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BORE MAGHINING TOOLS

How to choose the right solid carbide drills

—————ao Shape

———— Product category

_i SH series for high hardness steel]

Shape size

¢ Cmew—— PagE—=r L
External coolant Straight shank Is
I2 | s
h
For drilling high hardness steel (HRC 40~60) ]
® Small helical angle and large core designed, greatly improve tool rigidity.
. Drill Drilling Coolng | Shank — Basic dimension(rr;m) —
dgzr(nr:;t;r d(f/’:it)h s || e Type dameter |Overalllength| Fiute lengn | FEESERE? | Shank lengin | grade
d2(he) l1 I2 I3 la KDG303
3.0 3 1534SH03-0300 6 62 20 14 36 o
33 3 1534SH03-0330 6 62 20 14 36 Yo
4.0 3 1534SH03-0400 6 66 24 17 36 Y
42 3 1534SH03-0420 6 66 24 17 36 #
5.0 3 1534SH03-0500 6 66 28 20 36 e
6.0 3 1534SH03-0600 6 66 28 20 36 Yo
6.75 3 1534SH03-0675 8 79 34 24 36 %
7.0 3 1534SH03-0700 8 79 34 24 36 H
8.0 3 1534SH03-0800 8 79 a1 29 36 X
85 3 | Extemal | Staioht | 15345H03-0850 10 89 a7 35 40 o
9.0 3 1534SH03-0900 10 89 47 35 40 Yo
10.0 3 1534SH03-1000 10 89 a7 35 40 #
10.25 3 1534SH03-1025 12 102 55 40 45 #
10.5 3 1534SH03-1050 12 102 55 40 45 o
12.0 3 1534SH03-1200 12 102 55 40 45 o
125 3 1534SH03-1250 14 107 60 43 45 Yo
14.0 3 1534SH03-1400 14 107 60 43 45 #
145 3 1534SH03-1450 16 15 65 45 48 #
16.0 3 1534SH03-1600 16 115 65 45 48 e

Y¢Recommended grade and produce according to order

rl Applicable m

aterial table

OVery suitable OSuitable

Workpiece material

Code key = C6
\

———ao Applicabl

material range

0 Product features

e workpiece

Specifications e

Grade | id steel Csa‘;be‘ﬁ” Pre-hardened steel, Hardened steel | gyaipjess Castiron | Nodular | Aluminum | Copper re:i:a:nl
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 ©) o
U
Cutting parameters | C69 Technical information  C76-C82 Non-standard tailor made C83-C87

Type, depth of drilling, cooling system, type

of shank, basic dimensions and grade.

‘@ Code key, cutting parameters, technical

information, non-standard tailor made
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@ Drilling tools overview

Drilling Tools

Workpiece material Page
0 9
ie]
] s | 3 LR
S _ ) @ ool lolz |z |z o o =
= | el Type Shape of drills = @ SIS 83|88\ = |33
® | drills 3| 2 |a|3|2|2/z|z/z] 8§ |2
o 3 @ |2 |8 |3 |3 |2 |5 ) @
S = = 2 S |o | 5|2 |28 |32 o @
o | @ @ | @ 212 |2| 3
° 38 32|z
i g |2 | &
15345003 &S———— """ oo | 0|0|0|0|0]|O0
1534SU03C &SS———— """ gen | 0|0 |0|0|0|O
Internal
9 17345U03C eSS """ gen | 0|0|0|0|0|O
=)
@
$ | Twistdril| 15365U05 eSS Pl gogn | 0|0 |0 |0 |00 C7-37 | C64-66
S
@ Internal
= 1536SU05C eSS . %3920 | 0O 0|0|0|O0|O
=
=] Internal
< 17365U05C m_: coolant| 93920 | O 1 © ) O 10|00
1538sU08C | SN | gag1g |O | © | O|© | O | O
Step drill|  1557SU03 e " v | O |0 | OO | 0|0 css | ce7
(%) Internal
23 1534ST03C asesa—— "™ g3020 [0 | O | © o
)
@ S |Twist drill| 1536ST05C EessssE—— "™ 23020 |0 | O | © 0 C39-51 | C68
[%2]
N =+
= D
g 1736ST05C essSsT = ™ gs020 |0 |0 | O o
= _
— 1534SH03 ) el g g6 O | c52:53 | C69
=3 . . coolant
& = | Twist drill
o S
8
1105SC03 SRS T Beml g5 016 o|o
Twist drill C54-57 | C70
- m—— |F |
T 1101SC05 T e e | orel| @2-016 oo
= IThre(e_- 1165PA03 Sy Bl 3020 ole|lo|o C58-60 | C71-72
3 ips drill coolan
=J
c Eym— External
 —— 1576PC05 — | oenell @4-g20 0|0
- . C61-62 | C73-74
& | flute drill o ||nternal
g 1579PC15C ———— | Tl 5714 o|o
o
= External
1143SC90 — @5-320 O O
Centering E————— | cotlant ces | s
drill
11435C120 = — el g5 gi20 o|o
Ss
% 2 | Shallow Internal
22 il ZDo3 : W | el ge.gss | © |0 | O | O | O C90-91 | €99
B @

OVery suitable OSuitable
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' Grade'introduction'for'solid'carbide drills

Coated grw

It is a combination of ultra-fine carbide substrate with
good strength, toughness and wear resistance and
Nano structure nc-TiAIN coating aiming at optimizing
drilling operations, make sure the tools possess
very high toughness and hardness. Unique coating

technology make the tools have smooth surface and
excellent wear resistance, and prominent thermal

Common TiAIN coating nc-TiAIN coating
stability and chemical stability supply effective
protection for cutting edges.
A . . . . . s 30001
pplication of nc-TIAIN coating in drilling
Tool type 1534SU03C-1200 N
g 2500
Size @12mm —
=}
Workpiece material 42CrMo(32HRC) 2 20004
Cutting speed 100m/min g
Rotating speed 2652r/min S 1500
Feed rate per revolution | 0.25mm/r ?
Feed speed 663mm/min é 1000+
Drilling depth 36mm 2
A 500 1
. Water-soluble liquid ( internal
Cooling system
coolant)
Machine Mikron UCP 1000 0 Common TiAIN

. nc-TIAIN(KDG303)
coating

Uncoated grade m—

Ultra-fine grain carbide substrate Ultra-fine carbide substrate with good strength,
with high hardness, outstanding wear toughness and wear resistance makes tool to possess
resistance, long tool life. perfect strength.

Cs
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Drilling Tools

@ Solid carbide drills code key

Aoy 8p00 S||LIp BPIGIED PIOS

Ce

11713

T

Code Description Code Description
1 | As per DIN338 - -
2 | As per DIN1897 SuU Twist drill for general purpose
3 | As per QJ/ZZQ(T0)01.001.002 ST Twist drill for soft steel, stainless steel
4 | As per DIN6537K . ) )
SH Twist drill for high hardness steel
5 | As per DIN6537K
6 | As per DIN6537K SC Twist drill for aluminum, cast iron
7__| As per the rule ZZC-C in QJ/ZZQ(T0)01.001.002 PA Three-lips drill for aluminum, cast iron
8 | As per the rule ZZC-D in QJ/Z2ZQ(T0)01.001.002
9 | As per the rule ZZC-E in QJ/zZQ(T0)01.001.002 PC Straight flute drill for aluminum, cast iron
Length code Geometry
Code Description Code Description
C Internal coolant
1 Drills
Default| External coolant
Type to tool Mode of cooling

Lom

08

[ J [ [ J
Type of shank Type of drill Specification
Code Description Code Description Code Description
1 Straight shank 0 Twist drill 0850 Nominal cutting diameter
2 | Square head straight shank as per DIN10 3 Multiple functions twist drill of stepless drill
3 Double flattened straight shank as per DIN1809 4 Centering drill . Step drill for standard
5 | Straight shank as per DIN6535HA 5 Step drill pitch
7 Whistle notch shank as per DIN6535HE 6 Three-lips drill ) )
- - M8x1 | Step drill for fine pitch
9 Tapered shank 7 Straight flute drill
[ J
Identification of drilling depth or point angle
If the tool is not a centering drill, it If the tool is a centering drill, it
indicate the drilling depth indicate the point angle
Code Description Code Description
03 (2~3)d 9 Centering drill with 90°
05 (4~5)d point angle
08 (7~8) d 0 Centering drill with 120°
15 (15) d point angle




« [/ ] series twist drill

- General machining

Y Wide applications, for high efficient machining of various
materials P(steel), M(stainless steel),K(cast iron), and S(heat
resistant alloy).

Y Optimized flute structure and waveform cutting edge achieve
outstanding sharpness and strength, make the chip removal
more fluent.

% 140° point angle reduces the feed force of drilling in the
preliminary stage, achieving perfect self-centering capability
and improving quality of hole machined.

Specially designed
drill point makes
cutting smooth.

Y Nano structure TiAIN coating , improving thermal hardness
and avoiding build-up chip.

3000+
i Drill diameter: @12mm
2500+
’ Workpiece material: 40Cr
£ 20001 — Fx(M.U.) P
‘_DB 1500~ Hardness: HB280
E 1000+ =—Fy(M.U) " cutting speed: 90m/min
g 500 — Fz(M.U) Feed speed: 715mm/min .
O Jerp e et e Drilling depth: 40mm /
-500 e P i . ion (i
6 1 2 3 4 & 5 3 B o 10 time(s) Cooling system: emulsion (internal coolant)

Cutting force chart of su series

SU series twist drills comparison with company A's similar product

12507
Tool type: 1534SU03-1000 1130
Size: @10mm
) ) ~~ 1000
Workpiece material: 42CrMo(35HRC) 8
Cutting speed: 100m/min %’ 807
= 750
Rotating speed: 3200r/min 5
Feed rate per revolution: 0.20mm/r %
) £ 5004
Feed speed: 640mm/min kS
Drilling depth: 30mm(L/D=3) é
250
Cooling system: water soluble liquid 2
(external coolant)
04

Machine: Mikron UCP 1000 Similar product ~ 1534SU03-1000

of company A

C7
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SU series General machining

Drilling Tools

P S&SSSS————— D iS4
v“l I3I2 |
External coolant Straight shank I 4
P ————— ST s
Internal coolant Straight shank I
11
¢« &SSSS=1 = ST R
Internal coolant Whistle notch shank .
11
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
_ Drill Drilling Cooling | Shank Shank Basic d'mens'on(n;:;:mmended Recomn:jended
d(ljzir(nrstgr d(T/?jt)h mode type Type diameter |Overall length| Flute length drillng depth Shank length grade
d2(he) I1 I2 I3 la KDG303
3 1534SU03-0200 6 62 20 14 36 i
20 5 1536SU05-0200 6 66 28 23 36 H
3 1534SU03-0210 6 62 20 14 36 ¥
21 5 1536SU05-0210 6 66 28 23 36 o
3 1534SU03-0220 6 62 20 14 36 ¥c
22 5) 1536SU05-0220 6 66 28 23 36 PAd
3 1534SU03-0230 6 62 20 14 36 PAS
23 5 1536SU05-0230 6 66 28 23 36 Y
3 1534SU03-0240 6 62 20 14 36 5s
24 5 1536SU05-0240 6 66 28 23 36 %
3 External 1534SU03-0250 6 62 20 14 36 5s
29 5 coolant | o aight | 1536SU05-0250 6 66 28 23 36 *
3 shank | 15345U03-0260 6 62 20 14 36 e
26 5 1536SU05-0260 6 66 28 23 36 ¥
3 1534SU03-0270 6 62 20 14 36 ¥
27 5 1536SU05-0270 6 66 28 23 36 ¥
3 1534SU03-0280 6 62 20 14 36 ¥
28 5 | 1536SU05-0280 6 66 28 23 36 Yo
3 1534SU03-0290 6 62 20 14 36 xS
29 1536SU05-0290 6 66 28 23 36 H
3 1534SU03-0300 6 62 20 14 36 ¥
5 1536SU05-0300 6 66 28 23 36 ¥
3 1534SU03C-0300 6 62 20 14 36 ¥
3.0 5) 1536SU05C-0300 6 66 28 23 36 PAd
3 interna) Whistle | 17345/03C-0300 6 62 20 14 36 *
5) shank 1736SU05C-0300 6 66 28 23 36 PAd
8 Straight | 15385U08C-0300 6 72 34 29 36 e

Y¢Recommended grade and produce according to order
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Drill Drilling Gl | Sl Shank Basic dlmensmn(rrle) o Recommended
; an ecommende rade
dcllar(netir d(le/[;t)h mode type Type diameter [Overall length) Flute length driling depth Shank length Y
1(m7
d2(hs) l1 I2 I3 la KDG303
3 External 1534SU03-0310 6 62 20 14 36 Y
lant
5 %M 1 Straight | 1536SU05-0310 6 66 28 23 36 *
3 shank | 15345U03C-0310 6 62 20 14 36 %
3.1 5 1536SU05C-0310 6 66 28 23 36 %
3 Internal | “\whistle | 17345U03C-0310 6 62 20 14 36 o
coolant notch
5 shank | 1736SU05C-0310 6 66 28 23 36 P
8 1538SU08C-0310 6 72 34 29 36 P
3 External | 1534SU03-0320 6 62 20 14 36 #
5 coolant S;Laa'f:t 1536SU05-0320 6 66 28 23 36 *
3 1534SU03C-0320 6 62 20 14 36 Y
3.2 5 1536SU05C-0320 6 66 28 23 36 Y
3 Internal | whistle | 17345U03C-0320 6 62 20 14 36 %
coolant notch
5 shank | 1736SU05C-0320 6 66 28 23 36 Y
8 1538SU08C-0320 6 72 34 29 36 4
3 External | 1534SU03-0325 6 62 20 14 36 #
5 coolant | SUAIGNt | 15365050325 3 66 28 23 36 %
- 3 1534SU03C-0325 6 62 20 14 36 Y
25
5 Internal 1536SU05C-0325 6 66 28 23 36 Y
3 coolant | Whistle | 1734SU03C-0325 6 62 20 14 36 A
notch
5 shank | 1736SU05C-0325 6 66 28 23 36 Y
3 Extornal 1534SU03-0330 6 62 20 14 36 %
lant
5 008N 1 Siraight | 1536SU05-0330 6 66 28 23 36 A
3 shank | 15345U03C-0330 6 62 20 14 36 %
3.3 5 1536SU05C-0330 6 66 28 23 36 P
3 Internal | \whistle | 17345U03C-0330 6 62 20 14 36 *
coolant notch
5 shank | 1736SU05C-0330 6 66 28 23 36 #
8 1538SU08C-0330 6 72 34 29 36 #
3 External | 1534SU03-0340 6 62 20 14 36 ¥
5 coolant S;;Z'SL“ 1536SU05-0340 6 66 28 23 36 %
3 1534SU03C-0340 6 62 20 14 36 s
3.4 5 1536SU05C-0340 6 66 28 23 36 P
3 Internal | whistie | 1734SU03C-0340 6 62 20 14 36 %
coolant notch
5 shank | 1736SU05C-0340 6 66 28 23 36 F
8 Straight | 1538SU08C-0340 6 72 34 29 36 %

@ Applicable material table

¢ Recommended grade and produce according to order

OVery suitable OSuitable

Workpiece material

Pre-hardened steel, Hardened
Grade | wmild steel C"’t‘rb?n steel Stainless | ~ i Nodular | Aluminum | Copper H.e?t t
HB<180 e, steel astiron |- castiron alloy alloy ety
Alloy steel | _40HRC | ~50HRC | ~60HRC Al
KDG303 (@) (@) (©) @) (©) @) (@)

Code key | C6

Cutting parameters | C64-C66

Technical information  C76-C82

Non-standard tailor made C83-C87

saLes NG
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SU series General machining

Drilling Tools

| & !& B}140° Qx’\ | Hl
s v‘a ~- I
3
. ‘l l2 la
External coolant Straight shank I
NS S\ = ) o~
P ——— il e
Internal coolant Straight shank I
I1
I
Internal coolant Whistle notch shank s
I1
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
) - Basic dimension(mm
Drill | Drilling Cooling | Shank i ( - ) - Recommended
i an ecommende rade
d(ljar(netir d(T/%t)h mode type Type diameter [Overall length Flute length drillng depth Shank length g
1(m7
d2(he) l1 I2 I3 l4 KDG303
3 External 1534SU03-0350 6 62 20 14 36 ¥
5 coolant | ight | 1536SU05-0350 6 66 28 23 36 *
3 shank | 15345U03C-0350 6 62 20 14 36 Y
3.5 5 1536SU05C-0350 6 66 28 23 36 AS
3 intemal | Whistle | 1734SU03C-0350 6 62 20 14 36 ¥
coolant notch
5 shank 1736SU05C-0350 6 66 28 23 36 *
8 1538SU08C-0350 6 72 34 29 36 PAq
3 External 1534SU03-0360 6 62 20 14 36 *
5 coolant | SUBIGNt | 1536505-0360 6 66 28 23 36 *
3 1534SU03C-0360 6 62 20 14 36 *
3.6 5 1536SU05C-0360 6 66 28 23 36 ¥
3 Internal [ \histle | 17345U03C-0360 6 62 20 14 36 *
coolant notch
5 shank | 1736SU05C-0360 6 66 28 23 36 ¥
8 1538SU08C-0360 6 72 34 29 36 ¥
3 External 1534SU03-0370 6 62 20 14 36 ¥
5 coolant Sg‘;zig:t 15365U05-0370 6 66 28 23 36 *
3 1534SU03C-0370 6 62 20 14 36 ¥
3.7 5 1536SU05C-0370 6 66 28 23 36 ¥
3 Internal | whistle | 17345U03C-0370 6 62 20 14 36 *
coolant notch
5 shank | 1736SU05C-0370 6 66 28 23 36 Yo
8 1538SU08C-0370 6 72 34 29 36 Yo
3 External 1534SU03-0380 6 66 24 17 36 Yo
5 coolant Sst,:jg:t 15365U05-0380 6 74 36 29 36 %
3 1534SU03C-0380 6 66 24 17 36 *
3.8 5 1536SU05C-0380 6 74 36 29 36 PAq
3 Internal | \histle | 17345U03C-0380 6 66 24 17 36 *
coolant notch
5 shank 1736SU05C-0380 6 74 36 29 36 PAq
8 Straight | 15385U08C-0380 6 81 43 36 36 *

