: If the grades are blank, it means there is no grades for the specification, but there are other @ Stock O Available upon Order

grades could be chosen. Please confirm with the sales before ordering.
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Boring Inserts Dimensional Specification Information

D1
EISEEN

HOLEMAKING TOOLS

o
Re
Dimension (mm) Grade
Insert Fig. Ordering Code
IC S RE D1 GATT7115 | GAT7120 | GATT7125
TBGT060102L-P 3.97 1.59 0.2 2.3 o
TBGT060104L-P 3.97 1.59 0.4 2.3 o
TPGHO090202L-P 5.56 2.38 0.2 2.5 o
TPGHO090204L-P 5.56 2.38 0.4 2.5 o
TPGH110301L-P 6.35 3.18 0.1 3.4 [ ) o
Insert fB‘:)rrr;gdSb” TPGH110302LP 635 318 02 34 ° °
TPGH110304L-P 6.35 3.18 0.4 3.4 [ ]
CCGT060201L-G 6.365 2.38 0.1 2.8 [ )
CCGT060202L-G 6.35 2.38 0.2 2.8 [ ]
CCGT060204L-G 6.365 2.38 0.4 2.8 O
CCGTO09T301L-G 9.54 3.97 0.1 4.4 @
CCGTO09T302L-G 9.525 3.97 0.2 4.4 [ ]
CCGTO09T304L-G 9.54 3.97 0.4 4.4 [ ]
Dimension (mm) Grade
Insert Fig Ordering Code
IC S RE D1 GAT7110B GNT7110B GPT7110B
WBGT060102-BRG 3.97 1.59 0.2 2.24 [ )
Insert for Precision WBGT060102-BRN 3.97 1.59 0.2 2.24 [ )
Boring WBGTO60102-BRP |~ 3.97 159 = 02 = 2.24 ®

@ Stock O Available upon Order
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Recommended Cutting Parameters for Rough Boring