Y¢Recommended grade and produce according to order
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i Drill Drilling Cooling || Shank Shank Basic dlmenSIon(nR]:meended Recomrrtljended
(Ijalr(nne1t7§r d(lelzt)h mode type Type diameter |Overall length| Flute length diiling depth Shank length grade
dz(he) l1 I2 I3 la KDG303
3 External 1534SU03-0390 6 66 24 17 36 o
5 coolant Straight | 1536SU05-0390 6 74 36 29 36 Y
3 shank | 15345U03C-0390 6 66 24 17 36 e
3.9 5 1536SU05C-0390 6 74 36 29 36 P
3 nternal Whistle | 17345003C-0390 6 66 24 17 36 *
5 shank | 1736SU05C-0390 6 74 36 29 36 P
8 1538SU08C-0390 6 81 43 36 36 P
3 External 1534SU03-0400 6 66 24 17 36 s
5 coolant | SUAIGNt | 15365050400 6 74 3 29 36 *
3 1534SU03C-0400 6 66 24 17 36 Yo
4.0 5 1536SU05C-0400 6 74 36 29 36 Y
3 nternal Whistle | 17345U03C-0400 6 66 24 17 36 %
5 shank | 1736SU05C-0400 6 74 36 29 36 %
8 1538SU08C-0400 6 81 43 36 36 P
3 External 1534SU03-0410 6 66 24 17 36 o
5 coolant | SUAIGNt | 15365105-0410 6 74 36 29 36 %
3 1534SU03C-0410 6 66 24 17 36 o
41 5 1536SU05C-0410 6 74 36 29 36 o
3 ?;Eg‘:t' szltitr:e 1734SU03C-0410 6 66 24 17 36 Y
5 shank | 1736SU05C-0410 6 74 36 29 36 P
8 1538SU08C-0410 6 81 43 36 36 P
3 External 1534SU03-0420 6 66 24 17 36 P
5 coolant Sstgf:t 1536SU05-0420 6 74 36 29 36 *
3 1534SU03C-0420 6 66 24 17 36 P
42 5 1536SU05C-0420 6 74 36 29 36 P
3 internal Whistle | 17345003C-0420 6 66 24 17 36 %
5 shank | 1736SU05C-0420 6 74 36 29 36 P
8 1538SU08C-0420 6 81 43 36 36 %
3 External 15345U03-0430 6 66 24 17 36 Y
5 coolant S;;Z?Et 1536SU05-0430 6 74 36 29 36 %
3 1534SU03C-0430 6 66 24 17 36 Y
43 5 1536SU05C-0430 6 74 36 29 36 Yo
3 'C”;:g‘:’t' Whistle | 1734SU03C-0430 6 66 24 17 36 %
notch
5 shank | 1736SU05C-0430 6 74 36 29 36 o
8 Straight | 15385U08C-0430 6 81 43 36 36 %
Y¢Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Csatl;t;?n Pre-hardened steel, Hardened steel Stainless Castiron NodL_JIar ARG Copper re;'i(segnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 o) (@) @) ¢} ©) ©) 0 o

Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87 Cll

saLes NS
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SU series General machining

Drilling Tools

W R e e e
< V“l‘ I3
External coolant Straight shank a I ls
NS S\ = ) o~
P ——— s
Internal coolant Straight shank I
I1
la
Internal coolant Whistle notch shank
I1
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
) - Basic dimension(mm
Drill | Drilling Cooling | Shank — ( . ) - Recommended
i an ecommende rade
d(ljar(netir d(T/%t)h mode type Type diameter |Overall length| Flute length drillng depth Shank length g
1(m7
d2(he) I1 I2 I3 la KDG303
3 External 1534SU03-0440 6 66 24 17 36 ¥
5 coolant | ight | 1536SU05-0440 6 74 36 29 36 *
3 shank | 15345U03C-0440 6 66 24 17 36 P
4.4 5 1536SU05C-0440 6 74 36 29 36 *
3 intemal | Whistle | 1734SU03C-0440 6 66 24 17 36 .
coolant notch
5 shank 1736SU05C-0440 6 74 36 29 36 Y
8 1538SU08C-0440 6 81 43 36 36 pie
3 External 1534SU03-0450 6 66 24 17 36 ¥
5 coolant | SUBIGNt | 15365U05-0450 6 74 36 29 36 *
3 1534SU03C-0450 6 66 24 17 36 pie
45 5 1536SU05C-0450 6 74 36 29 36 ¥
3 intemal | Whistle | 1734SU03C-0450 6 66 24 17 36 *
coolant notch
5 shank | 1736SU05C-0450 6 74 36 29 36 ¥
8 1538SU08C-0450 6 81 43 36 36 ¥
3 External 1534SU03-0460 6 66 24 17 36 ¥
5 coolant Sst::r?:t 15365U05-0460 6 74 36 29 36 #
3 1534SU03C-0460 6 66 24 17 36 ¥
4.6 5 1536SU05C-0460 6 74 36 29 36 ¥
3 ntemal | Whistle | 1734SU03C-0460 6 66 24 17 36 *
coolant notch
5 shank | 1736SU05C-0460 6 74 36 29 36 Yo
8 1538SU08C-0460 6 81 43 36 36 ¥
3 External 1534SU03-0465 6 66 24 17 36 Yo
5 coolant S;:aaif:t 1536SU05-0465 6 74 36 29 36 %
465 3 1534SU03C-0465 6 66 24 17 36 Y
' 5 Internal 1536SU05C-0465 6 74 36 29 36 *
3 coolant | Whistle | 1734SU03C-0465 6 66 24 17 36 Yo
notch
5 shank | 1736SU05C-0465 6 74 36 29 36 ¥

Y¢Recommended grade and produce according to order
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i Drill Drilling Cooling || Shank Shank Basic dlmenSIon(nR]:meended Recomrrtljended
(Ijalr(nne1t7§r d(lelzt)h mode type Type diameter |Overall length| Flute length diiling depth Shank length grade
dz(he) l1 I2 I3 la KDG303
3 External 1534SU03-0470 6 66 24 17 36 o
5 coolant Straight | 1536SU05-0470 6 74 36 29 36 Y
3 shank | 15345U03C-0470 6 66 24 17 36 e
47 5 1536SU05C-0470 6 74 36 29 36 P
3 nternal Whistle | 17345003C-0470 6 66 24 17 36 *
5 shank | 1736SU05C-0470 6 74 36 29 36 P
8 1538SU08C-0470 6 81 43 36 36 P
3 External 1534SU03-0480 6 66 28 20 36 s
5 coolant | SUAIGNt | 1 536505-0480 6 82 44 35 36 *
3 1534SU03C-0480 6 66 28 20 36 Yo
4.8 5 1536SU05C-0480 6 82 44 35 36 Y
3 nternal Whistle | 17345U03C-0480 6 66 28 20 36 %
5 shank | 1736SU05C-0480 6 82 44 35 36 Y
8 1538SU08C-0480 6 95 57 48 36 P
3 External 1534SU03-0490 6 66 28 20 36 o
5 coolant | SUAGNt | 15365105-0490 6 82 a4 35 36 %
3 1534SU03C-0490 6 66 28 20 36 o
49 5 1536SU05C-0490 6 82 44 35 36 o
3 ?;Eg‘:t' szltitr:e 1734SU03C-0490 6 66 28 20 36 Y
5 shank | 1736SU05C-0490 6 82 44 35 36 P
8 1538SU08C-0490 6 95 57 48 36 P
3 External 1534SU03-0500 6 66 28 20 36 P
5 coolant Sstgf:t 1536SU05-0500 6 82 44 35 36 *
3 1534SU03C-0500 6 66 28 20 36 P
5.0 5 1536SU05C-0500 6 82 44 35 36 P
3 internal Whstle | 17345003C-0500 6 66 28 20 36 %
5 shank | 1736SU05C-0500 6 82 44 35 36 P
8 1538SU08C-0500 6 95 57 48 36 Yo
3 External 1534SU03-0510 6 66 28 20 36 Y
5 coolant Sst[;igﬁt 1536SU05-0510 6 82 44 35 36 %
3 1534SU03C-0510 6 66 28 20 36 Y
5.1 5 1536SU05C-0510 6 82 44 35 36 Yo
3 'C”;:g‘:’t' Whistle | 1734SU03C-0510 6 66 28 20 36 e
notch
5 shank | 1736SU05C-0510 6 82 44 35 36 o
8 Straight | 15385U08C-0510 6 95 57 48 36 %
Y¢Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Csatl;t;?n Pre-hardened steel, Hardened steel Stainless Castiron NodL_JIar ARG Copper re;'i(segnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 o) (@) @) ¢} ©) ©) 0 o

Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87 C 13
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seues NG

Ci14

BORING.TOOL

SU series General machining

Drilling Tools

r ESSe——— D wiEESSTl e
< V“l‘ I3
External coolant Straight shank a I ls
NS S\ = ) o~
P ————— B s
Internal coolant Straight shank I
I1
la
Internal coolant Whistle notch shank
I1
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
) - Basic dimension(mm
Drill | Drilling Cooling | Shank i ( - ) - Recommended
i an ecommende rade
d(ljar(netir d(T/%t)h mode type Type diameter [Overall length Flute length drillng depth Shank length g
1(m7
d2(he) l1 I2 I3 l4 KDG303
3 External 1534SU03-0520 6 66 28 20 36 ¥
5 coolant | ight | 1536SU05-0520 6 82 44 35 36 *
3 shank | 15345U03C-0520 6 66 28 20 36 o
5.2 5 1536SU05C-0520 6 82 44 35 36 *
3 intemal | Whistle | 1734SU03C-0520 6 66 28 20 36 *
coolant notch
5 shank 1736SU05C-0520 6 82 44 35 36 Y
8 1538SU08C-0520 6 95 57 48 36 pie
3 External 1534SU03-0530 6 66 28 20 36 *
5 coolant | SUBIGNt | 1536505-0530 6 82 44 35 36 *
3 1534SU03C-0530 6 66 28 20 36 pie
53 5 15365U05C-0530 6 82 44 35 36 ¥
3 '”telma' Whistle | 1734SU03C-0530 6 66 28 20 36 %
coolant notch
5 shank | 1736SU05C-0530 6 82 44 35 36 ¥
8 1538SU08C-0530 6 95 57 48 36 ¥
3 External 1534SU03-0540 6 66 28 20 36 ¥
5 coolant Sg‘;zig:t 15365U05-0540 6 82 44 35 36 *
3 1534SU03C-0540 6 66 28 20 36 ¥
5.4 5 1536SU05C-0540 6 82 44 35 36 ¥
3 intemall | Whistle | 1734SU03C-0540 6 66 28 20 36 *
coolant notch
5 shank | 1736SU05C-0540 6 82 a4 35 36 4
8 1538SU08C-0540 6 95 57 48 36 ¥
3 External 1534SU03-0550 6 66 28 20 36 ¥
5 coolant Sst':jg:t 1536SU05-0550 6 82 44 35 36 %
3 1534SU03C-0550 6 66 28 20 36 pie
55 5 1536SU05C-0550 6 82 44 35 36 pie
3 intemal | Whistle | 1734SU03C-0550 6 66 28 20 36 *
coolant notch
5 shank 1736SU05C-0550 6 82 44 35 36 bie
8 Straight | 1538SU08C-0550 6 95 57 48 36 *

Y¢Recommended grade and produce according to order



Drilling Tools Bon'“ﬁ‘[ﬂnL

i Drill Drilling Cooling || Shank Shank Basic dlmensmn(n;gmmended Reconr]:(ljznded
(ljalr(nne1t7§r d(le/;;t)h mode type Type diameter |OVerall length/ Flute length drilling depth Shank length Y
dz(he) l1 I2 I3 l4 KDG303

3 External 1534SU03-0555 6 66 28 20 36 o
5 coolant Straight | 1536SU05-0555 6 82 44 35 36 Y
3 shank | 15345U03C-0555 6 66 28 20 36 o
558 5 Internal 1536SU05C-0555 6 82 44 35 36 P
3 coolant | Whistle | 1734SU03C-0555 6 66 28 20 36 e
5 Qﬁéiﬁl 1736SU05C-0555 6 82 44 35 36 P
3 External 1534SU03-0560 6 66 28 20 36 s
5 coolant | o aight | 1536SU05-0560 6 82 44 35 36 #
3 shank | 15345U03C-0560 6 66 28 20 36 %
5.6 5 1536SU05C-0560 6 82 44 35 36 Y
3 internal Whistle | 17345U03C-0560 6 66 28 20 36 %
5 shank | 1736SU05C-0560 6 82 44 35 36 Y
8 1538SU08C-0560 6 95 57 48 36 Yo
3 External 1534SU03-0570 6 66 28 20 36 o
5 coolant | SUAIGNt | 15365U05-0570 6 82 44 35 36 *
3 1534SU03C-0570 6 66 28 20 36 o
5.7 5 1536SU05C-0570 6 82 44 35 36 o
3 'C”cfjlra”rf‘t' szltitr:e 1734SU03C-0570 6 66 28 20 36 P
5 shank | 1736SU05C-0570 6 82 44 35 36 o
8 1538SU08C-0570 6 95 57 48 36 P
3 External 1534SU03-0580 6 66 28 20 36 o
5 coolant Sstgr?:t 1536SU05-0580 6 82 44 35 36 *
3 1534SU03C-0580 6 66 28 20 36 e
5.8 5 1536SU05C-0580 6 82 44 35 36 P
3 internal Whistle | 17345003C-0580 6 66 28 20 36 %
5 shank | 1736SU05C-0580 6 82 44 35 36 P
8 1538SU08C-0580 6 95 57 48 36 Y
3 External 1534SU03-0590 6 66 28 20 36 Y
5 coolant | SUAIGt | 15365050500 6 82 44 35 36 %
3 1534SU03C-0590 6 66 28 20 36 o
5.9 5 1536SU05C-0590 6 82 44 35 36 Yo
3 internal Whistle | 17345003C-0590 6 66 28 20 36 *
5 shank | 1736SU05C-0590 6 82 44 35 36 o
8 Straight | 15385U08C-0590 6 95 57 48 36 e

¢ Recommended grade and produce according to order

@ Applicable material table OVery suitable OSuitable

Workpiece material
Grade ’T_I:gj;tggl Csatlgé?,n Pre-hardened steel, Hardened steel Stgizlsss Castiron g‘a%(glijrlgrr] AIu;’Ir;(i)r;/um Cgﬁgfr re;'i(segnt
Alloy steel | ~40HRC | ~50HRC | ~60HRC alloy

KDG303 o) (@) @) ¢} @) @) 0 O

Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87 C 15
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seues NG

C1e

BORING.TOOL

SU series General machining

Drilling Tools

| & !& B}140° €>\’\ O Hl
- v‘a ~- I
3
. ‘l l2 la
External coolant Straight shank I
NS S\ = ) o~
PN ——— I
Internal coolant Straight shank I
I1
I
Internal coolant Whistle notch shank s
I1
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
. - Basic dimension(mm
Drill | Drilling Cooling | Shank i ( - ) - Recommended
i an ecommende rade
déar(netir d(T/%t)h mode type Type diameter [Overall length Flute length drillng depth Shank length g
1(m7
d2(he) l1 2 I3 l4 KDG303
3 External 1534SU03-0600 6 66 28 20 36 ¥
5 coolant | ight | 1536SU05-0600 6 82 44 35 36 *
3 shank | 15345U03C-0600 6 66 28 20 36 o
6.0 5 1536SU05C-0600 6 82 44 35 36 *x
3 intemal | Whistle | 1734SU03C-0600 6 66 28 20 36 *
coolant notch
5 shank 1736SU05C-0600 6 82 44 35 36 Y
8 1538SU08C-0600 6 95 57 48 36 pie
3 External 1534SU03-0610 8 79 34 24 36 Y
5 coolant | SUBIGNt | 1536505-0610 8 01 53 43 36 *
3 1534SU03C-0610 8 79 34 24 36 pie
6.1 5 1536SU05C-0610 8 91 53 43 36 ¥
3 Internal | \histle | 17345U03C-0610 8 79 34 24 36 e
coolant notch
5 shank | 1736SU05C-0610 8 91 53 43 36 ¥
8 1538SU08C-0610 8 114 76 66 36 ¥
3 External 1534SU03-0620 8 79 34 24 36 ¥
5 coolant Sg‘;zig:t 15365U05-0620 8 91 53 43 36 *
3 1534SU03C-0620 8 79 34 24 36 ¥
6.2 5 1536SU05C-0620 8 91 53 43 36 ¥
3 Internal | whistle | 17345U03C-0620 8 79 34 24 36 *
coolant notch
5 shank | 1736SU05C-0620 8 91 53 43 36 Yo
8 1538SU08C-0620 8 114 76 66 36 ¥
3 External 1534SU03-0630 8 79 34 24 36 Yo
5 coolant Sst,:jg:t 15365U05-0630 8 91 53 43 36 #
3 1534SU03C-0630 8 79 34 24 36 pie
6.3 5 1536SU05C-0630 8 91 53 43 36 pie
3 Internal | \histle | 17345U03C-0630 8 79 34 24 36 *
coolant notch
5 shank 1736SU05C-0630 8 91 53 43 36 pie
8 Straight | 15385U08C-0630 8 114 76 66 36 %

Y¢Recommended grade and produce according to order



Drilling Tools Bon'“ﬁ‘[ﬂnL

i Drill Drilling Cooling || Shank Shank Basic dlmensmn(n;gmmended Reconr]:(ljznded
(ljalr(nne1t7§r d(|e/Zt)h mode type Type diameter |OVerall length| Flute length drilling depth Shank length Y
d2(hs) l1 I2 I3 la KDG303

3 External 1534SU03-0640 8 79 34 24 36 o
5 coolant Straight | 1536SU05-0640 8 91 53 43 36 Y
3 shank | 15345U03C-0640 8 79 34 24 36 e
6.4 5 1536SU05C-0640 8 91 53 43 36 P
3 nternal Whistle | 17345003C-0640 8 79 34 24 36 *
5 shank | 1736SU05C-0640 8 91 53 43 36 P
8 1538SU08C-0640 8 114 76 66 36 P
3 External 1534SU03-0650 8 79 34 24 36 s
5 coolant | SUAIGt | 153651050650 8 01 53 43 3 *
3 1534SU03C-0650 8 79 34 24 36 Y
6.5 5 1536SU05C-0650 8 91 53 43 36 Y
3 nternal Whistle. | 17345U03C-0650 8 79 34 24 36 %
5 shank | 1736SU05C-0650 8 91 53 43 36 Y
8 1538SU08C-0650 8 114 76 66 36 P
3 External 1534SU03-0660 8 79 34 24 36 o
5 coolant | SUAIGNt | 153651050660 8 o1 53 43 36 %
3 1534SU03C-0660 8 79 34 24 36 o
6.6 5 1536SU05C-0660 8 91 53 43 36 o
3 ?;Eg‘:t' V\ﬁﬂe 1734SU03C-0660 8 79 34 24 36 Y
5 shank | 1736SU05C-0660 8 91 53 43 36 P
8 1538SU08C-0660 8 114 76 66 36 e
3 External 1534SU03-0670 8 79 34 24 36 P
5 coolant Sstgr?:t 1536SU05-0670 8 o1 53 43 36 *
3 1534SU03C-0670 8 79 34 24 36 P
6.7 5 1536SU05C-0670 8 91 53 43 36 P
3 nternal Whistle | 17345003C-0670 8 79 34 24 3 %
5 shank | 1736SU05C-0670 8 91 53 43 36 P
8 1538SU08C-0670 8 114 76 66 36 Y
3 External 1534SU03-0675 8 79 34 24 36 Y
5 coolant Sst[;ifﬁt 1536SU05-0675 8 91 53 43 36 %
3 1534SU03C-0675 8 79 34 24 36 Y
675 5 Internal 1536SU05C-0675 8 o1 53 43 36 %
3 coolant | Whistle | 1734SU03C-0675 8 79 34 24 36 ¥
5 Qﬁ;i 1736SU05C-0675 8 91 53 43 36 o

¢ Recommended grade and produce according to order

@ Applicable material table OVery suitable OSuitable

Workpiece material
Grade Mild steel Csatl;t;?n Pre-hardened steel, Hardened steel Stainless Castiron NodL_JIar ARG Copper re;'i(segnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron |  alloy alloy alloy

KDG303 o) (@) @) ¢} @) @) 0 O

Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87 C 17
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seues NG

Ci1s

BORING.TOOL

SU series General machining

Drilling Tools

r ESSe——— D wiESSTl e
< V“l‘ I3
External coolant Straight shank a I ls
NS S\ = ) o~
P S ————— == s
Internal coolant Straight shank I
11
la
Internal coolant Whistle notch shank
11
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
) - Basic dimension(mm
Drill | Drilling Cooling | Shank — ( . ) - Recommended
i an ecommende rade
d(ljar(netir d(T/%t)h mode type Type diameter [Overall length Flute length drilling depth Shank length g
1(m7
d2(he) I1 2 I3 la KDG303
3 External 1534SU03-0680 8 79 34 24 36 s
5 coolant | ight | 1536SU05-0680 8 91 53 43 36 *
3 shank | 15345U03C-0680 8 79 34 24 36 e
6.8 5 1536SU05C-0680 8 91 53 43 36 *
3 intemal | Whistle | 1734SU03C-0680 8 79 34 24 36 .
coolant notch
5 shank 1736SU05C-0680 8 91 53 43 36 Y
8 1538SU08C-0680 8 114 76 66 36 Y
3 External 15345U03-0690 8 79 34 24 36 *
5 coolant | SUBIGNt | 15365105-0690 8 01 53 43 36 *
3 1534SU03C-0690 8 79 34 24 36 pie
6.9 5 15365U05C-0690 8 91 53 43 36 s
3 '”telma' Whistle | 1734SU03C-0690 8 79 34 24 36 *
coolant notch
5 shank | 1736SU05C-0690 8 91 53 43 36 ¥
8 1538SU08C-0690 8 114 76 66 36 ¥
3 External 1534SU03-0700 8 79 34 24 36 Y
5 coolant Sst;zif:t 15365U05-0700 8 91 53 43 36 #
3 1534SU03C-0700 8 79 34 24 36 Y
7.0 5 15365U05C-0700 8 91 53 43 36 ¥
3 ntemal | Whistle | 1734SU03C-0700 8 79 34 24 36 *
coolant notch
5 shank | 1736SU05C-0700 8 91 53 43 36 %
8 1538SU08C-0700 8 116 76 66 36 ¥
3 External 1534SU03-0710 8 79 41 29 36 %
5 coolant S;:Zif:t 1536SU05-0710 8 91 53 43 36 %
3 1534SU03C-0710 8 79 41 29 36 Y
7.1 5 1536SU05C-0710 8 91 53 43 36 Y
3 '”tel”‘at' Whistle | 1734SU03C-0710 8 79 a1 29 36 e
coolan notch
5 shank | 1736SU05C-0710 8 91 53 43 36 ¥
8 Straight | 15385U08C-0710 8 116 76 66 36 %

Y¢Recommended grade and produce according to order



Drilling Tools Bon'“ﬁ‘[ﬂnL

i Drill Drilling Cooling || Shank Shank Basic dlmensmn(r::;rcgmmended Recomrrtljended
éalr(nne]t;r d(lelzt)h mode type Type diameter |Overall length| Flute length diling depth Shank length grade
d2(hs) l1 l2 I3 la KDG303
3 External 1534SU03-0720 8 79 a1 29 36 o
5 coolant Straight | 1536SU05-0720 8 91 53 43 36 Y
3 shank | 15345U03C-0720 8 79 a 29 36 P
7.2 5 1536SU05C-0720 8 91 53 43 36 P
3 nternal Whistle | 17345003C-0720 8 79 4 29 36 *
5 shank | 1736SU05C-0720 8 91 53 43 36 P
8 1538SU08C-0720 8 116 76 66 36 e
3 External 1534SU03-0730 8 79 4 29 36 P
5 coolant | SUAIGNt | 1536505-0730 8 a1 53 43 36 *
3 1534SU03C-0730 8 79 41 29 36 %
7.3 5 1536SU05C-0730 8 91 53 43 36 %
3 interal Whistle | 17345003C-0730 8 79 41 29 36 %
5 shank | 1736SU05C-0730 8 91 53 43 36 %
8 1538SU08C-0730 8 116 76 66 36 P
3 External 1534SU03-0740 8 79 a 29 36 o
5 coolant | SUAIGN | 153651050740 8 o1 53 43 36 %
3 1534SU03C-0740 8 79 a 29 36 o
7.4 5 1536SU05C-0740 8 91 53 43 36 o
3 ?;Eg‘:t' szltitr:e 1734SU03C-0740 8 79 a1 29 36 Y
5 shank | 1736SU05C-0740 8 91 53 43 36 o
8 1538SU08C-0740 8 116 76 66 36 e
3 Extornal 1534SU03-0750 8 79 2 29 36 P
5 coolant Sstgr?:t 1536SU05-0750 8 o1 53 43 36 *
3 1534SU03C-0750 8 79 4 29 36 P
75 5 1536SU05C-0750 8 91 53 43 36 e
3 nternal Whstle | 173450030750 8 79 4 29 36 %
5 shank | 1736SU05C-0750 8 91 53 43 36 P
8 1538SU08C-0750 8 116 76 66 36 %
3 External 1534SU03-0760 8 79 41 29 36 %
5 coolant S;;Z?Et 1536SU05-0760 8 91 53 43 36 e
3 1534SU03C-0760 8 79 41 29 36 %
7.6 5 1536SU05C-0760 8 91 53 43 36 P
3 'C”;:g‘:’t' Whistle | 1734SU03C-0760 8 79 41 29 36 *
notch
5 shank | 1736SU05C-0760 8 91 53 43 36 o
8 Straight | 15385U08C-0760 8 116 76 66 36 %
Y¢Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Csatl;t;?n Pre-hardened steel, Hardened steel Stainless Castiron NodL_JIar ARG Copper relgi(sagnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 o) (@) @) ¢} ©) ©) 0 )

Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87 C 19
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seues NG

C20

Drilling Tools

BORING.TOOL

SU series General machining

P EESme—— D wEsSS
< V“l‘ I3
External coolant Straight shank a I ls
NS S\ = ) o~
P ————— i
Internal coolant Straight shank I
11
la
Internal coolant Whistle notch shank
11
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
) - Basic dimension(mm
Drill | Drilling Cooling | Shank — (R ) - Recommended
i an ecommende rade
d(ljar(netir d(T/%t)h mode type Type diameter Overall length Flute length driling depth Shank length g
1(m7
d2(he) l1 I2 I3 la KDG303
3 External 1534SU03-0770 8 79 41 29 36 *
5 coolant | ight | 15368U05-0770 8 91 53 43 36 *
3 shank | 15345U03C-0770 8 79 41 29 36 o
7.7 5 1536SU05C-0770 8 91 53 43 36 *
3 ntemal | Whistle | 1734SU03C-0770 8 79 41 29 36 *
coolant notch
5 shank 1736SU05C-0770 8 91 53 43 36 pie
8 1538SU08C-0770 8 116 76 66 36 ¥
3 External 1534SU03-0780 8 79 41 29 36 ¥
5 coolant | SUBIGNt | 15365050780 8 01 53 43 36 *
3 1534SU03C-0780 8 79 41 29 36 pie
7.8 5 15365U05C-0780 8 91 53 43 36 ¥
3 '”telma' Whistle | 1734SU03C-0780 8 79 41 29 36 %
coolant notch
5 shank | 1736SU05C-0780 8 91 53 43 36 Y
8 1538SU08C-0780 8 116 76 66 36 ¥
3 External 1534SU03-0790 8 79 41 29 36 ¥
5 coolant Sg‘;zig:t 15365U05-0790 8 91 53 43 36 *
3 1534SU03C-0790 8 79 41 29 36 ¥
7.9 5 15365U05C-0790 8 91 53 43 36 ¥
3 intemal | Whistle | 1734SU03C-0790 8 79 41 29 36 *
coolant notch
5 shank | 1736SU05C-0790 8 91 53 43 36 %
8 1538SU08C-0790 8 116 76 66 36 ¥
3 External 1534SU03-0800 8 79 41 29 36 ¥
5 coolant Sst,:jg:t 15365U05-0800 8 91 53 43 36 %
3 1534SU03C-0800 8 79 41 29 36 pie
8.0 5 1536SU05C-0800 8 91 53 43 36 pie
3 intemal | Whistle | 1734SU03C-0800 8 79 4 29 36 *
coolan notch
5 shank 1736SU05C-0800 8 91 53 43 36 bie
8 Straight | 1538SU08C-0800 8 116 76 66 36 %

Y¢Recommended grade and produce according to order



Drilling Tools B“BI“G 'I'nul-
A UulUWUk

Drill Drilling Basic dimension(mm) FGETTETOE
; Cooling | Shank Shank Recommended rade
d(ljar(net;l’ d(le/[;t)h mode type Type diameter |Overall length| Flute length driling depth Shank length Y
1(mz
d2(he) l1 2 I3 l4 KDG303
3 External 1534SU03-0810 10 89 47 35 40 Y
lant
5 %M 1 Siraight | 1536SU05-0810 10 103 61 49 40 ¥
3 shank | 15345U03C-0810 10 89 47 35 40 %
8.1 5 1536SU05C-0810 10 103 61 49 40 %
3 Internal | \whistle | 17345U03C-0810 10 89 47 35 40 *
coolant notch
5 shank | 1736SU05C-0810 10 103 61 49 40 o
8 1538SU08C-0810 10 142 95 83 40 P
3 External 1534SU03-0820 10 89 47 35 40 P
5 coolant Sst[]aa'f:t 1536SU05-0820 10 103 61 49 40 *
3 1534SU03C-0820 10 89 47 35 40 Y
8.2 5 1536SU05C-0820 10 103 61 49 40 ¥
3 Internal | \whistle | 17345U03C-0820 10 89 47 35 40 %
coolant notch
5 chank | 1736SU05C-0820 10 103 61 49 40 e
8 1538SU08C-0820 10 142 95 83 40 Y
3 External ' 1534SU03-0830 10 89 47 35 40 #
5 coolant | SUAIGNt | 1536505-0830 10 103 61 49 40 %
3 1534SU03C-0830 10 89 47 35 40 Y
8.3 5 1536SU05C-0830 10 103 61 49 40 Y
3 Internal | whistie | 17345U03C-0830 10 89 a7 35 40 ¥
coolant notch
5 shank | 1736SU05C-0830 10 103 61 49 40 Y
8 1538SU08C-0830 10 142 95 83 40 %
3 External . 1534SU03-0840 10 89 47 35 40 %
5 coolant S;z'f:t 15365U05-0840 10 103 61 49 40 e
3 1534SU03C-0840 10 89 47 35 40 P
8.4 5 1536SU05C-0840 10 103 61 49 40 o
2 Internal | \whistle | 1734SU03C-0840 10 89 47 35 40 *
coolant notch
5 shank | 1736SU05C-0840 10 103 61 49 40 P
8 1538SU08C-0840 10 142 95 83 40 Yo
3 External . 1534SU03-0850 10 89 a7 35 40 ¢
5 coolant Sst[;'gi‘t 1536SU05-0850 10 103 61 49 40 #
3 1534SU03C-0850 10 89 47 35 40 o
8.5 5 1536SU05C-0850 10 103 61 49 40 Y
3 Internal | whistie | 17345U03C-0850 10 89 47 35 40 *
coolant notch
5 shank | 1736SU05C-0850 10 103 61 49 40 Y
8 Straight | 15385U08C-0850 10 142 95 83 40 *
Y¢Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel %{’t‘;%(in Pre-hardened steel, Hardened steel Stainless i NodL_JIar Aluminum Copper relgi(sagnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 e) @) (@) o) (@) (@) o) o)

Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87 021
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C22

BORING.TOOL

SU series General machining

Drilling Tools

r ESSe——— D ST e
< V“l‘ I3
External coolant Straight shank a I ls
NS S\ = ) o~
P ——— s
Internal coolant Straight shank I
I1
la
Internal coolant Whistle notch shank
I1
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
) - Basic dimension(mm
Drill Drilling Cooling | Shank Shank (R ) — Recommended
i an ecommende rade
d(ljar(netir d(T/%t)h mode type Type diameter [Overall length  Flute length driling depth Shank length g
1(m7
d2(he) l1 I2 I3 la KDG303
3 External 1534SU03-0860 10 89 47 35 40 ¥
5 coolant | ight | 1536SU05-0860 10 103 61 49 40 *
3 shank | 15345U03C-0860 10 89 47 35 40 e
8.6 5 1536SU05C-0860 10 103 61 49 40 *
3 ntemal | Whistle | 1734SU03C-0860 10 89 47 35 40 *
coolant notch
5 shank 1736SU05C-0860 10 103 61 49 40 Y
8 1538SU08C-0860 10 142 95 83 40 pie
3 External 1534SU03-0870 10 89 47 35 40 ¥
5 coolant | SUBIGNt | 153651050870 10 103 61 49 40 *
3 1534SU03C-0870 10 89 47 35 40 pie
8.7 5 1536SU05C-0870 10 103 61 49 40 ¥
3 '”telma' Whistle | 1734SU03C-0870 10 89 47 35 40 e
coolant notch
5 shank | 1736SU05C-0870 10 103 61 49 40 ¥
8 1538SU08C-0870 10 142 95 83 40 ¥
3 External 1534SU03-0880 10 89 47 35 40 ¥
5 coolant Sst;zif:t 15365U05-0880 10 103 61 49 40 #
3 1534SU03C-0880 10 89 47 35 40 ¥
8.8 5 1536SU05C-0880 10 103 61 49 40 ¥
3 intemall | Whistle | 1734SU03C-0880 10 89 47 35 40 *
coolant notch
5 shank | 1736SU05C-0880 10 103 61 49 40 ¥
8 1538SU08C-0880 10 142 95 83 40 ¥
3 External 1534SU03-0890 10 89 47 35 40 ¥
5 coolant S;:aaif:t 15365U05-0890 10 103 61 49 40 %
3 1534SU03C-0890 10 89 47 35 40 Y
8.9 5 1536SU05C-0890 10 103 61 49 40 pie
3 intemal | Whistle | 1734SU03C-0890 10 89 47 35 40 *
coolant notch
5 shank | 1736SU05C-0890 10 103 61 49 40 ¥
8 Straight | 15385U08C-0890 10 142 95 83 40 %

Y¢Recommended grade and produce according to order



Drilling Tools B“BI“G 'I'nul-
A UulUWUk

Drill Drilling Gl | Sl Shank et e ) Recommended
i an Recommended rade
dcllar(nne1t§r d(le/[;t)h mode type Type diameter [Qverall length Flute length driling depth Shank length Y
1 7
d2(he) I1 2 I3 l4 KDG303
3 External 1534SU03-0900 10 89 47 35 40 ¥
lant
5 %M 1 Siraight | 1536SU05-0900 10 103 61 49 40 A
3 shank | 15345U03C-0900 10 89 47 35 40 P
9.0 5 1536SU05C-0900 10 103 61 49 40 ¢
3 Internal | \whistle | 17345U03C-0900 10 89 47 35 40 o
coolant notch
5 shank | 1736SU05C-0900 10 103 61 49 40 Y
8 1538SU08C-0900 10 142 95 83 40 Y
3 External 1534SU03-0910 10 89 a7 35 40 %
5 coolant S;LZ'{?F 1536SU05-0910 10 103 61 49 40 *
3 1534SU03C-0910 10 89 47 35 40 ¥
9.1 5 1536SU05C-0910 10 103 61 49 40 ¥
3 Internal | whistie | 1734SU03C-0910 10 89 47 35 40 %
coolant notch
5 shank | 1736SU05C-0910 10 103 61 49 40 ¥
8 1538SU08C-0910 10 142 95 83 40 ¥
3 External , 1534SU03-0920 10 89 47 35 40 Y
5 coolant | SUAIGNt | 15365105-0920 10 103 61 49 40 %
3 1534SU03C-0920 10 89 47 35 40 ¥
9.2 5 1536SU05C-0920 10 103 61 49 40 ¥
3 Internal | whistie | 17345U03C-0920 10 89 a7 35 40 Y
coolant notch
5 shank | 1736SU05C-0920 10 103 61 49 40 ¢
8 1538SU08C-0920 10 142 95 83 40 ¢
3 External . 1534SU03-0930 10 89 47 35 40 ¢
5 coolant Sstgr?:t 15365U05-0930 10 103 61 49 40 %
3 1534SU03C-0930 10 89 47 35 40 Y
9.3 5 1536SU05C-0930 10 103 61 49 40 Y
g Internal | \whistle | 1734SU03C-0930 10 89 47 35 40 *
coolant notch
5 shank | 1736SU05C-0930 10 103 61 49 40 %
8 1538SU08C-0930 10 142 95 83 40 ¥
3 External . 1534SU03-0940 10 89 47 35 40 ¥
5 coolant Sst[;'gli‘t 1536SU05-0940 10 103 61 49 40 #
3 1534SU03C-0940 10 89 47 35 40 ¥
9.4 5 1536SU05C-0940 10 103 61 49 40 ¥
3 Internal | whistie | 17345U03C-0940 10 89 a7 35 40 e
coolant notch
5 shank | 1736SU05C-0940 10 103 61 49 40 ¥
8 Straight | 15385U08C-0940 10 142 95 83 40 %
Y¢Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel %{’t‘;%(in Pre-hardened steel, Hardened steel Stainless i NodL_JIar Aluminum Copper relgi(sagnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 (@) (@) © O © O O @)
Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87
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BORING.TOOL