Boring Range D20-D35 D35-D55
. . Overhang | Cutting Depth Ap
Workpiece Material (L/D) (mm) 0.5-1.2 1.2-2.5 0.8-1.5 1.5-2.5
Corner Radius
REQN 0.2 0.4 0.2-0.4 0.4
. ve(m/min) 150-180 120-150 160-200 140-170
' fz(mm/z) 0.1-0.2 0.08-0.2 0.15-0.2 0.1-0.175
Low Carbon Steel, Ve(m/min) 140-160 100-140 160-180 120-150
Long Chip 4
(< 125HB) fz(mm/z) 0.1-0.18 0.08-0.15 0.1-0.12 0.08-0.1
6 Vc(m/min) 60-80 40-60 60-90 50-60
fz(mm/z) 0.06-0.12 0.06-0.1 0.06-0.12 0.06-0.1
o Vc(m/min) 130-160 100-130 140-180 120-160
’ fz(mm/z) 0.08-0.15 0.08-0.12 0.08-0.2 0.06-0.12
High Carbon Steel/ .
Medium Carbon A Ve(m/min) 110-140 80-110 100-140 80-120
Steel fz(mm/z) 0.08-0.12 0.08-0.1 0.08-0.15 0.06-0.15
(< 25HRC)
. Vc(m/min) 70-90 60-70 80-100 60-80
fz(mm/z) 0.08-0.1 0.06- 0.08 0.06- 0.1 0.06- 0.08
55 Vc(m/min) 140-160 90-120 150-180 100-130
' fz(mm/z) 0.08-0.18 0.08-0.15 0.08-0.2 0.08-0.18
Alloy gtee:, Tool A Ve(m/min) 100-130 70-100 110-150 90-120
tee
(< 35HRC) fz(mm/z) 0.08-0.15 0.06-0.12 0.08-0.18 0.08-0.15
6 Vc(m/min) 80-100 60-90 80-100 70-90
fz(mm/z) 0.08-0.15 0.06-0.1 0.06-0.12 0.06-0.12
> Vc(m/min) 130-150 120-140 130-150 120-140
.5
fz(mm/z) 0.08-0.18 0.06- 0.15 0.08-0.18 0.06- 0.15
Alloy gtee:, Tool 4 Vc(m/min) 100-130 100-120 100-130 100-120
tee
(35-48HRC) fz(mm/z) 0.08-0.15 0.06-0.13 0.08-0.15 0.06-0.13
. Vc(m/min) 80-100 70-90 80-100 70-90
fz(mm/z) 0.08-0.12 0.06-0.11 0.08-0.12 0.06-0.11
55 Vc(m/min) 100-150 110-130 120-160 100-150
' fz(mm/z) 0.08-0.15 0.06-0.12 0.08-0.18 0.06-0.12
Ferritic Stainless i
Steel, Martensitic A Ve(m/min) 90-130 90-120 100-140 90-140
Stainless Steel, fz(mm/2) 0.08-0.12 0.06-0.1 0.08-0.12 0.06-0.1
PH Stainless Steel
6 Vc(m/min) 60-90 50-70 60-90 50-70
fz(mm/z) 0.06-0.1 0.06-0.1 0.06-0.12 0.06-0.1
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D55-D70 D70-D110 D110-D150
0.8-1.5 1.5-3.0 0.8-1.5 1.5-3.5 0.8-2.0 2.0-3.5 0.8-2.0 2.0-4.0
0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8
160-200 140-180 160-200 150-180 180-250 160-200 220-280 200-220
0.15-0.25 0.08-0.2 0.15-0.25 0.08-0.2 0.15-0.3 0.1-0.2 0.15-0.3 0.1-0.15
160-180 120-150 140-180 120-150 160-200 140-180 - -
0.1-0.12 0.08-0.1 0.08-0.2 0.08-0.15 0.1-0.2 0.08-0.15 - =
70-90 50-70 70-100 50-70 - - - -
0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1 - - - -
140-180 120-160 140-180 120-160 150-170 100-140 100-140 80-120
0.08-0.25 0.08-0.18 0.15-0.3 0.12-0.2 0.15-0.25 0.1-0.2 0.15-0.3 0.1-0.2
100-140 80-120 120-150 100-140 100-130 80-110 - -
0.08-0.2 0.06-0.15 0.1-0.2 0.1-0.18 0.08-0.2 0.08-0.12 - -
80-100 60-80 80-100 60-80 - - - -
0.08-0.15 0.06-0.1 0.08-0.12 0.08-0.12 - - - -
160-200 140-180 160-220 140-180 160-220 140-180 160-220 140-180
0.1-0.25 0.1-0.15 0.1-0.3 0.1-0.25 0.1-03 0.1-0.25 0.1-0.35 0.1-0.3
140-180 100-130 150-200 120-160 120-160 120-160 - -
0.08-0.18 0.08-0.12 0.1-0.2 0.08-0.18 0.1-0.2 0.08-0.18 - -
100-140 80-120 100-140 100-140 - - - -
0.06-0.15 0.08-0.1 0.08-0.18 0.08-0.15 - - - -
140-170 120-150 160-200 140-180 140-200 140-180 140-200 140-180
0.08-0.2 0.08-0.18 0.1-0.3 0.1-0.25 0.1-0.35 0.1-0.3 0.1-0.35 0.1-0.3
120-150 100-120 140-160 120-140 150-180 120-140 - -
0.08-0.18 0.08-0.15 0.08-0.2 0.08-0.15 0.08-0.12 0.08-0.12 - -
100-120 70-90 100-120 70-90 - - - -
0.08-0.12 0.06-0.11 0.08-0.16 0.08-0.12 - - - -
120-160 110-160 120-220 120-200 140-220 120-180 150-220 120-200
0.08-0.25 0.08-0.18 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25
100-150 80-120 100-160 90-140 120-180 90-140 - -
0.08-0.18 0.08-0.12 0.08-0.25 0.08-0.18 0.08-0.25 0.08-0.18 - -
70-100 50-70 70-100 50-70 - - - -
0.06- 0.15 0.08-0.1 0.08-0.2 0.08-0.15 - - - -
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Recommended Cutting Parameters for Rough Boring

Boring Range D20-D35 D35-D55
8 " Overhang Cutting Depth Ap : . _ :
Workpiece Material (L/D) (mm) 0.5-1.2 1.2-2.5 0.8-1.5 1.5-2.5
Corner Radius
RE(mm) 0.2 0.4 0.2-0.4 0.4
- ve(m/min) 110-130 100-130 120-150 110-140
' fz(mm/z) 0.08-0.15 0.06-0.12 0.08-0.18 0.06-0.12
Austenitic Ve(m/min) 80-110 80-110 90-130 90-120
Stainless Steel 4
(130-200HB) fz(mm/z) 0.08-0.12 0.06-0.1 0.08-0.12 0.06-0.1
6 Vc(m/min) 60-90 50-70 60-90 50-70
fz(mm/z) 0.06-0.1 0.06- 0.1 0.06-0.12 0.06-0.1
s Vc(m/min) 90-130 100-130 120-150 110-140
High-Strength fz(mm/z) 0.08-0.15 0.06-0.12 0.08-0.18 0.06-0.12
M Austenitic Ve(m/min) 70-110 80-110 90-130 90-120
Stainless Steel 4
and Cast Stainless fz(mm/z) 0.08-0.12 0.06-0.1 0.08-0.12 0.06-0.1
Steel c
(<25HRC) . Vc(m/min) 60-90 50-70 60-90 50-70
fz(mm/z) 0.06-0.1 0.06- 0.1 0.06-0.12 0.06- 0.1
. Ve(m/min) 80-120 70-110 100-150 90-140
' fz(mm/z) 0.08-0.15 0.06-0.12 0.08-0.18 0.06-0.12
DUPleg Stalinless A Ve(m/min) 70-100 70-100 80-130 70-120
tee
(<30HRC) fz(mm/z) 0.08-0.12 0.06-0.1 0.08-0.12 0.06-0.1
6 Vc(m/min) 60-90 50-70 60-90 50-70
fz(mm/z) 0.06-0.1 0.06-0.1 0.06-0.12 0.06-0.1
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D55-D70 D70-D110 D110-D150
0.8-1.5 1.5-3.0 0.8-1.5 L5315 0.8-2.0 2.0-3.5 0.8-2.0 2.0-4.0
0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8
110-160 100-150 120-200 100-160 120-200 100-160 120-200 100-180
0.08-0.25 0.06-0.12 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25
100-150 90-130 100-150 90-140 100-160 90-140 - -
0.08-0.18 0.06-0.1 0.08-0.25 0.08-0.18 0.08-0.25 0.08-0.18 = =
70-100 50-70 70-100 50-70 - - - -
0.06-0.15 0.06-0.1 0.08-0.2 0.08-0.15 - - - -
120-160 100-150 130-200 120-180 140-200 120-160 140-200 120-180
0.08-0.25 0.06-0.12 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25
100-150 90-130 110-150 90-150 100-160 90-140 - -
0.08-0.18 0.06-0.1 0.08-0.25 0.08-0.18 0.08-0.25 0.08-0.18 - -
70-100 50-70 70-100 50-70 = = = -
0.06-0.15 0.06-0.1 0.08-0.2 0.08-0.15 = = = =
110-150 100-150 130-180 120-180 120-200 100-160 120-200 100-180
0.08-0.25 0.06-0.12 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25
90-140 90-130 100-140 90-140 100-160 90-140 - -
0.08-0.18 0.06-0.1 0.08-0.25 0.08-0.18 0.08-0.25 0.08-0.18 = =
70-100 50-70 70-90 50-70 - - - -
0.06-0.15 0.06-0.1 0.08-0.2 0.08-0.15 - - - -
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Recommended Cutting Parameters for Rough Boring