SU series General machining

Drilling Tools

r ESSe——— D ST e
« V“l‘ I3
External coolant Straight shank a I ls
NS S\ = ) o~
P ——— =1
Internal coolant Straight shank I
I1
la
Internal coolant Whistle notch shank
I1
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
) - Basic dimension(mm
Drill Drilling Cooling | Shank Shank ( - ) o Recommended
i an ecommende rade
d(ljar(netir d(T/%t)h mode type Type diameter |Overall length| Flute length drillng depth Shank length g
1(m7
d2(he) I1 I2 I3 la KDG303
3 External 1534SU03-0950 10 89 47 35 40 ¥
5 coolant | ight | 1536SU05-0950 10 103 61 49 40 *
3 shank | 15345U03C-0950 10 89 47 35 40 o
9.5 5 1536SU05C-0950 10 103 61 49 40 AS
3 intemal | Whistle | 1734SU03C-0950 10 89 47 35 40 *
coolant notch
5 shank 1736SU05C-0950 10 103 61 49 40 *
8 1538SU08C-0950 10 142 95 83 40 PAq
3 External 1534SU03-0960 10 89 47 35 40 ¥
5 coolant | SUBIGNt | 15365105-0960 10 103 61 49 40 *
3 1534SU03C-0960 10 89 a7 35 40 *
9.6 5 1536SU05C-0960 10 103 61 49 40 ¥
3 intemal | Whistle | 1734SU03C-0960 10 89 47 35 40 o
coolant notch
5 shank | 1736SU05C-0960 10 103 61 49 40 ¥
8 1538SU08C-0960 10 142 95 83 40 ¥
3 External 1534SU03-0970 10 89 47 35 40 ¥
5 coolant Sst::r?:t 15365U05-0970 10 103 61 49 40 #
3 1534SU03C-0970 10 89 47 35 40 ¥
9.7 5 1536SU05C-0970 10 103 61 49 40 ¥
3 '”telr”a' Whistle | 1734SU03C-0970 10 89 47 35 40 e
coolant notch
5 shank | 1736SU05C-0970 10 103 61 49 40 Yo
8 1538SU08C-0970 10 142 95 83 40 ¥
3 External 1534SU03-0980 10 89 47 35 40 Yo
5 coolant Sst,:aaif:t 15365U05-0980 10 103 61 49 40 %
3 1534SU03C-0980 10 89 a7 35 40 *
9.8 5 1536SU05C-0980 10 103 61 49 40 PAq
3 intemall | Whistle | 1734SU03C-0980 10 89 47 35 40 *
coolant notch
5 shank | 1736SU05C-0980 10 103 61 49 40 ¥
8 Straight | 15385U08C-0980 10 142 95 83 40 %

Y¢Recommended grade and produce according to order



Drilling Tools

BORING.TOOL

Drill Drilling Cooli Shank Basic dimension(mm) Recommended
5 ooling an Shank Recommended
d(ljameter d(ls/[éth mode type Type diameter Cverall length. Flute length diling depth Shank length grade
G- () da(he) M b ls l. | KDG303
3 External 1534SU03-0990 10 89 47 35 40 Y
coolant
5 Straight | 1536SU05-0990 10 103 61 49 40 Y
3 shank | 15345U03C-0990 10 89 47 35 40 #
9.9 5 1536SU05C-0990 10 103 61 49 40 Y
3 Internal | whistie | 17345U03C-0990 10 89 47 35 40 %
coolant notch
5 shank | 1736SU05C-0990 10 103 61 49 40 Y
8 1538SU08C-0990 10 142 95 83 40 %
3 External | 1534SU03-1000 10 89 47 35 40 %
5 coolant S;Li'r?:t 15365U05-1000 10 103 61 49 40 %
3 1534SU03C-1000 10 89 47 35 40 Y
10.0 5 1536SU05C-1000 10 103 61 49 40 P
3 Internal | \whistle | 1734SU03C-1000 10 89 47 35 40 *
coolant notch
5 shank | 1736SU05C-1000 10 103 61 49 40 P
8 1538SU08C-1000 10 142 95 83 40 Y
3 External | 15345U03-1010 12 102 55 40 45 Y
5 coolant Sst;]aalr?:t 1536SU05-1010 12 118 71 56 45 #
3 1534SU03C-1010 12 102 55 40 45 Y
10.1 5 1536SU05C-1010 12 118 71 56 45 Y
3 Internal | whistie | 17345U03C-1010 12 102 55 40 45 %
coolant notch
5 shank | 1736SU05C-1010 12 118 71 56 45 Y
8 1538SU08C-1010 12 162 114 99 45 %
3 External | 1534SU03-1020 12 102 55 40 45 Y
5 coolant sstfa'r?:t 15365U05-1020 12 118 71 56 45 %
3 1534SU03C-1020 12 102 55 40 45 Y
10.2 5 1536SU05C-1020 12 18 71 56 45 P
3 Internal | “\whistle | 1734SU03C-1020 12 102 55 40 45 %
coolant notch
5 shank | 1736SU05C-1020 12 118 71 56 45 %
8 1538SU08C-1020 12 162 114 99 45 Y
3 External | 1534SU03-1025 12 102 55 40 45 Y
5 coolant S;LZ'?Et 1536SU05-1025 12 18 71 56 45 *
L0.25 3 1534SU03C-1025 12 102 55 40 45 P
5 Internal 1536SU05C-1025 12 118 71 56 45 Y
3 coolant | Whistle | 1734SU03C-1025 12 102 55 40 45 *
notch
5 chank | 1736SU05C-1025 12 118 71 56 45 Y

@ Applicable material table

¢ Recommended grade and produce according to order

OVery suitable OSuitable

Workpiece material
Grade Mild steel Carb(IJn Pre-hardened steel, Hardened steel | gioinjess Casti Nodular | Aluminum | Copper Heat
HB<180 steel, steel st cast iron alloy alloy S
= Alloy steel | ~40HRC | ~50HRC | ~60HRC alloy
KDG303 @] (@) (©) O @) © O O
Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87
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BORING.TOOL

SU series General machining

Drilling Tools

r ESSe——— D ST e
< V“l‘ I3
External coolant Straight shank a I ls
NS S\ = ) o~
P S ————— == s
Internal coolant Straight shank I
11
la
Internal coolant Whistle notch shank
11
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
) - Basic dimension(mm
Drill | Drilling Cooling | Shank — (R ) - Recommended
i an ecommende rade
d(ljar(netir d(T/%t)h mode type Type diameter [Overall length  Flute length driling depth Shank length g
1(m7
d2(he) l1 I2 I3 la KDG303
3 External 1534SU03-1030 12 102 55 40 45 s
5 coolant | ight | 1536SU05-1030 12 18 71 56 45 *
3 shank | 15345U03C-1030 12 102 55 40 45 o
10.3 5 1536SU05C-1030 12 118 71 56 45 *
3 intemal | Whistle | 1734SU03C-1030 12 102 55 40 45 *
coolant notch
5 shank 1736SU05C-1030 12 118 71 56 45 Y
8 1538SU08C-1030 12 162 114 99 45 ¥
3 External 1534SU03-1040 12 102 55 40 45 *
5 coolant | SUBIGN | 15365005-1040 12 118 71 56 45 *
3 1534SU03C-1040 12 102 55 40 45 ¥
10.4 5 15365U05C-1040 12 118 71 56 45 %
3 intemal | Whistle | 1734SU03C-1040 12 102 55 40 45 e
coolant notch
5 shank | 1736SU05C-1040 12 118 71 56 45 ¥
8 1538SU08C-1040 12 162 114 99 45 ¥
3 External 1534SU03-1050 12 102 55 40 45 Y
5 coolant Sst;zif:t 1536SU05-1050 12 118 71 56 45 *
3 1534SU03C-1050 12 102 55 40 45 Y
10.5 5 1536SU05C-1050 12 118 71 56 45 ¥
3 | Imemal | Whistle | 17345U03C-1050 12 102 55 40 45 ¥
coolant notch
5 shank | 1736SU05C-1050 12 118 71 56 45 %
8 1538SU08C-1050 12 162 114 99 45 ¥
3 External 1534SU03-1060 12 102 55 40 45 %
5 coolant S;:aaif:t 1536SU05-1060 12 118 71 56 45 %
3 1534SU03C-1060 12 102 55 40 45 Y
10.6 5 1536SU05C-1060 12 118 71 56 45 pie
3 '”tel”‘a' Whistle | 1734SU03C-1060 12 102 55 40 45 s
coolant notch
5 shank | 1736SU05C-1060 12 118 71 56 45 *
8 Straight | 1538SU08C-1060 12 162 114 99 45 %

Y¢Recommended grade and produce according to order



Drilling Tools B“BI“G 'I'nul-
A UulUWUk

Drill Drilling Gl | Sl Shank el ) Recommended
i an Recommended rade
dcllalr(nne1t7§r d(le/;;t)h mode type Type diameter Overall length Flute length drilling depth Shank length Y
d2(hs) l1 I2 I3 l4 KDG303
3 External 1534SU03-1070 12 102 55 40 45 %
lant
5 0% 1 Siraight | 1536SU05-1070 12 118 71 56 45 A
3 shank | 15345U03C-1070 12 102 55 40 45 %
10.7 5 1536SU05C-1070 12 18 71 56 45 %
3 Internal | \whistle | 17345U03C-1070 12 102 55 40 45 *
coolant notch
5 shank | 1736SU05C-1070 12 18 71 56 45 %
8 1538SU08C-1070 12 162 114 99 45 %
3 External . 1534SU03-1080 12 102 55 40 45 P
5 coolant Sstfa'r?ﬁt 1536SU05-1080 12 118 71 56 45 *
3 1534SU03C-1080 12 102 55 40 45 o
10.8 5 1536SU05C-1080 12 118 71 56 45 e
3 Internal | \whistle | 1734SU03C-1080 12 102 55 40 45 %
coolant notch
5 chank | 1736SU05C-1080 12 118 71 56 45 e
8 1538SU08C-1080 12 162 114 99 45 Y
3 External , 1534SU03-1090 12 102 55 40 45 %
5 coolant | SUAIGNt | 15365105-1090 12 118 71 56 45 %
3 1534SU03C-1090 12 102 55 40 45 Y
10.9 5 1536SU05C-1090 12 118 71 56 45 Y
3 Internal | whistie | 1734SU03C-1090 12 102 55 40 45 %
coolant notch
5 shank | 1736SU05C-1090 12 18 71 56 45 #
8 1538SU08C-1090 12 162 114 99 45 #
3 External . 1534SU03-1100 12 102 55 40 45 %
5 coolant S;;Z'r?:t 15365U05-1100 12 118 71 56 45 e
3 1534SU03C-1100 12 102 55 40 45 %
11.0 5 1536SU05C-1100 12 118 71 56 45 %
g Internal | \whistle | 1734SU03C-1100 12 102 55 40 45 *
coolant notch
5 shank | 1736SU05C-1100 12 118 71 56 45 P
8 1538SU08C-1100 12 162 114 99 45 o
3 External . 1534SU03-1110 12 102 55 40 45 e
5 coolant Sst[;'gﬁt 1536SU05-1110 12 118 71 56 45 #
3 1534SU03C-1110 12 102 55 40 45 e
11.1 5 1536SU05C-1110 12 118 71 56 45 Y
3 Internal | whistie | 17345U03C-1110 12 102 55 40 45 o
coolant notch
5 shank | 1736SU05C-1110 12 118 71 56 45 Y
8 Straight | 15385U08C-1110 12 162 114 99 45 %
Y¢Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Carbon Pre-hardened steel, Hardened steel Stainless ) Neahlkr | Aluminugs Copper Heat
< steel, ] Cast iron e I i resistant
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC Casiig 20y 220Y, alloy
KDG303 e) @) (@) o) (@) (@) o) o)

Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87 027
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BORING.TOOL

SU series General machining

Drilling Tools

r ESSe——— D wiESSTl e
< V“l‘ I3
External coolant Straight shank a I ls
NS S\ = ) o~
P S ————— == s
Internal coolant Straight shank I
11
la
Internal coolant Whistle notch shank
11
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
) - Basic dimension(mm
Drill | Drilling Cooling | Shank — (R ) - Recommended
i an ecommende rade
d(ljar(netir d(T/%t)h mode type Type diameter [Overall length  Flute length driling depth Shank length g
1(m7
d2(he) l1 I2 I3 la KDG303
3 External 1534SU03-1120 12 102 55 40 45 Y
5 coolant | ight | 1536SU05-1120 12 18 71 56 45 *
3 shank | 15345U03C-1120 12 102 55 40 45 o
11.2 5 1536SU05C-1120 12 118 71 56 45 *
3 '”telr”a' Whistle | 1734SU03C-1120 12 102 55 40 45 Y
coolant notch
5 shank | 1736SU05C-1120 12 118 71 56 45 o
8 1538SU08C-1120 12 162 114 99 45 ¥
3 External 1534SU03-1130 12 102 55 40 45 *
5 coolant | SUBGNt | 15365105-1130 12 118 71 56 45 *
3 1534SU03C-1130 12 102 55 40 45 ¥
11.3 5 1536SU05C-1130 12 118 71 56 45 %
3 intemal | Whistle | 1734SU03C-1130 12 102 55 40 45 e
coolant notch
5 shank | 1736SU05C-1130 12 118 71 56 45 ¥
8 1538SU08C-1130 12 162 114 99 45 ¥
3 External 1534SU03-1140 12 102 55 40 45 Y
5 coolant Sst;zif:t 1536SU05-1140 12 118 71 56 45 *
3 1534SU03C-1140 12 102 55 40 45 Y
11.4 5 1536SU05C-1140 12 118 71 56 45 ¥
3 intemall | Whistle | 1734SU03C-1140 12 102 55 40 45 *
coolant notch
5 shank | 1736SU05C-1140 12 118 71 56 45 %
8 1538SU08C-1140 12 162 114 99 45 ¥
3 External 1534SU03-1150 12 102 55 40 45 %
5 coolant Sst':aaif:t 1536SU05-1150 12 118 71 56 45 %
3 1534SU03C-1150 12 102 55 40 45 o
1.5 5 1536SU05C-1150 12 118 71 56 45 ¥
3 '”telma' Whistle | 1734SU03C-1150 12 102 55 40 45 e
coolant notch
5 shank | 1736SU05C-1150 12 118 71 56 45 *
8 Straight | 1538SU08C-1150 12 162 114 99 45 %

Y¢Recommended grade and produce according to order



Drilling Tools Bon'“ﬁ‘[ﬂnL

i Drill Drilling Cooling || Shank Shank Basic dlmensmn(r::;rcgmmended Recomrrtljended
éalr(nne]t;r d(lelzt)h mode type Type diameter |Overall length| Flute length diling depth Shank length grade
d2(hs) l1 l2 I3 la KDG303
3 External 1534SU03-1160 12 102 55 40 45 o
5 coolant Straight | 1536SU05-1160 12 118 71 56 45 A
3 shank | 15345U03C-1160 12 102 55 40 45 e
11.6 5 1536SU05C-1160 12 118 71 56 45 P
3 nternal Whistle | 17345003C-1160 12 102 55 40 45 *
5 shank | 1736SU05C-1160 12 118 71 56 45 P
8 1538SU08C-1160 12 162 114 99 45 P
3 External 1534SU03-1170 12 102 55 40 45 P
5 coolant | SUAIGNt | 1536505-1170 12 118 71 56 45 *
3 1534SU03C-1170 12 102 55 40 45 Y
11.7 5 1536SU05C-1170 12 18 71 56 45 Y
3 'C”;;ra“:t' szltsctr:e 1734SU03C-1170 12 102 55 40 45 Yo
5 shank | 1736SU05C-1170 12 118 71 56 45 Y
8 1538SU08C-1170 12 162 114 99 45 P
3 External 1534SU03-1180 12 102 55 40 45 o
5 coolant | SUAIGt | 153650051180 12 118 71 56 45 %
3 1534SU03C-1180 12 102 55 40 45 o
11.8 5 1536SU05C-1180 12 118 71 56 45 o
3 Internal | \histle | 17345U03C-1180 12 102 55 40 45 Yo
coolant notch
5 shank | 1736SU05C-1180 12 118 71 56 45 P
8 1538SU08C-1180 12 162 114 99 45 e
3 External 1534SU03-1190 12 102 55 40 45 e
5 coolant Sstgr?:t 1536SU05-1190 12 118 71 56 45 *
3 1534SU03C-1190 12 102 55 40 45 P
11.9 5 1536SU05C-1190 12 118 71 56 45 P
3 nternal Whistle | 17345003C-1190 12 102 55 40 45 %
5 shank | 1736SU05C-1190 12 18 71 56 45 P
8 1538SU08C-1190 12 162 114 99 45 Y
3 External 1534SU03-1200 12 102 55 40 45 Y
5 coolant S;;Z?Et 1536SU05-1200 i 118 71 56 45 %
3 1534SU03C-1200 12 102 55 40 45 Y
12.0 5 1536SU05C-1200 12 18 71 56 45 P
3 Internal | whistle | 17345U03C-1200 12 102 55 40 45 e
coolant notch
5 shank | 1736SU05C-1200 12 118 71 56 45 o
8 Straight | 15385U08C-1200 12 162 114 99 45 %
Y¢Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Csatl;t;?n Pre-hardened steel, Hardened steel Stainless Castiron NodL_JIar ARG Copper relgi(sagnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 o) (@) @) ¢} @) @) 0 O

Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87 ng
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Drilling Tools

BORING.TOOL

SU series General machining

P S&SSSS————— D iS4
v“l I3I2 |
External coolant Straight shank I 4
P ————— ST s
Internal coolant Straight shank I
11
¢« &SSSS=1 = ST R
Internal coolant Whistle notch shank .
11
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
il | Drling | o — Basic d'me”S'O”("F:zzmmended Reconmende
déalr(’nn:tsr d(le;()jt)h mode o Type diameter |Overall length Flute length driling depth Shank length grade
dz(he) l1 I2 I3 l4 KDG303
3 External 1534SU03-1225 14 107 60 43 45 5s
5 coolant | o aight | 1536SU05-1225 14 124 77 60 45 *
3 shank | 15345U03C-1225 14 107 60 43 45 o
1225 5 Internal 1536SU05C-1225 14 124 77 60 45 *
3 coolant | Whistle | 1734SU03C-1225 14 107 60 43 45 %
5 gr?;it 1736SU05C-1225 14 124 77 60 45 ¥
3 External 1534SU03-1230 14 107 60 43 45 ¥
5 coolant Straight | 1536SU05-1230 14 124 77 60 45 o
3 shank | 15345U03C-1230 14 107 60 43 45 P
123 5 Internal 1536SU05C-1230 14 124 77 60 45 ¥
3 coolant | Whistle | 1734SU03C-1230 14 107 60 43 45 ¥
5 2;?;1 1736SU05C-1230 14 124 77 60 45 ¥
3 External 1534SU03-1250 14 107 60 43 45 ¥
5 coolant Straight | 1536SU05-1250 14 124 77 60 45 %
3 shank | 15345U03C-1250 14 107 60 43 45 ¥
12.5 5) 1536SU05C-1250 14 124 77 60 45 Ad
3 Internal | whistle | 17345U03C-1250 14 107 60 43 45 %
coolant notch
5 shank | 1736SU05C-1250 14 124 77 60 45 %
8 1538SU08C-1250 14 178 133 116 45 xS
3 External 1534SU03-1270 14 107 60 43 45 ¥
5 coolant Sst;zig:t 1536SU05-1270 14 124 77 60 45 *
3 1534SU03C-1270 14 107 60 43 45 ¥
12.7 5 1536SU05C-1270 14 124 77 60 45 Y
3 Internal | whistle | 17345U03C-1270 14 107 60 43 45 o
coolant notch
5 shank | 1736SU05C-1270 14 124 77 60 45 ¥
8 Straignt | 1538SU08C-1270 14 178 133 116 45 %

Y¢Recommended grade and produce according to order



Drilling Tools B“BI“G 'I'nul-
A UulUWUk

Drill Drilling Gl | Sl Shank et e () Recommended
i an Recommended rade
dcllar(nne1t§r d(le/[;t)h mode type Type diameter [Overall length) Flute length driling depth Shank length Y
1 7
d2(he) l1 I2 I3 la KDG303
3 External 1534SU03-1275 14 107 60 43 45 ¥
5 coolant Straight | 1536SU05-1275 14 124 77 60 45 A
1275 3 shank | 1534S5U03C-1275 14 107 60 43 45 H
' 5 Internal 1536SU05C-1275 14 124 77 60 45 ¥
3 coolant | Whistle | 1734SU03C-1275 14 107 60 43 45 ¥
notch
5 shank | 1736SU05C-1275 14 124 77 60 45 Y
3 External 1534SU03-1280 14 107 60 43 45 %
5 coolant | o aight | 1536SU05-1280 14 124 77 60 45 %
3 shank | 1534S5U03C-1280 14 107 60 43 45 P
12.8 5 1536SU05C-1280 14 124 77 60 45 %
3 Intenall | whistle | 1734SU03C-1280 14 107 60 43 45 %
coolant notch
5 shank | 1736SU05C-1280 14 124 77 60 45 %
8 1538SU08C-1280 14 178 133 116 45 ¥
3 External 1534SU03-1300 14 107 60 43 45 ¥
5 coolant | SUAIGNt | 15365U05-1300 14 124 77 60 45 %
3 1534SU03C-1300 14 107 60 43 45 ¥
13.0 5 1536SU05C-1300 14 124 77 60 45 ¥
3 '”telr nal | Whistle | 1734SU03C-1300 14 107 60 43 45 e
coolant notch
5 shank | 1736SU05C-1300 14 124 77 60 45 P
8 1538SU08C-1300 14 178 133 116 45 Y
3 External 1534SU03-1310 14 107 60 43 45 ¥
5 coolant sz;z'r?:t 15365U05-1310 14 124 77 60 45 *
151 3 1534SU03C-1310 14 107 60 43 45 ¥
’ 5 Internal 1536SU05C-1310 14 124 77 60 45 ¥
3 coolant | Whistle | 1734SU03C-1310 14 107 60 43 45 e
notch
5 shank | 1736SU05C-1310 14 124 77 60 45 %
3 External 1534SU03-1350 14 107 60 43 45 %
lant
5 0% | Siraight | 1536SU05-1350 14 124 77 60 45 A
3 shank | 1534SU03C-1350 14 107 60 43 45 %
135 5 1536SU05C-1350 14 124 77 60 45 ¥
3 '”telr nal | Whistle | 1734SU03C-1350 14 107 60 43 45 Y
coolant notch
5 shank | 1736SU05C-1350 14 124 77 60 45 ¥
8 Straight | 15385U08C-1350 14 178 133 116 45 *
¢ Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel %{’t‘;%(in Pre-hardened steel, Hardened steel Stainless i NodL_JIar Aluminum Copper relgi(sagnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 @] (@) © O © O O @)

Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87 C31
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BORING.TOOL

SU series General machining

Drilling Tools

P S&SSSS————— D Sl e
v“l I3I2 |
External coolant Straight shank I 4
P ————— ST s
Internal coolant Straight shank I
11
¢ &SSSS=1 = ST E
Internal coolant Whistle notch shank b
11
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
il | Drling | o o Basic d'me"s"’"(';‘gmmended Reconmende
déelr(nn:tgr d(le/;()jt)h mode e Type diameter |Overall length  Flute length driling depth Shank length grade
d2(hs) l1 I2 I3 la KDG303
3 External 1534SU03-1380 14 107 60 43 45 5s
5 coolant | o aight | 1536SU05-1380 14 124 77 60 45 *
3 shank | 15345U03C-1380 14 107 60 43 45 e
18 5 Internal 1536SU05C-1380 14 124 77 60 45 *
3 coolant | Whistle | 1734SU03C-1380 14 107 60 43 45 Y
5 Qﬁ;it 1736SU05C-1380 14 124 77 60 45 ¥
3 External 1534SU03-1400 14 107 60 43 45 ¥
5 coolant Straight | 1536SU05-1400 14 124 77 60 45 o
3 shank | 15345U03C-1400 14 107 60 43 45 %
14.0 5 1536SU05C-1400 14 124 77 60 45 ¥
3 | Imtemal | whistle | 17345U03C-1400 14 107 60 43 a5 ¥
coolant notch
5 shank | 1736SU05C-1400 14 124 77 60 45 e
8 1538SU08C-1400 14 178 133 116 45 e
3 External 1534SU03-1425 16 115 65 45 48 pA¢
5 coolant S;:Zig:t 15365U05-1425 16 133 83 63 48 %
3 1534SU03C-1425 16 115 65 45 48 353
1425 5 Internal 1536SU05C-1425 16 133 83 63 48 5s
3 coolant | Whistle | 1734SU03C-1425 16 115 65 45 48 Yo
5 Qﬁ;ﬂ 1736SU05C-1425 16 133 83 63 48 5s
3 External 1534SU03-1430 16 115 65 45 48 ¥
5 coolant | o aight | 1536SU05-1430 16 133 83 63 48 *
3 shank | 15345U03C-1430 16 115 65 45 48 e
143 5 Internal 1536SU05C-1430 16 133 83 63 48 Y
3 coolant | Whistle | 1734SU03C-1430 16 115 65 45 48 ¥
5 Qﬁ;it 1736SU05C-1430 16 133 83 63 48 *

C32
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Drilling Tools Bon'“ﬁ‘[ﬂnL

Drill Drillin Basic dimension(mm) FGETTETIE
¢ Cooling | Shank Shank Recommended d
i rade
d(ljar(net;l’ d(|e/Zt)h mode type Type diameter Cverall length Flute length driling depth Shank length Y
1(m7
d2(hs) I1 I2 I3 la KDG303
3 External 1534SU03-1450 16 15 65 45 48 H
lant
5 %M 1 Siraight | 1536SU05-1450 16 133 83 63 48 Y
3 shank | 1534SU03C-1450 16 115 65 45 48 *
145 5 1536SU05C-1450 16 133 83 63 48 pie
3 Internal | whistie | 1734SU03C-1450 16 115 65 45 48 %
coolant notch
5 shank 1736SU05C-1450 16 133 83 63 48 bie
8 1538SU08C-1450 16 204 152 132 48 *
3 External . 1534SU03-1475 16 115 65 45 48 ¥
5 coolant | SUAIGNt | 1536505-1475 16 133 83 63 48 *
1475 3 1534SU03C-1475 16 115 65 45 48 *
5 Internal 1536SU05C-1475 16 133 83 63 48 S
3 coolant | Whistle | 1734SU03C-1475 16 115 65 45 48 b
notch
5 shank | 1736SU05C-1475 16 133 83 63 48 At
3 External 1534SU03-1480 16 115 65 45 48 A
coolant
5 Straight | 1536SU05-1480 16 133 83 63 48 *
3 shank | 15345U03C-1480 16 115 65 45 48 Y
14.8 5 1536SU05C-1480 16 133 83 63 48 i e
3 Internal | whistie | 17345U03C-1480 16 115 65 45 48 e
coolant notch
5 shank 1736SU05C-1480 16 133 83 63 48 Yo
8 1538SU08C-1480 16 204 152 132 48 Pie
3 External . 1534SU03-1500 16 15 65 45 48 H
5 coolant Sstgz'r?:t 1536SU05-1500 16 133 83 63 48 *
8 1534SU03C-1500 16 115 65 45 48 pie
15.0 5 1536SU05C-1500 16 133 83 63 48 bie
3 Internal | whistie | 1734SU03C-1500 16 115 65 45 48 %
coolant notch
5 shank 1736SU05C-1500 16 133 83 63 48 *
8 1538SU08C-1500 16 204 152 132 48 x
3 External . 1534SU03-1510 16 15 65 45 48 ¥
5 coolant | SUAIGt | 1536505-1510 16 133 83 63 48 %
151 3 1534SU03C-1510 16 115 65 45 48 A
5 Internal 1536SU05C-1510 16 133 83 63 48 At
3 coolant | Whistle | 1734SU03C-1510 16 115 65 45 48 i e
notch
5 shank | 1736SU05C-1510 16 133 83 63 48 A
¢ Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Csatl;t;?n Pre-hardened steel, Hardened steel Stainless Castiron Nechikr | Az Copper re;'i(segnt
HB<180 y - - ~ steel cast iron alloy alloy
Alloy steel 40HRC 50HRC 60HRC alloy
KDG303 @] © (@) O © © O O
Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87
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C34

BORING.TOOL

SU series General machining

Drilling Tools

P E&SSSS—————— D Sl e
v“l |3I2 |
External coolant Straight shank I 4
A S ————— S — s
Internal coolant Straight shank I
11
Internal coolant Whistle notch shank b
11
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
il | Drling | o — Basic d'me”S'O”(’::c‘zmmended Recommended
diameter | depth mode o Type diameter [OVerall length| Flute length T Shank length grade
di(m7) | (I/d)
dz(he) l1 2 I3 la KDG303
3 External 1534SU03-1550 16 115 65 45 48 ¥
5 coolant | o aight | 1536SU05-1550 16 133 83 63 48 e
3 shank | 15345U03C-1550 16 15 65 45 48 Y
15.5 5 1536SU05C-1550 16 133 83 63 48 *
3 '0”532‘:: Whistle | 1734SU03C-1550 16 115 65 45 48 P
notch
5 shank 1736SU05C-1550 16 133 83 63 48 *
8 1538SU08C-1550 16 204 152 132 48 Y
3 External 1534SU03-1580 16 15 65 45 48 H
5 coolant Sg‘;zif:t 1536SU05-1580 16 133 83 63 48 *
3 1534SU03C-1580 16 115 65 45 48 AS
158 5 Internal 1536SU05C-1580 16 133 83 63 48 e
3 coolant | Whistle | 1734SU03C-1580 16 115 65 45 48 e
5 Qp?;:l 1736SU05C-1580 16 133 83 63 48 PAS
3 External 1534SU03-1600 16 15 65 45 48 %
5 coolant Straight | 1536SU05-1600 16 133 83 63 48 s
3 shank | 15345U03C-1600 16 115 65 45 48 e
16.0 5 1536SU05C-1600 16 133 83 63 48 Yo
3 Internal | \whistle | 17345U03C-1600 16 115 65 45 48 Y
coolant notch
5 shank | 1736SU05C-1600 16 133 83 63 48 ¥
8 1538SU08C-1600 16 204 152 132 48 ¥
3 External 1534SU03-1650 18 123 73 51 48 Y
5 | coolant | SUAON | 453651)05-1650 18 143 93 7 48 %
3 1534SU03C-1650 18 123 73 51 48 PAe
16.5 5 1536SU05C-1650 18 143 93 71 48 *
3 Internal | whistle | 17345U03C-1650 18 123 73 51 48 e
coolant notch
5 shank 1736SU05C-1650 18 143 93 71 48 Y
8 Straignt | 1538SU08C-1650 18 223 171 149 48 %

YeRecommended grade and produce according to order



Drilling Tools Bon'“ﬁ‘[ﬂnL

; Drill Drilling Cooling | Shank Shank Basic dlmensmn(n;::jmmendecj Reconr]::;nded
cljalr(nrﬁt;r d(le/rét)h mode type Type diameter |Overall length| Flute length dillng depth Shank length g
d2(hs) l1 l2 I3 la KDG303
3 External 1534SU03-1675 18 123 73 51 48 Yo
5 coolant Straight | 1536SU05-1675 18 143 93 71 48 o
3 shank | 15345U03C-1675 18 123 73 51 48 e
1675 5 Internal 1536SU05C-1675 18 143 93 71 48 o
3 coolant | Whistle | 1734SU03C-1675 18 123 73 51 48 ¥
5 Qﬁéﬁt 1736SU05C-1675 18 143 93 71 48 o
3 External 1534SU03-1680 18 123 73 51 48 Y
5 coolant | o aight | 1536SU05-1680 18 143 93 71 48 #
3 shank | 15345U03C-1680 18 123 73 51 48 P
168 5 Internal 1536SU05C-1680 18 143 93 71 48 Y
3 coolant | Whistle | 1734SU03C-1680 18 123 73 51 48 Y
5 Qﬁ;i 1736SU05C-1680 18 143 93 71 48 Y
3 External 1534SU03-1700 18 123 73 51 48 Y
5 coolant | o ight | 1536SU05-1700 18 143 93 7 48 *
3 shank | 15345U03C-1700 18 123 73 51 48 o
17.0 5 1536SU05C-1700 18 143 93 71 48 Y
3 gg(a”ft' ngltit;e 1734SU03C-1700 18 123 73 51 48 Y
5 shank | 1736SU05C-1700 18 143 93 71 48 Yo
8 1538SU08C-1700 18 223 171 149 48 Yo
3 External 1534SU03-1750 18 123 73 51 48 o
5 coolant S;Liir?:t 1536SU05-1750 18 143 93 71 48 *
3 1534SU03C-1750 18 123 73 51 48 o
17.5 5 1536SU05C-1750 18 143 93 71 48 o
3 nternal Whistle | 17345003C-1750 18 123 73 51 48 *
5 shank | 1736SU05C-1750 18 143 93 71 48 o
8 1538SU08C-1750 18 223 171 149 48 e
3 External 1534SU03-1780 18 123 73 51 48 e
5 coolant | SUAIGt | 1536505-1780 18 143 93 7 48 #
3 1534SU03C-1780 18 123 73 51 48 Y
178 5 Internal 1536SU05C-1780 18 143 93 71 48 Y
3 coolant | Whistle | 1734SU03C-1780 18 123 73 51 48 Y
5 Qﬁ;i 1736SU05C-1780 18 143 93 71 48 Y
¢ Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Csétlgl;?n Pre-hardened steel, Hardened steel | gi.iniass Castiron Nodular | Aluminum | Copper re;'i(segnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 @] (@) (@) O @) o O O
Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87
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C36