Boring Range D20-D35 D35-D55
Workpiece Material O"&r/'l‘)a)“g C“t“"(ﬁ][;f)pth AP 0512 1225 0.8-15 1525
C°;"Ee(;f;‘)ji”5 0.2 0.4 0.2-0.4 0.4
s Ve(m/min) 120-160 100-140 120-180 110-150
fz(mm/2) 0.06-0.15 0.06-0.18 0.06-0.15 0.06-0.12
Grey Cast Iron . Ve(m/min) 100-140 80-120 100-150 80-120
GG10-25 HB<200 fz(mm/z) 0.06-0.12 0.06-0.1 0.06-0.12 0.06-0.1
] Ve(m/min) 70-100 60-90 70-100 60-90
fz(mm/z) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
Ve(m/min) 140-200 140-200 140-220 160-250
23 fz(mm/2) 0.06-0.15 0.06-0.18 0.06-0.15 0.06-0.18
ey Casle A Ve(m/min) 120-160 120-160 120-180 140-200
GG25-40 fz(mm/z) 0.06-0.12 0.06-0.14 0.06-0.12 0.06-0.14
Ve(m/min) 70-100 60-90 70-100 60-90
° fz(mm/2) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
s Ve(m/min) 120-180 120-180 120-200 140-220
fz(mm/2) 0.06-0.15 0.06-0.18 0.06-0.15 0.06-0.18
Spheroidal Graphite . Ve(m/min) 120-160 120-160 120-180 140-200
Castlron fz(mm/2) 0.06- 0.12 0.06- 0.14 0.06-0.12 0.06-0.14
] Ve(m/min) 60-100 60-90 60-100 60-90
fz(mm/z) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
s Ve(m/min) 200-300 240-350 200-300 240-350
fz(mm/z) 0.06-0.2 0.06-0.25 0.06-0.2 0.06-0.25
Cast Aluminium Ve(m/min) 150-220 150-220 150-220 150-220
Alloys Si>12% N fz(mm/2) 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2
Ve(m/min) 60-100 60-100 60-100 60-100
° fz(mm/2) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
s Ve(m/min) 180-250 220-280 180-250 220-280
fz(mm/2) 0.06-0.2 0.06-0.25 0.06-0.25 0.06-0.25
Cast Aluminium Ve(m/min) 120-220 120-220 120-220 120-220
Alloys Si<12% N fz(mm/2) 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2
Ve(m/min) 60-100 60-100 60-100 60-100
° fz(mm/2) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
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D55-D70 D70-D110 D110-D150 D150-
0.8-1.5 1.53.0 0.8-1.5 1535 0.8-2.0 2.0-35 0.8-2.0 2.0-4.0
0204 0.4-0.8 0204 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8
120-180 110-150 120-200 110-150 150-250 180-280 150-250 180-280
0.08-0.2 0.08-0.12 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.35 0.08-0.25 0.08-0.35
100-150 80-120 100-150 80-120 120-170 120-170 - -
0.08-0.12 0.08-0.1 0.08-0.18 0.08-0.2 0.08-0.18 0.08-0.25 - -
70-100 60-90 70-100 60-90 - - - -
0.08-0.1 0.08-0.1 0.08-0.15 0.08-0.12 - - - -
180-220 220-280 250-300 250-350 250-350 250-350 250-350 250-350
0.08-0.2 0.1-0.25 0.12-0.35 0.12-0.35 0.15-0.3 0.15-0.4 0.15-0.3 0.15-0.4
140-180 180-220 200-270 230-300 200-300 200-270 - -
0.08-0.12 0.08-0.2 0.1-0.25 0.12-0.3 0.15-0.3 0.15-0.35 - -
60-100 60-120 70-150 60-120 - - - -
0.08-0.1 0.08-0.1 0.1-0.15 0.12-0.25 : s : :
180-220 180-240 200-240 200-280 200-280 220-300 220-300 220-300
0.08-0.18 0.1-0.2 0.12-0.3 0.12-0.3 0.15-0.3 0.15-0.35 0.15-0.3 0.15-0.35
140-200 160-220 160-220 180-240 180-250 200-270 - -
0.08-0.12 0.08-0.18 0.1-02 0.12-0.25 0.15-0.25 0.15-0.35 - -
60-90 60-100 60-100 60-100 - - - -
0.08-0.1 0.08-0.1 0.1-0.15 0.12-0.2 - - - -
200-300 240-350 200-300 240-350 200-300 240-350 200-300 240-350
0.06-0.25 0.06-0.3 0.06-0.25 0.06-0.3 0.06-0.25 0.06-0.4 0.06-0.25 0.06-0.4
150-220 150-220 150-220 150-220 150-220 150-220 - -
0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2 - -
60-100 60-100 60-100 60-100 - - - -
0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1 : s : :
180-250 220-280 180-250 220-280 180-250 220-280 180-250 220-280
0.06-0.25 0.06-0.3 0.06-0.25 0.06-0.3 0.06-0.3 0.06-0.4 0.06-0.3 0.06-0.4
120-220 120-220 120-220 120-220 120-220 120-220 - -
0.06-0.2 0.06-0.25 0.06-0.2 0.06-0.25 0.06-0.2 0.06-0.25 - -
60-100 60-100 60-100 60-100 - - - -
0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1 - - - -
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Recommended Cutting Parameters for Precision Boring

Feed f (mm/rev)

Workpiece Material Ov&r/l:)a)ng Cum(':f/;ﬁi?d He Corner Radius Re (mm) CUt;;:(%n?:)p th
R=0.2 R=0.4
2.5 200-300 0.05-0.08 0.08-0.1
Low Carbon Steel,
Long Chip (<125HB) 4 160-250 0.05-0.08 0.08-0.1 0.1-0.25
70-100 0.05-0.08 -
2.5 160-250 0.05-0.08 0.08-0.1
High Carbon Steel,
Carbon Steel (<25HRC) 4 150-200 0.05-0.08 0.08-0.1 0.1-0.25
6 70-100 0.05-0.08 -
2.5 150-200 0.05-0.08 0.08-0.1
Alloy Steel, Tool Steel (<
35HRC) 4 120-160 0.05-0.08 0.08-0.1 0.1-0.25
6 70-80 0.05-0.08 -
2.5 120-160 0.05-0.08 0.08-0.1
Alloy Steel, Tool Steel
(35-48HRC) 4 100-140 0.05-0.08 0.08-0.1 0.1-0.25
6 70-100 0.05-0.08 -
2.5 160-210 0.05-0.08 0.08-0.1
‘ Stainless Steel 4 120-160 0.05-0.08 0.08-0.1 0.1-0.25
6 70-90 0.05-0.08
2.5 120-160 0.05-0.08 0.08-0.1
Cast Iron 4 100-140 0.05-0.08 0.08-0.1 0.1-0.25
6 70-100 0.05-0.08 -
2.5 300-400 0.05-0.08 0.08-0.1
Aluminum Alloy 4 250-350 0.05-0.08 0.08-0.1 0.1-0.25
6 100-150 0.05-0.08 -
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Instructions of RB Rough Boring Tool

Descriptions:

1.Cartridge

2.Wrench for Adjusting

3.Tool Holder Body

4.Torque Bolt

5.Lock Wrench

6.Clamping Screw

7.Adjusting Scale Mark

Adjustment Steps:

1. Loosening the 6# clamping screw;

2. Roughly adjust the insert holders as the scale mark, and the distance between the two bits should be 0.5mm shorter than
the required distance;

3Tighten the 6# clamping screw to lock the cartridge; then, rotate the 2# adjusting screw and Tighten the 6# clamping
screw to avoid the cutter relieving;

4. Run the test and comparing the testing scale and actual requirements, then figure out the smaller number;

5. Gently loosen the 6# clamping screw, so that the 2# adjusting screw for cartridge can make the cartridge moved;
6.Tighten the 2# screw and compare it on the dial or the tool setting instrument, so that the movement of the tool holder is
the previously calculated diameter difference;