BORING.TOOL

SU series General machining

Drilling Tools

T — = ——— Wi a—F
) ‘l I3|2 la
External coolant Straight shank I
A S ————— S — s
Internal coolant Straight shank I
11
¢ &SSSS=1 = S 4]
Internal coolant Whistle notch shank b
11
® For high efficiently drilling from common steel to materials hard to cut.
® Waveform cutting edges achieve outstanding sharpness and strength, promoting chip removal.
il | Drling | o — Basic d'me"S'O"(’::c‘zmmended Reconmende
déelr(nn:tgr d(le/;()jt)h mode e Type diameter Overall length Flute length driling depth Shank length grade
dz(he) l1 I2 I3 la KDG303
3 External 1534SU03-1800 18 123 73 51 48 ¥
5 coolant | o aight | 1536SU05-1800 18 143 93 71 48 e
3 shank | 15345U03C-1800 18 123 73 51 48 e
18.0 5 1536SU05C-1800 18 143 93 71 48 ¥
3 Internal | whistle | 17345U03C-1800 18 123 73 51 48 o
coolant notch
5 shank 1736SU05C-1800 18 143 93 71 48 *
8 1538SU08C-1800 18 223 171 149 48 Y
3 External 1534SU03-1850 20 131 79 55 50 e
5 coolant Sst;zir?:t 1536SU05-1850 20 153 101 77 50 *
3 1534SU03C-1850 20 131 79 55 50 AS
165 5 Internal 1536SU05C-1850 20 153 101 77 50 e
3 coolant | Whistle | 1734SU03C-1850 20 131 79 55 50 ¥
5 2}?;?( 1736SU05C-1850 20 153 101 77 50 PAe
3 External 1534SU03-1880 20 131 79 55 50 o
5 coolant | ight | 1536SU05-1880 20 153 101 77 50 #
3 shank | 15345U03C-1880 20 131 79 55 50 e
168 5 Internal 1536SU05C-1880 20 153 101 77 50 *
3 coolant | Whistle | 1734SU03C-1880 20 131 79 55 50 ¥
5 Qﬁéii 1736SU05C-1880 20 153 101 77 50 ¥
3 External 1534SU03-1900 20 131 79 55 50 ¥
5 coolant | o aight | 1536SU05-1900 20 153 101 77 50 *
3 shank | 15345U03C-1900 20 131 79 55 50 e
190 5 Internal 1536SU05C-1900 20 153 101 77 50 H
3 coolant | Whistle | 1734SU03C-1900 20 131 79 55 50 ¥
5 Qﬁgii 1736SU05C-1900 20 153 101 77 50 Y

Y¢Recommended grade and produce according to order



Drilling Tools Bon'“ﬁ‘[ﬂnL

. - Basic dimension(mm
Drill Drilling ol | Sl shank ( . ) o Recommended
: an ecommende rade
dcljar(nrﬁtjr d(le/rét)l'l mode type Type diameter |Overall length) Flute length driling depth Shank length g
1(m7
d2(hs) l1 l2 I3 la KDG303
3 External 1534SU03-1950 20 131 79 55 50 H
lant
5 oM | Siraight | 1536SU05-1950 20 153 101 77 50 Yo
3 shank | 1534S5U03C-1950 20 131 79 55 50 #
19.5
5 Internal 1536SU05C-1950 20 153 101 77 50 n
3 coolant | Whistle | 1734SU03C-1950 20 131 79 55 50 ¥
notch
5 shank 1736SU05C-1950 20 153 101 77 50 *x
3 External 15345U03-1980 20 131 79 55 50 ¥
coolant
5 Straight | 1536SU05-1980 20 153 101 77 50 %
105 3 shank | 15345U03C-1980 20 131 79 55 50 P
5 Internal 15365U05C-1980 20 153 101 77 50 S
3 coolant | Whistle | 1734SU03C-1980 20 131 79 55 50 Yo
notch
5 shank | 1736SU05C-1980 20 153 101 77 50 At
3 External 1534SU03-2000 20 131 79 55 50 e
coolant
5 Straight | 1536SU05-2000 20 153 101 77 50 %
200 3 shank | 15345U03C-2000 20 131 79 55 50 o
5 Internal 1536SU05C-2000 20 153 101 77 50 A
3 coolant | Whistle | 1734SU03C-2000 20 131 79 55 50 e
notch
5 shank | 1736SU05C-2000 20 153 101 77 50 PAs
Y¢Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade | wmild steel Cét‘rb?" Pre-hardened steel, Hardened steel | giajnjess Casti Nodular | Aluminum | Copper H_etat :
<180 =t steel astiron | astiron alloy alloy eIkt ETR)
HB Alloy steel | ~40HRC | ~50HRC | ~60HRC alloy
KDG303 O (@) (©) O @) @) O O

Code key | C6 Cutting parameters | C64-C66 Technical information  C76-C82 Non-standard tailor made C83-C87 C37
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Drilling Tool
|BA0HING‘TL0A0|_ rilling Tools

SU series General machining(step drill)

90°
P emmee——— ] SeESSTE
< ] v‘.f» b ]
External coolant Straight shank l2 | ls
1
® For thread pre-hole, chamfering.
Drill | Drilling Cooling | Shank Basic dimension(mm) Recommended
diameter| depth grade
d1(me) (I/F()i) mode | type e Thread |~ d2 ds 1 2 la Is
size (he) KDG303
3.3 3 1557SU03-M4 M4 6.0 4.5 66 28 36 114 *
4.2 3 1557SU03-M5 M5 6.0 6.0 66 28 36 13.6 AS
5.0 3 1557SU03-M6 M6 8.0 7.0 79 41 36 16.5 S
6.75 3 1557SU03-M8 M8 10.0 9.5 89 a7 40 21.0 S
8.5 3 1557SU03-M10 M10 12.0 12.0 102 55 45 255 w
10.25 3 1557SU03-M12 M12 14.0 14.0 107 60 45 30.0 *
12.0 3 External | Straight | 1 55751)03-M14 M14 160 | 160 | 115 | 65 | 48 | 345 ¥
coolant shank
14.0 3 1557SU03-M16 M16 18.0 18.0 123 73 48 38.5 e
7.0 3 1557SU03-M8x%1.0 M8x1.0 10.0 9.8 89 47 40 21.0 ke
9.0 3 1557SU03-M10x1.0 M10x1.0 12.0 12.0 102 55} 45 25.5 "
10.5 3 1557SU03-M12x1.5 M12x1.5 14.0 14.0 107 60 45 30.0 AS
12,15 3 1557SU03-M14x1.5 M14x1.5 16.0 16.0 115 65 48 34.5 PAG
14.5 3 1557SU03-M16x1.5 M16x1.5 18.0 18.0 123 73 48 38.5 Ad
Y¢Recommended grade and produce according to order
Attentions when using step drill
A B C
Because of no chamfer on the Long chips will roll around the drill and When countersink drill, cutting
large diameter, countersink drill obstruct machining when countersink force increases at initial.
as shown above is not possible. drill. It is recommended to select small Reduce the feed please.
feed drilling in order to cut chips.
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade | wid steel Cetlrbcl)n Pre-hardened steel, Hardened steel | gi.iniass castiron | Nodular | Aluminum | Copper H_etat .
<180 Sh steel SHIO cast iron alloy alloy WEIREET)
HB Alloy steel | ~40HRC | ~50HRC | ~B60HRC alloy
KDG303 (@) @} (@} ©) (@) @) O @)

C38 Code key | C6 Cutting parameters | C67 Technical information C76-C82 Non-standard tailor made C83-C87



[
BN Specially designed flute and large chip pocket, make it possible to
effectively control the chip flow, curl and fracture.

Waveform cutting edge and large cutting angle improve the sharpness of
drill.

Very optimal for cutting materials with high extensibility and materials with
long chips such as Austenitic stainless steel etc .

Tool type: 1534ST03C-1000 800-
Size: @10mm - 702
Workpiece material: 1Cr18Ni9Ti 8
. . < 6004
Cutting speed: 70m/min k5]
Rotating speed: 2200r/min 5
o
Feed rate per revolution: 0.15mm/r S 400+
Feed speed: 330mm/min g 241
oy . _ Ko}
Drilling depth: 30mm(L/D=3) g 2001
Cooling system: water-soluble liquid ( internal coolant) P
Machine: Mikron UCP 1000
0

Similar product  1534ST03C-1000
of company A

Company A's chips 1534ST03C-1000 chips

C39
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,BBH'NG‘“]BL Drilling Tools

ST series for soft steel, stainless steel

» ] 7 s ST
| -— v-‘ﬁv i Is
Internal coolant Straight shank 2 ; l4
: = "i“\%“- | la
Internal coolant Whistle notch shank ‘l 3|2
I

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

di rater| dopt Cooling | Shank Shank — dlmensmn(nr:::zmmended ReCOT;?Jznded
(Ijz-ir(nrst;r d(T/%t)h mode type Type diameter |Overall length| Flute length driling depth Shank length g
d2(he) I1 I2 I3 la KDG303
3 Straight | 1534ST03C-0300 6 62 20 14 36 #
3.0 5 shank | 1536S5T05C-0300 6 66 28 23 36 %
5 Whistle fotch| - 1736ST05C-0300 6 66 28 23 36 *
3 Straight | 1534ST03C-0310 6 62 20 14 36 o
3.1 5 shank | 1536ST05C-0310 6 66 28 23 36 *
5 Whistle fotch| - 1736ST05C-0310 6 66 28 23 36 *
3 Straight | 1534ST03C-0320 6 62 20 14 36 %
3.2 5 shank | 1536ST05C-0320 6 66 28 23 36 o
5 Whistle notch| - 1736ST05C-0320 6 66 28 23 36 *
3 Straight | 1534ST03C-0325 6 62 20 14 36 e
3.25 5 shank | 1536S8T05C-0325 6 66 28 23 36 o
5 Whistle notch| 17365 T05C-0325 6 66 28 23 36 %
3 Straight | 1534ST03C-0330 6 62 20 14 36 e
33 5 shank | 1536ST05C-0330 6 66 28 23 36 o
5 Internal | stle notch) 1736ST05C-0330 6 66 28 23 36 *
3 coolant | o aight | 1534ST03C-0340 6 62 20 14 36 %
3.4 5 shank | 15365T05C-0340 6 66 28 23 36 Yo
5 Whistle potch| - 17365T05C-0340 6 66 28 23 36 *
3 Straight | 1534ST03C-0350 6 62 20 14 36 #
35 5 shank | 1536ST05C-0350 6 66 28 23 36 %
5 Whistle fotch| - 1736ST05C-0350 6 66 28 23 36 *
3 Straight | 1534ST03C-0360 6 62 20 14 36 ¥
3.6 5 shank | 1536ST05C-0360 6 66 28 23 36 *
5 Whistle fotch| - 1736ST05C-0360 6 66 28 23 36 *
3 Straight | 1534ST03C-0370 6 62 20 14 36 *
3.7 5 shank | 1536S8T05C-0370 6 66 28 23 36 o
5 Whistle notch| - 1736ST05C-0370 6 66 28 23 36 *
3 Straight | 1534ST03C-0380 6 66 24 17 36 e
3.8 5 shank | 15365T05C-0380 6 74 36 29 36 o
5 Whistle notch| - 17365T05C-0380 6 74 36 29 36 %

Y¢Recommended grade and produce according to order



Drilling Tools Bon'“ﬁ‘[ﬂnL

. - Basic dimension(mm
Drill Drilling Cooling | Shank e (R ) o Recommended
f an ecommende rade
diameter| depth mode type Type diameter |Overall length| Flute length driling depth Shank length Y
di(m7) | (I/d)
d2(hs) I1 l2 I3 l4 KDG303
3 Straight | 1534ST03C-0390 6 66 24 17 36 e
3.9 5 shank | 1536ST05C-0390 6 74 36 29 36 P
5 Whistle notch| 1736ST05C-0390 6 74 36 29 36 *
3 Straight | 1534ST03C-0400 6 66 24 17 36 H
4.0 5 shank | 1536ST05C-0400 6 74 36 29 36 H
5 Whistle notch| 1736ST05C-0400 6 74 36 29 36 e
3 Straight | 15348T03C-0410 6 66 24 17 36 H
41 5 shank | 1536ST05C-0410 6 74 36 29 36 #
5 Whistle potch  17365T05C-0410 6 74 36 29 36 %
3 Straight | 15348T03C-0420 6 66 24 17 36 F
42 5 shank | 1536ST05C-0420 6 74 36 29 36 #
5 Whistle potch 17365 T05C-0420 6 74 36 29 36 *
3 Straight | 1534ST03C-0430 6 66 24 17 36 e
4.3 5 shank | 15365T05C-0430 6 74 36 29 36 e
5 Whistle ftch| 1736ST05C-0430 6 74 36 29 36 *
3 Straight | 1534ST03C-0440 6 66 24 17 36 e
4.4 5 Internal | shank | 15365T05C-0440 6 74 36 29 36 *
coolant !
5 Whistle fotch| 1736ST05C-0440 6 74 36 29 36 *
3 Straight | 1534ST03C-0450 6 66 24 17 36 e
45 5 shank | 1536ST05C-0450 6 74 36 29 36 P
5 Whistle notch| 1736ST05C-0450 6 74 36 29 36 *
3 Straight | 1534ST03C-0460 6 66 24 17 36 %
4.6 5 shank | 1536ST05C-0460 6 74 36 29 36 H
5 Whistle notch| 1736ST05C-0460 6 74 36 29 36 e
3 Straight | 1534ST03C-0465 6 66 24 17 36 H
4.65 5 shank | 1536ST05C-0465 6 74 36 29 36 #
5 Whistle potch 17365 T05C-0465 6 74 36 29 36 %
3 Straight | 15348T03C-0470 6 66 24 17 36 H
47 5 shank | 1536ST05C-0470 6 74 36 29 36 #
5 Whistle potch 17365 T05C-0470 6 74 36 29 36 *
3 Straight | 1534ST03C-0480 6 66 28 20 36 e
4.8 5 shank | 1536S5T05C-0480 6 82 44 35 36 o
5 Whistle fotch| 1736ST05C-0480 6 82 44 35 36 *
¢ Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Catlrb(lm Pre-hardened steel, Hardened steel Stainless Casti Nechikr | Az Copper H_e?t .
<180 =t steel astiron | astiron alloy alloy eIkt ETR)
HB Alloy steel | ~40HRC | ~50HRC | ~60HRC alloy
KDG303 (@) o) ©) o
Code key | C6 Cutting parameters | C68 Technical information  C76-C82 Non-standard tailor made C83-C87
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Drilling Tools

BORING.TOOL

ST series for soft steel, stainless steel

» ) ’!!." a0 oSS =
- L "i‘r I3
l2 la
Internal coolant Straight shank It
$ ST D eSS E
‘Oi" s l4
Internal coolant Whistle notch shank ‘l 12
I
® First choice for drilling soft & stainless steel
@® Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
) - Basic dimension(mm
Drill | Drilling Cooling | Shank — ( . ) o Recommended
i an ecommende rade
d(;ar(netir d(le/[c)jt)h mode type Type diameter [Overall length) Flute length drilling depth Shank length g
1(m7
d2(he) l1 l2 I3 l4 KDG303
3 Straight | 1534ST03C-0490 6 66 28 20 36 Y
49 5 shank | 15365T05C-0490 6 82 44 35 36 Y
5 Whistle fotch| - 1736ST05C-0490 6 82 44 35 36 *
3 Straight | 1534ST03C-0500 6 66 28 20 36 I
5.0 5 shank | 15365T05C-0500 6 82 44 35 36 e
5 Whistle fotch| - 1736ST05C-0500 6 82 44 35 36 *
3 Straight | 1534ST03C-0510 6 66 28 20 36 e
5.1 5 shank | 15365T05C-0510 6 82 44 35 36 Y
5 Whistle notch| - 1736ST05C-0510 6 82 44 35 36 *
3 Straight | 15348T03C-0520 6 66 28 20 36 Yo
5.2 5 shank | 15365T05C-0520 6 82 44 35 36 e
5 Whistle notch| - 1736ST05C-0520 6 82 44 35 36 %
3 Straight | 15348T03C-0530 6 66 28 20 36 S
5.3 5 shank | 15365T05C-0530 6 82 44 35 36 e
5 Internal | She oteh 17365 T05C-0530 6 82 44 35 36 %
lant
3 O 1 Siraight | 1534ST03C-0540 6 66 28 20 36 %
5.4 5 shank | 1536ST05C-0540 6 82 44 35 36 *
5 Whistie notch 17365 T05C-0540 6 82 a4 35 36 ¥
3 Straight | 1534ST03C-0550 6 66 28 20 36 Y
5.5 5 shank | 15365T05C-0550 6 82 44 35 36 Y
5 Whistle fotch| - 1736ST05C-0550 6 82 44 35 36 *
3 Straight | 1534ST03C-0555 6 66 28 20 36 o
5.55 5 shank | 15368T05C-0555 6 82 44 35 36 e
5 Whistle notch| - 1736ST05C-0555 6 82 44 35 36 *
3 Straight | 1534ST03C-0560 6 66 28 20 36 e
5.6 5 shank | 15365T05C-0560 6 82 44 35 36 Y
5 Whistle notch| - 1736ST05C-0560 6 82 44 35 36 *
3 Straight | 1534ST03C-0570 6 66 28 20 36 Yo
5.7 5 shank | 1536ST05C-0570 6 82 44 35 36 Y
5 Whistle notch| - 1736ST05C-0570 6 82 44 35 36 %