7. Lock the 6# screw, and then machining the work piece as the demanded dimension.
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Instructions of FB Precision Boring Tool

Descriptions:

1.Cartridge

2.Clamping Screw for Cartridge

3.Clamping Screw

4.Tool Holder Body

5.K Interface Torque Bolt

6.0il Hole

7.Scale Line

Adjustment Steps:

l.Install the 1# cartridge firmly according to the correct direction, Lock the 3# screw first, then lock the 2# locking screw.
2.Loosen the clamping screw (3#), adjust the micro-adjustable knob with the allen key to meet the demanded diameter and
then rotate the clamping screw (3#) by clockwise direction. It is 0.01mm in diameter when rotating per graduation. (Rotate
the graduated dial by clockwise is to increase the processing diameter and by anti-clockwise is to decrease the processing
diameter);

3.Please see the mark on the body which indicates the boring range (Be sure not to be out of the adjustment range);

4.Do regular scheduled maintenance, dip it in lubricant oil (dipping the oil at the 6# oil hole);

5.Do not open the place where is sealed by the red paint, otherwise the accuracy of boring head will be damaged;

6.The boring tool must be turned by anticlockwise when back boring.
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Instructions of LRB Rough Boring Tool with Bridge

Descriptions:

1.Adaptor

2.Bridge

3.Clamping Screw for Adaptor

4.Clamping Screw for Cartridge
Holder

5.Cartridge Holder

6.Adjusting Screw for Cartridge

7.Cartridge

8.Clamping Screw for Cartridge

Adjustment Steps:

1.Loosen the 4# clamping screw for the cartridge holder;

2.Rough adjusting the 5# cartridge holder and 7# cartridge as the scale mark, and the distance between the two bits should
be 0.5mm shorter than the one of the demanded distance(note: by adjusting the position of cartridge & cartridge holder
and clamping screw for the mobile slide to be sure the adjusting size);

3Tighten the 4# balance block and 8# clamping screw for the cartridge, and rotate the 6# adjusting screw for cartridge,
preload the 8# clamping screw for cartridge and 4# clamping screw for balance block to avoid to the cutter relieving;

4 Testing run and comparing the testing size and actual requirements, then figure out the smaller number;

5.Loosen the 5# clamping screw lightly, so that the 6# adjusting screw for cartridge can make the 7# cartridge moved;
6.Rotate the 6# adjusting screw for cartridge, compared by the dial gage to figure out the smaller number;

7.Lock the 8# screw, and then machining the work piece as the demanded dimension.

GESAC _ 181




HOLEMAKING TOOLS | Boring Tools

Instructions of LFB Precision Boring Tool with Bridge

Descriptions:

1.Adaptor

2.Clamping Screw for Adaptor

3.Bridge

4.Balance Block

5.Clamping Screw

6.0il Hole

7.Cartridge

8.Adjusting Screw for Cartridge

9.Precision Boring Body

10.Lock Screw

Adjustment Steps:

1. Loosen the 5# clamping screw;

2. Roughly adjust the 5# cartridge holder and 7# cartridge as the scale mark, and the distance between the two bits should
be 0.5mm shorter than the one of the demanded distance(note: by adjusting the 7# cartridge and 94 boring tool body to be
sure the adjusting size);

3. Tighten the 5# clamping screw;

4. Adjust the balance block as the same process to assure the dynamic balance;

5. Lock the 10# lock screw tightly, test run and comparing the testing size and actual requirements, then figure out the
smaller number;

6. Loosen the 104 lock screw lightly, rotate the micro-adjustable knob (it is 0.01mm in diameter when rotating per
graduation) to figure out the smaller number.

7. Lock the 10# screw, and then machining the work piece as the demanded dimension;

8. Do regular scheduled maintenance, dip it in lube oil (dipping the oil at the 6# oil hole).
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Appendix

Workpiece Material

ISOGI\;ISLE(E’riaI MC Workpiece Material Content S-E?::;glfh Hglt:jnneélss ﬁgfclj(r\?leeslé
N/mm2 HB HRC
P1 Low Carbon Steel, Long Chipping C<0.25% <530 <125
P2 | Low Carbon Steel, Short Chipping, Freecutting Steel C<0.25% <530 <125
P3 High Carbon Steel, Medium Carbon Steel C>0.25% >530 <220 <25
n P4 Alloy Steel, Tool Steel C>0.25% 600-850 <330 <35
Steel P5 Alloy Steel, Tool Steel C>0.25% 850-1400  340-450  35-48
P6 Ferritic Stegi{;lgﬁs Igﬁeslt%iwlaerstsgtseizglc Stainless C=(0-0.4)% 600-900 <330 <35
pr HiEhsigneth Ferlicstaniess siech Marensifc  co1o60  s001350 330450 3548
M1 Austenitic Stainless Steel C=(0.05-0.15)% <600 130-200
stm | W High-Strength Austenitic Stainless Steeland  ¢(0,05.0.15)% ~ 600-800 150230 = <25
Steel M3 Duplex Stainless Steel 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
Cast Iron 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
Material N5 Graphite, CFK, CFRP Graphite, Composite Materials 600-1500
NG GFK, CFK A&%ﬂﬂéﬁ?@?ﬁfﬁ Composite <700 <210
S1 Iron-based Heat-resistant Alloys 500-1200 160-260 25-48
B S2 Cobalt-based Heat-resistant Alloys 1000-1450 250-450 25-48
gfggﬁfﬁfﬁi?t S3 Nickel-based Heat-resistant Alloys 600-1700 160-450 <48
Titanium Alloys  S4 Titanium and Titanium Alloys 900-1600 300-400 33-48
H1 Hardened Steel 45-55
m H2 Hardened Steel 55-60
Hardened H3 Hardened Steel 60-65
Material H4 Hardened Steel >65
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(h)

di=25~32mm

DIN 6535-HA
d1h52‘3‘4‘5 6‘8 10 12‘14 16‘18 20 25 32
12 28 36 40 45 48 50 56 60
DIN 6535-HB
b1 er |1 |2
iy +0.05 0 2 ) +1
. 0 1 2 0 0
6.0 42 5.1
18.0 36.0
8.0 55 6.9
10 7.0 20.0 8.5 40.0
12 10.4
8.0 25 45.0
14 12.7
16 142
10.0 24.0 48.0
18 162
20 11.0 25.0 182 50.0
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
d: (b?) (bs) (he) () L ls ls r
6.0 43 5.1
360 250 180
8.0 55 6.9
10 7.1 8.5 400 280 200 12
12 8.2 10.4
450 330 225
14 8.1 12.7
16 101 14.2
480 360 240
18 108 16.2
20 114 18.2 500 380 250 16
25 136 93 | 230 241 560 440  32.0
EY) 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= W(rev/min)
T +D+*n .

Vc Cutting Speed Vc= ——— (m/min)
1000

Vf Feed Rate Vf= ]cz*z*n (mm/min)
Vv

fz Feed per Teeth fZ= Zifn(mm)

Q Rate of Metal Removal Q= %ﬁ (cm3/min)

_ L .
Tc Processing Time Te= T(mln)
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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% [
30% |
0% |
w [

0%
No,. Fir,st(fgf Second of Third, of
regrinding  regrinding  regrinding  regrinding

Contact the nearest GESAC office.
.,
‘ '0.'
.0
*
4

Tool cost

» Please follow these steps

A professional re-grinding .
team will repair your tool
and send it back to you.

m{

Please put the regrinding tool
into the box with the GESAC
mark, and pay attention to
prevent the tool from bumping.

0..
.
.

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
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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 N et

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

X 400-998-6858 )

Email: GJ.GLB@CXTC.COM
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