¢ Recommended grade and produce according to order



Drilling Tools B“BI“G 'I'nul-
A Ol UUk

. - Basic dimension(mm
Drill | Drilling Cooling | Shank — (mm) - Recommended
g an! Recommende:
diameter| depth mode - Type diameter |Overall length| Flute length driling depth Shank length grade
di(m7) | (I/d)
d2(hs) I1 I2 I3 l4 KDG303
3 Straight | 1534ST03C-0580 6 66 28 20 36 %
5.8 5 shank | 1536ST05C-0580 6 82 44 35 36 Y
5 Whistle notch| 1736ST05C-0580 6 82 44 35 36 *
3 Straight | 1534ST03C-0590 6 66 28 20 36 H
5.9 5 shank | 1536ST05C-0590 6 82 44 35 36 S
5 Whistle notch| 1736ST05C-0590 6 82 44 35 36 e
3 Straight | 1534ST03C-0600 6 66 28 20 36 H
6.0 5 shank | 1536ST05C-0600 6 82 44 35 36 #
5 Whistle potch 17365 T05C-0600 6 82 44 35 36 %
3 Straight | 15348T03C-0610 8 79 34 24 36 H
6.1 5 shank | 1536ST05C-0610 8 91 53 43 36 Y
5 Whistle notch  1736ST05C-0610 8 o1 53 43 36 *
3 Straight | 1534ST03C-0620 8 79 34 24 36 e
6.2 5 shank | 15365T05C-0620 8 91 53 43 36 e
5 Whistle fotch| 1736ST05C-0620 8 01 53 43 36 *
3 Straight | 1534ST03C-0630 8 79 34 24 36 e
6.3 5 memal | shank | 1536ST05C-0630 8 01 53 43 36 *
5 Whistle fotch| 1736ST05C-0630 8 o1 53 43 36 *
3 Straight | 1534ST03C-0640 8 79 34 24 36 P
6.4 5 shank | 1536ST05C-0640 8 91 53 43 36 Yo
5 Whistle notch| 1736ST05C-0640 8 o1 53 43 36 *
3 Straight | 1534ST03C-0650 8 79 34 24 36 F
6.5 5 shank | 1536ST05C-0650 8 91 53 43 36 S
5 Whistle notch| 1736ST05C-0650 8 91 53 43 36 e
3 Straight | 1534ST03C-0660 8 79 34 24 36 H
6.6 5 shank | 1536ST05C-0660 8 01 53 43 36 #
5 Whistle potch 17365 T05C-0660 8 91 53 43 36 %
3 Straight | 15348T03C-0670 8 79 34 24 36 H
6.7 5 shank | 1536ST05C-0670 8 91 53 43 36 %
5 Whistle notch - 17365 T05C-0670 8 o1 53 43 36 *
3 Straight | 1534ST03C-0675 8 79 34 24 36 e
6.75 5 shank | 1536ST05C-0675 8 01 53 43 36 e
5 Whistle fotch| 1736ST05C-0675 8 01 53 43 36 *
¢ Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel (;atltretglm Pre-hardened steel, Hardened steel SefilEss Castiron Nodular | Aluminum | Copper H.e?t .
<180 § steel cast iron alloy alloy MERE
HB Alloy steel | ~40HRC | ~50HRC | ~60HRC alloy
KDG303 (@) o) (@) o
Code key | C6 Cutting parameters | C68 Technical information  C76-C82 Non-standard tailor made C83-C87
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Drilling Tools

BORING.TOOL

ST series for soft steel, stainless steel

» ) ’!!." 31140 § B o
- L "i‘r I3
l2 la
Internal coolant Straight shank It
$ ST D eSS E
"“v I3 la
Internal coolant Whistle notch shank ‘l 12
I
® First choice for drilling soft & stainless steel
@® Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
. - Basic dimension(mm
Drill Drilling Cooling | Shank Shank (R ) " Recommended
i an ecommende rade
d(ljar(net(;r d((lel[::jt)h mode type Type diameter |Overall length/ Flute length diling depth Shank length g
1(m7
d2(he) l1 2 I3 l4 KDG303
3 Straight | 1534ST03C-0690 8 79 34 24 36 Yo
6.9 5 shank | 1536ST05C-0690 8 91 53 43 36 e
5 Whistle fotch| - 1736ST05C-0690 8 o1 53 43 36 *
3 Straight | 1534ST03C-0700 8 79 34 24 36 s
7.0 5 shank | 15365T05C-0700 8 91 53 43 36 *
5 Whistle fotch| - 1736ST05C-0700 8 o1 53 43 36 *
3 Straight | 1534ST03C-0710 8 79 2 29 36 e
7.1 5 shank | 1536ST05C-0710 8 91 53 43 36 o
5 Whistle notch| - 1736ST05C-0710 8 o1 53 43 36 *
3 Straight | 15348T03C-0720 8 79 2 29 36 o
7.2 5 shank | 1536ST05C-0720 8 91 53 43 36 Yo
5 Whistle notch| - 1736ST05C-0720 8 91 53 43 36 %
3 Straight | 15348T03C-0730 8 79 i1 29 36 Y
7.3 5 shank | 1536S5T05C-0730 8 91 53 43 36 e
5 Internal | stle notch) 1736ST05C-0730 8 o1 53 43 36 %
lant
3 OO | Siraight | 1534ST03C-0740 8 79 41 29 36 %
7.4 5 shank | 1536ST05C-0740 8 91 53 43 36 Yo
5 Whistle potch| - 17365T05C-0740 8 o1 53 43 36 *
3 Straight | 1534ST03C-0750 8 79 M 29 36 e
7.5 5 shank | 1536ST05C-0750 8 91 53 43 36 e
5 Whistle potch| - 17365T05C-0750 8 o1 53 43 36 *
3 Straight | 1534ST03C-0760 8 79 41 29 36 o
7.6 5 shank | 1536S5T05C-0760 8 91 53 43 36 *
5 Whistle notch| - 1736ST05C-0760 8 o1 53 43 36 *
3 Straight | 1534ST03C-0770 8 79 1 29 36 o
7.7 5 shank | 1536S8T05C-0770 8 91 53 43 36 o
5 Whistle notch| - 1736ST05C-0770 8 o1 53 43 36 *
3 Straight | 1534ST03C-0780 8 79 2 29 36 o
7.8 5 shank | 1536S5T05C-0780 8 91 53 43 36 Y
5 Whistle notch| - 1736ST05C-0780 8 91 53 43 36 %

Y¢Recommended grade and produce according to order



Drilling Tools B“BI“G 'I'nul-
A Ol UUk

i Drill Drilling Cooling | Shank Shank Basic dlmenS'on(nF:zzmmendEd Recorminded
éfirg]n:t;;r d(T/Zt)h mode type Type diameter |Overall length Flute length driling depth Shank length Y
d2(hs) l1 I2 I3 l4 KDG303

3 Straight | 1534ST03C-0790 8 79 41 29 36 Y
7.9 5 shank | 1536ST05C-0790 8 91 53 43 36 e
5 Whistle notch| 1736ST05C-0790 8 o1 53 43 36 *
3 Straight | 1534ST03C-0800 8 79 41 29 36 e
8.0 5 shank | 1536ST05C-0800 8 91 53 43 36 e
""""" 5 | Whistle notch| 1736ST05C-0800 8 91 53 43 36 e
3 Straight | 15348T03C-0810 10 89 a7 35 40 e
8.1 5 shank | 1536ST05C-0810 10 103 61 49 40 %
5 Whistle notch  1736ST05C-0810 10 103 61 49 40 e
3 Straight | 1534ST03C-0820 10 89 47 35 40 %
8.2 5 shank | 15365T05C-0820 10 103 61 49 40 %
5 Whistle notch 17365 T05C-0820 10 103 61 49 40 *
3 Straight | 1534ST03C-0830 10 89 47 35 40 %
8.3 5 shank | 1536ST05C-0830 10 103 61 49 40 %
5 Whistle fotch| 1736ST05C-0830 10 103 61 49 40 *
3 Straight | 1534ST03C-0840 10 89 47 35 40 %
8.4 5 shank | 1536ST05C-0840 10 103 61 49 40 e
5 Internal | S notch| - 4736ST05C-0840 10 103 61 49 40 *
3 coolant Straight | 1534ST03C-0850 10 89 47 35 40 Yo
8.5 5 shank | 1536ST05C-0850 10 103 61 49 40 e
5 Whistle notch| 1736ST05C-0850 10 103 61 49 40 *
3 Straight | 1534ST03C-0860 10 89 47 35 40 P
8.6 5 shank | 1536ST05C-0860 10 103 61 49 40 e
5 Whistle notch| 1736ST05C-0860 10 103 61 49 40 *
3 Straight | 1534ST03C-0870 10 89 47 35 40 P
8.7 5 shank | 1536ST05C-0870 10 103 61 49 40 H
5 Whistle notch  17365T05C-0870 10 103 61 49 40 e
3 Straight | 1534ST03C-0880 10 89 47 35 40 %
8.8 5 shank | 1536ST05C-0880 10 103 61 49 40 %
5 Whistle potch 17365 T05C-0880 10 103 61 49 40 *
3 Straight | 1534ST03C-0890 10 89 47 35 40 %
8.9 5 shank | 1536ST05C-0890 10 103 61 49 40 %
5 Whistle fotch| 1736ST05C-0890 10 103 61 49 40 *
3 Straight | 1534ST03C-0900 10 89 47 35 40 %
9.0 5 shank | 1536ST05C-0900 10 103 61 49 40 e
5 Whistle notch| 1736ST05C-0900 10 103 61 49 40 *

¥ Recommended grade and produce according to order

@ Applicable material table OVery suitable OSuitable

Workpiece material
Grade Mild steel CSE:(;ZCI"” Pre-hardened steel, Hardened steel Stainless Casi fife NodL_JIar Aluminum Copper re:ggnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 (@) ¢} @ O
Code key | C6 Cutting parameters | C68 Technical information  C76-C82 Non-standard tailor made C83-C87

C45
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Drilling Tools

BORING.TOOL

ST series for soft steel, stainless steel

» ) ’!!." a0 oSS =
- L "i‘r I3
I2 la
Internal coolant Straight shank It
$ ST D eSS E
‘Oi" s l4
Internal coolant Whistle notch shank ‘l 12
I
® First choice for drilling soft & stainless steel
arp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
® Sh tti d d build d table for drilling hol th high fi
) - Basic dimension(mm
Drill | Drilling Cooling | Shank — (R ) o Recommended
i an ecommende rade
d(;ar(netir d(le/[c)jt)h mode type Type diameter [Overall length) Flute length drilling depth Shank length g
1(m7
d2(he) l1 l2 I3 l4 KDG303
3 Straight | 1534ST03C-0910 10 89 47 35 40 7
9.1 5 shank | 15365T05C-0910 10 103 61 49 40 P
5 Whistle fotch| - 1736ST05C-0910 10 103 61 49 40 *
3 Straight | 1534ST03C-0930 10 89 47 35 40 o
9.3 5 shank | 15365T05C-0930 10 103 61 49 40 #
5 Whistle notch| - 1736ST05C-0930 10 103 61 49 40 *
3 Straight | 1534ST03C-0940 10 89 47 35 40 o
9.4 5 shank | 15365T05C-0940 10 103 61 49 40 e
5 Whistle notch| - 1736ST05C-0940 10 103 61 49 40 *
3 Straight | 1534ST03C-0950 10 89 47 35 40 Y
9.5 5 shank | 15365T05C-0950 10 103 61 49 40 Yo
5 Whistle notch| - 1736ST05C-0950 10 103 61 49 40 e
3 Straight | 1534ST03C-0960 10 89 47 35 40 s
9.6 5 shank | 15365T05C-0960 10 103 61 49 40 %
5 Internal | stle notch) 1736ST05C-0960 10 103 61 49 40 ¥
lant
3 O | Siraight | 1534ST03C-0970 10 89 47 35 40 g
9.7 5 shank | 15365T05C-0970 10 103 61 49 40 Yo
5 Whistle potch| - 17365T05C-0970 10 103 61 49 40 *
3 Straight | 1534ST03C-0980 10 89 47 35 40 7
9.8 5 shank | 15365T05C-0980 10 103 61 49 40 ifz
5 Whistle potch| - 17365T05C-0980 10 103 61 49 40 *
3 Straight | 1534ST03C-0990 10 89 47 35 40 s
9.9 5 shank | 15365T05C-0990 10 103 61 49 40 7
5 Whistle notch| - 1736ST05C-0990 10 103 61 49 40 *
3 Straight | 1534ST03C-1000 10 89 47 35 40 e
10.0 5 shank | 15365T05C-1000 10 103 61 49 40 e
5 Whistle notch| - 1736ST05C-1000 10 103 61 49 40 *
3 Straight | 15348T03C-1010 12 102 55 40 45 Y
10.1 5 shank | 15365T05C-1010 12 118 71 56 45 Y
5 Whistle notch| - 1736ST05C-1010 12 118 71 56 45 e

¢ Recommended grade and produce according to order



Drilling Tools B“BI“G 'I'nul-
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di raer| ot Cooling | Shank Shank — d'mensm(n;gmmemed Recngc]iindEd
éfirg]n:t;;r d(T/Zt)h mode type Type diameter |Overall length Flute length driling depth Shank length Y
dz2(hs) l1 I2 I3 l4 KDG303
3 Straight | 1534ST03C-1025 12 102 55 40 45 %
10.25 5 shank | 1536ST05C-1025 12 118 71 56 45 e
5 Whistle notch| 1736ST05C-1025 12 118 71 56 45 *
3 Straight | 1534ST03C-1030 12 102 55 40 45 %
10.3 5 shank | 1536ST05C-1030 12 18 71 56 45 e
""""" 5 | Whistle notch| 1736ST05C-1030 12 118 71 56 45 *
3 Straight | 15348T03C-1040 12 102 55 40 45 #
10.4 5 shank | 1536ST05C-1040 12 18 71 56 45 e
5 Whistle notch  17365T05C-1040 12 118 71 56 45 e
3 Straight | 15348T03C-1050 12 102 55 40 45 e
105 5 shank | 1536ST05C-1050 12 18 71 56 45 %
5 Whistle potch 17365 T05C-1050 12 118 71 56 45 *
3 Straight | 1534ST03C-1060 12 102 55 40 45 %
10.6 5 shank | 1536ST05C-1060 12 18 71 56 45 %
5 Whistle fotch| 1736ST05C-1060 12 118 71 56 45 *
3 Straight | 1534ST03C-1070 12 102 55 40 45 %
10.7 5 shank | 1536ST05C-1070 12 18 71 56 45 %
5 Internal | s notch| - 4736ST05C-1070 12 118 71 56 45 *
3 coolant | aight | 1534ST03C-1080 12 102 55 40 45 *
10.8 5 shank | 1536ST05C-1080 12 18 71 56 45 o
5 Whistle notch| 1736ST05C-1080 12 118 71 56 45 *
3 Straight | 1534ST03C-1090 12 102 55 40 45 f
10.9 5 shank | 15365T05C-1090 12 18 71 56 45 e
5 Whistle notch| 1736ST05C-1090 12 118 71 56 45 *
3 Straight | 15348T03C-1100 12 102 55 40 45 e
11.0 5 shank | 1536ST05C-1100 12 18 71 56 45 #
5 Whistle potch  17365T05C-1100 12 118 71 56 45 e
3 Straight | 15348T03C-1110 12 102 55 40 45 e
11.1 5 shank | 15365T05C-1110 12 18 71 56 45 %
5 Whistle potch| 17365T05C-1110 12 118 71 56 45 *
3 Straight | 1534ST03C-1120 12 102 55 40 45 %
11.2 5 shank | 1536ST05C-1120 12 18 71 56 45 %
5 Whistle fotch| 1736ST05C-1120 12 118 71 56 45 *
3 Straight | 1534ST03C-1130 12 102 55 40 45 %
11.3 5 shank | 1536ST05C-1130 12 18 71 56 45 e
5 Whistle fotch| 1736ST05C-1130 12 118 71 56 45 *
¥ Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel CSE:(;ZCI"” Pre-hardened steel, Hardened steel Stainless Casi fife NodL_JIar Aluminum Copper re:ggnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 (@) ¢} @ O
Code key | C6 Cutting parameters | C68 Technical information  C76-C82 Non-standard tailor made C83-C87

Ca7
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Drilling Tools

BORING.TOOL

ST series for soft steel, stainless steel

» ) ’!!." a0 oSS =
- L "i‘r I3
l2 la
Internal coolant Straight shank It
"i‘v I3 la
Internal coolant Whistle notch shank ‘l 12
I
® First choice for drilling soft & stainless steel
@® Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
. - Basic dimension(mm
Drill | Drilling Cooling | Shank — ( . ) o Recommended
H an ecommenae
diameter| depth mode type Type diameter |Overall length| Flute length diling depth Shank length grade
dim7) | (/d)
d2(he) l1 I2 I3 l4 KDG303
3 Straight | 1534ST03C-1140 12 102 55 40 45 7
11.4 5 shank | 1536ST05C-1140 12 118 71 56 45 e
5 Whistle fotch| - 1736ST05C-1140 12 118 71 56 45 *
3 Straight | 1534ST03C-1150 12 102 55 40 45 o
11.5 5 shank | 15365T05C-1150 12 118 71 56 45 *
5 Whistle notch| - 4736ST05C-1150 12 118 71 56 45 *
3 Straight | 1534ST03C-1160 12 102 55 40 45 o
11.6 5 shank | 15365T05C-1160 12 118 71 56 45 Y
5 Whistle notch| - 1736ST05C-1160 12 118 71 56 45 *
3 Straight | 1534ST03C-1170 12 102 55 40 45 e
11.7 5 shank | 15365T05C-1170 12 118 71 56 45 Yo
5 Whistle notch| - 1736ST05C-1170 12 118 71 56 45 e
3 Straight | 15348T03C-1180 12 102 55 40 45 s
11.8 5 shank | 1536ST05C-1180 12 118 71 56 45 H
5 Internal | stle notch) 17365T05C-1180 12 118 71 56 45 %
3 coolant Straight | 1534ST03C-1190 12 102 55 40 45 pA
11.9 5 shank | 15365T05C-1190 12 118 71 56 45 o
5 Whistle potch| 17365T05C-1190 12 118 71 56 45 *
3 Straight | 1534ST03C-1200 12 102 55 40 45 e
12.0 5 shank | 1536S5T05C-1200 12 118 71 56 45 %
5 Whistle potch| - 17365T05C-1200 12 118 71 56 45 *
3 Straight | 15348T03C-1225 14 107 60 43 45 o
12.25 5 shank | 15368T05C-1225 14 124 77 60 45 *
5 Whistle notch| - 1736ST05C-1225 14 124 77 60 45 *
3 Straight | 1534ST03C-1230 14 107 60 43 45 o
12.3 5 shank | 1536S8T05C-1230 14 124 77 60 45 o
5 Whistle notch| - 1736ST05C-1230 14 124 77 60 45 *
3 Straight | 1534ST03C-1250 14 107 60 43 45 e
12.5 5 shank | 15368T05C-1250 14 124 77 60 45 s
5 Whistle notch| - 1736ST05C-1250 14 124 77 60 45 e

Y¢Recommended grade and produce according to order



Drilling Tools B“BI“G 'I'nul-
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i Drill Drilling Cooling | Shank Shank Basic dlmensmn(n;zzmmended Recorminded
éfirg]n:t;;r d(T/Zt)h mode type Type diameter |Overall lengthl Flute length diling depth Shank length Y
d2(hs) l1 I2 I3 l4 KDG303
3 Straight | 15348T03C-1270 14 107 60 43 45 e
12.7 5 shank | 1536ST05C-1270 14 124 77 60 45 e
5 Whistle notch| 1736ST05C-1270 14 124 77 60 45 *
3 Straight | 15348T03C-1275 14 107 60 43 45 %
12.75 5 shank | 15368T05C-1275 14 124 77 60 45 e
""""" 5 | Whistle notch| 1736ST05C-1275 14 124 77 60 45 *
3 Straight | 15348T03C-1280 14 107 60 43 45 e
12.8 5 shank | 1536ST05C-1280 14 124 77 60 45 e
5 Whistle notch - 17365T05C-1280 14 124 77 60 45 %
3 Straight | 15348T03C-1300 14 107 60 43 45 e
13.0 5 shank | 15365T05C-1300 14 124 77 60 45 %
5 Whistle potch -~ 1736ST05C-1300 14 124 77 60 45 *
3 Straight | 1534ST03C-1310 14 107 60 43 45 %
13.1 5 shank | 1536ST05C-1310 14 124 77 60 45 %
5 Whistle fotch| 1736ST05C-1310 14 124 77 60 45 *
3 Straight | 1534ST03C-1350 14 107 60 43 45 %
135 5 shank | 1536ST05C-1350 14 124 77 60 45 e
5 Internal | S notch| - 4736ST05C-1350 14 124 77 60 45 *
3 coolant | aight | 1534ST03C-1380 14 107 60 43 45 ¥
13.8 5 shank | 1536ST05C-1380 14 124 77 60 45 e
5 Whistle notch| 1736ST05C-1380 14 124 77 60 45 e
3 Straight | 1534ST03C-1400 14 107 60 43 45 %
14.0 5 shank | 1536ST05C-1400 14 124 77 60 45 e
5 Whistle notch| 1736ST05C-1400 14 124 77 60 45 *
3 Straight | 15348T03C-1425 16 115 65 45 48 %
14.25 5 shank | 1536ST05C-1425 16 133 83 63 48 e
5 Whistle notch - 17365T05C-1425 16 133 83 63 48 %
3 Straight | 15348T03C-1430 16 115 65 45 48 P
143 5 shank | 1536ST05C-1430 16 133 83 63 48 %
5 Whistle potch 17365 T05C-1430 16 133 83 63 48 *
3 Straight | 1534ST03C-1450 16 115 65 45 48 %
145 5 shank | 1536ST05C-1450 16 133 83 63 48 %
5 Whistle notch - 1736ST05C-1450 16 133 83 63 48 *
3 Straight | 1534ST03C-1475 16 15 65 45 48 %
14.75 5 shank | 1536ST05C-1475 16 133 83 63 48 e
5 Whistle notch ~ 1736ST05C-1475 16 133 83 63 48 %
¢ Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel (;atltratglj’n Pre-hardened steel, Hardened steel | g iniass Castiron | Nodular | Aluminum | Copper regggm
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | St€ esifien | el alloy alloy
KDG303 (@) ¢} (@) o
Code key | C6 Cutting parameters | C68 Technical information  C76-C82 Non-standard tailor made C83-C87

C49
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Drilling Tools

BORING.TOOL

ST series for soft steel, stainless steel

» ) ’!!." a0 oSS =
- L "i‘r I3
l2 la
Internal coolant Straight shank It
$ ST D eSS E
"i‘v I3 la
Internal coolant Whistle notch shank ‘l 2
I
® First choice for drilling soft & stainless steel
@® Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
. - Basic dimension(mm
Drill Drilling Cooling | Shank — ( = ) = Recommended
A an ecommenae
diameter| depth mode e Type diameter (Overall length| Flute length driling depth Shank length grade
dim7) | (U/d)
d2(he) I1 l2 I3 l4 KDG303
3 Straight | 1534ST03C-1480 16 115 65 45 48 Y
14.8 5 shank | 15365T05C-1480 16 133 83 63 48 e
5 Whistle notch| 17365T05C-1480 16 133 83 63 48 *
3 Straight | 1534ST03C-1500 16 115 65 45 48 e
15.0 5 shank | 15365T05C-1500 16 133 83 63 48 Y
5 Whistle notch| - 1736ST05C-1500 16 133 83 63 48 %
3 Straight | 1534ST03C-1510 16 115 65 45 48 e
15.1 5 shank | 15368T05C-1510 16 133 83 63 48 Yo
5 Whistle notch| - 1736ST05C-1510 16 133 83 63 48 %
3 Straight | 1534ST03C-1550 16 115 65 45 48 %
15.5 5 shank | 15365T05C-1550 16 133 83 63 48 P
5 Whistle potch| - 17368T05C-1550 16 133 83 63 48 *
3 Straight | 1534ST03C-1580 16 115 65 45 48 o
15.8 5 shank | 15365T05C-1580 16 133 83 63 48 Y
5 Internal | "SHe potch 17365 T05C-1580 16 133 83 63 48 %
3 coolant | o ight | 1534ST03C-1600 16 115 65 45 48 *
16.0 5 shank | 15365T05C-1600 16 133 83 63 48 o
5 Whistle potch| - 17365T05C-1600 16 133 83 63 48 *
3 Straight | 1534ST03C-1650 18 123 73 51 48 Y
16.5 5 shank | 15368T05C-1650 18 143 93 71 48 e
5 Whistle notch| - 17365T05C-1650 18 143 93 71 48 *
3 Straight | 1534ST03C-1675 18 123 73 51 48 e
16.75 5 shank | 15368T05C-1675 18 143 93 71 48 Yo
5 Whistle notch| - 1736ST05C-1675 18 143 93 71 48 %
3 Straight | 1534ST03C-1680 18 123 73 51 48 Y
16.8 5 shank | 1536ST05C-1680 18 143 93 71 48 Y
5 Whistle notch| - 1736ST05C-1680 18 143 93 71 48 %
3 Straight | 1534ST03C-1700 18 123 73 51 48 %
17.0 5 shank | 15365T05C-1700 18 143 03 71 48 P
5 Whistle notch| - 1736ST05C-1700 18 143 93 71 48 *

¢ Recommended grade and produce according to order



Drilling Tools B“BI“G 'I'nul-
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. - Basic dimension(mm
Drill Drilling Cooling | Shank e ) o Recommended
q an Recommende
diameter| depth mode - Type diameter (OVerall length| Flute length s e Shank length grade
di(m7) | (I/d)
dz(he) l1 I2 I3 l4 KDG303
3 Straight | 1534ST03C-1750 18 123 73 51 48 e
17.5 5 shank | 1536ST05C-1750 18 143 93 71 48 #
5 Whistle notch| 1736ST05C-1750 18 143 93 71 48 *
3 Straight | 1534ST03C-1780 18 123 73 51 48 e
17.8 5 shank | 1536ST05C-1780 18 143 93 71 48 e
5 Whistle potch  1736ST05C-1780 18 143 93 71 48 %
3 Straight | 1534ST03C-1800 18 123 73 51 48 o
18.0 5 shank | 1536ST05C-1800 18 143 93 71 48 e
5 Whistle notch  1736ST05C-1800 18 143 93 71 48 %
3 Straight | 1534ST03C-1850 20 131 79 55 50 P
18.5 5 shank | 1536ST05C-1850 20 153 101 77 50 Y
5 Whistle potch 17365 T05C-1850 20 153 101 77 50 e
3 Straight | 1534ST03C-1880 20 131 79 55 50 P
18.8 5 mtemal | shank | 1536ST05C-1880 20 153 101 77 50 *
5 Whistle fotch| 1736ST05C-1880 20 153 101 77 50 *
3 Straight | 1534ST03C-1900 20 131 79 55 50 P
19.0 5 shank | 1536ST05C-1900 20 153 101 77 50 o
5 Whistle fotch| 1736ST05C-1900 20 153 101 77 50 *
3 Straight | 1534ST03C-1950 20 131 79 55 50 %
19.5 5 shank | 1536ST05C-1950 20 153 101 77 50 P
5 Whistle fotch| 1736ST05C-1950 20 153 101 77 50 *
3 Straight | 1534ST03C-1980 20 131 79 55 50 #
19.8 5 shank | 1536ST05C-1980 20 153 101 77 50 e
5 Whistle fotch| 1736ST05C-1980 20 153 101 77 50 *
3 Straight | 1534ST03C-2000 20 131 79 55 50 #
20.0 5 shank | 1536ST05C-2000 20 153 101 77 50 Y
5 Whistle fotch| 1736ST05C-2000 20 153 101 77 50 *
¢ Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade ; Carbon Pre-hardened steel, Hardened steel - : Heat
M|Id<steel prken) Sta'l[nlelss Cast fimn No?ylar Alur“mum Col?per resistant
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC sies Casion 20y 220y, alloy
KDG303 ©) o) (@) )

Code key | C6 Cutting parameters | C68 Technical information  C76-C82 Non-standard tailor made C83-C87 051
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@®Small helical angle and large core designed, greatly
improve tool rigidity.

@®Linear cutting edge, outstanding strength.

@®TiAIN coating with oxidation resistance and high
hardness, extend greatly tool life.

Tool type: 1534SH03-1000 Size: ©10.0mm

Workpiece material: S136 (53HRC) Cutting speed: 25m/min

Rotating speed: 800r/min Feed rate per revolution: 0.08mm/r
Feed speed: 64mm/r Drilling depth: 20mm (blind hole>
Cooling system: water-soluble liquid Machine: MIKRON UCP 1000

Application of SH series drills in high hardness materials

0.35 Excessive fracture at
drill point, failure

0.3

0.25
—— 1534SH03-1000

—=— A company
0.15 B company

0.2

0.1

0.05

Relief abrasion of cutting edge(mm)

0 100 200 300 400 500
Number of hole ( pc)

M Drill abrasion status in machining process

Drrill 1534SH03-1000 Similar product of company A Similar product of company B
Number of hole ( pc) 400 100 200
Abrasion value 0.08mm Abrasion 0.31mm, fracture 2.59mm 0.108mm

Abrasion condition

Cs2



SH series for high hardness steel

¥

Drilling Tools

S p

External coolant

Straight shank

® For drilling high hardness steel (HRC 40~60)
® Small helical angle and large core designed, greatly improve tool rigidity.

'51140“(*\

BORING.TOOL

i Drill Drilling Gl | S e Basic dmensmn(n;:llmmended Recommended
iameter| depth mode . Type diameter |Overall length| Flute length driling depth Shank length grade
di(m7) | (I/d)
d2(he) I1 I2 I3 l4 KDG303
3.0 3 1534SH03-0300 6 62 20 14 36 "
3.8 3 1534SH03-0330 6 62 20 14 36 S
4.0 3 1534SH03-0400 6 66 24 17 36 PAe
4.2 3 1534SH03-0420 6 66 24 17 36 PAG
5.0 3 1534SH03-0500 6 66 28 20 36 PAe
6.0 3 1534SH03-0600 6 66 28 20 36 PAq
6.75 3 1534SH03-0675 8 79 34 24 36 PAq
7.0 3 1534SH03-0700 8 79 34 24 36 PAe
8.0 3 1534SH03-0800 8 79 41 29 36 PAq
85 g | Ddemal | SN | 15345H03-0850 10 89 a7 35 40 *
9.0 3 1534SH03-0900 10 89 47 35 40 PAq
10.0 3 1534SH03-1000 10 89 47 35 40 x
10.25 3 1534SH03-1025 12 102 55 40 45 PAq
10.5 3 1534SH03-1050 12 102 55 40 45 S
12.0 3 1534SH03-1200 12 102 55 40 45 S
12.5 3 1534SH03-1250 14 107 60 43 45 S
14.0 3 1534SH03-1400 14 107 60 43 45 A
14.5 3 1534SH03-1450 16 115 65 45 48 ¥
16.0 3 1534SH03-1600 16 115 65 45 48 %

@ Applicable material table

¥ Recommended grade and produce according to order

OVery suitable OSuitable

Workpiece material
Grade | pjild steel | Carbon Pre-hardened steel, Hardened steel | gi.iniass ) Nodular | Aluminum | Copper Heat
HB<180 steel, steel CEsiiaT cast iron allo allo FESEE
= Alloy steel | ~40HRC | ~50HRC | ~60HRC Y y alloy
KDG303 (@) ©)
Code key | C6 Cutting parameters | C69 Technical information  C76-C82 Non-standard tailor made C83-C87

Cs3
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(Il4p 1SIM}) SBues DG

,BBH'NG‘“]BL Drilling Tools

SC series(twist drill) for cast iron, Al alloy

: #&‘: eem—— ml
External coolant Straight shank
® For materials with short chips such as cast iron, silicon-aluminum alloy etc.
@® Cutting edge and shank with same diameter
il Drilling Cooling : Basic dimension(mm) Recommended
diameter depth mode Shank type Type Shank diameter | Overall length Flute length grade
di(hs) (I/d) dz(h7) l1 l2 YK20F

3 1105SC03-0200 2.0 38 12 w
200 5 1101SC05-0200 2.0 49 24 e

3 1105SC03-0250 25 43 14 *
25 5 1101SC05-0250 25 57 30 Y

3 1105SC03-0280 2.8 46 16 DAY
28 5 1101SC05-0280 2.8 61 33 Y

3 1105SC03-0300 3.0 46 16 PAe
30 5 1101SC05-0300 3.0 61 33 s
3.1 3 1105SC03-0310 3.1 49 18 pAe
3.2 3 1105SC03-0320 3.2 49 18 pAe
3.3 3 1105SC03-0330 33 49 18 PAG
34 8 1105SC03-0340 3.4 52 20 w

3 1105SC03-0350 35 52 20 *
35 5 1101SC05-0350 35 70 39 %
3.6 3 1105SC03-0360 3.6 52 20 AY
3.7 3 1105SC03-0370 3.7 52 20 w
. 3 External | Straioht | 11055C03-0380 38 55 22 #

5 1101SC05-0380 3.8 75 43 w
3.9 3 1105SC03-0390 3.9 55 22 *

3 1105SC03-0400 4.0 65 22 w
40 5 1101SC05-0400 4.0 75 43 %
4.1 3 1105SC03-0410 4.1 &5 22 <

3 1105SC03-0420 4.2 55 22 pie
42 5 1101SC05-0420 4.2 75 43 Y
4.3 3 1105SC03-0430 4.3 58 24 PAe
4.4 3 1105SC03-0440 4.4 58 24 *

3 1105SC03-0450 4.5 58 24 pAe
4o 5 1101SC05-0450 45 80 47 Y
4.6 3 1105SC03-0460 4.6 58 24 PAG
4.7 3 1105SC03-0470 4.7 58 24 *

3 1105SC03-0480 4.8 62 26 *
48 5 1101SC05-0480 4.8 86 52 %
4.9 3 1105SC03-0490 4.9 62 26 PAY

¢ Recommended grade and produce according to order

Cs4



Drilling Tools

BORING.TOOL

il Driling | e | Basic dimension(mm) Recommended
diameter depth mode Shank type Type Shank diameter | Overall length Flute length grade
i) | ) da(h7) I Iz YK20F

3 1105SC03-0500 5.0 62 26 %
>0 5 1101SC05-0500 5.0 86 52 Yo
5.1 3 1105SC03-0510 5.1 62 26 %
5.2 3 1105SC03-0520 5.2 62 26 %
5.3 3 1105SC03-0530 53 62 26 %
5.4 3 1105SC03-0540 5.4 66 28 P

3 1105SC03-0550 55 66 28 %
> 5 1101SC05-0550 55 93 57 P
5.6 3 1105SC03-0560 56 66 28 e
5.7 3 1105SC03-0570 57 66 28 P

3 1105SC03-0580 538 66 28 e
>8 5 1101SC05-0580 538 93 57 P
5.9 3 1105SC03-0590 5.9 66 28 e

3 1105SC03-0600 6.0 66 28 e
60 5 1101SC05-0600 6.0 93 57 Yo
6.1 3 External Straight 1105SC03-0610 6.1 70 31 Yo
6.2 3 coolant shank 1105SC03-0620 6.2 70 31 %
6.3 3 1105SC03-0630 6.3 70 31 Yo
6.4 3 1105SC03-0640 6.4 70 31 %

3 1105SC03-0650 6.5 70 31 %
65 5 1101SC05-0650 6.5 101 63 Yo
6.6 3 1105SC03-0660 6.6 70 31 %
6.7 3 1105SC03-0670 6.7 70 31 %

3 1105SC03-0680 6.8 74 34 #
08 5 1101SC05-0680 6.8 109 69 Yo
6.9 3 1105SC03-0690 6.9 74 34 P

3 1105SC03-0700 7.0 74 34 v;:«
0 5 1101SC05-0700 7.0 109 69 e
7.1 3 1105SC03-0710 71 74 34 e
7.2 3 1105SC03-0720 72 74 34 P
7.3 3 1105SC03-0730 73 74 34 Y
7.4 3 1105SC03-0740 7.4 74 34 ¢

@ Applicable material table

Y¢Recommended grade and produce according to order

OVery suitable OSuitable

Workpiece material
Grade Mild steel Carbon Pre-hardened steel, Hardened steel Stainless ) Nodular | Aluminum | Copper Heat
HB<180 steel, steel Castiron cast iron allo allo eI
& Alloy steel | ~40HRC | ~50HRC | ~60HRC Y Y alloy
YK20F (@) O ©
Code key | C6 Cutting parameters | C70 Technical information  C76-C82 Non-standard tailor made C83-C87

Cs5
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,BBH'NG‘“]BL Drilling Tools

SC series(twist drill) for cast iron, Al alloy

SRS — |
External coolant Straight shank
@® For materials with short chips such as cast iron, silicon-aluminum alloy etc.
@® Cutting edge and shank with same diameter
) Drill Drilling Cooling : Basic dimension(mm) Recommended
iameter depth mode Shank type Type Shank diameter | Overall length Flute length grade
sl | ) da(h7) I I YK20F

3 1105SC03-0750 7.5 74 34 PAS

2 5 1101SC05-0750 7.5 109 69 PAq
7.6 3 1105SC03-0760 7.6 79 37 PAS
7.7 3 1105SC03-0770 7.7 79 37 <

3 1105SC03-0780 7.8 79 37 PAS

78 5 1101SC05-0780 7.8 17 75 Y
7.9 3 1105SC03-0790 7.9 79 37 PAq

3 1105SC03-0800 8.0 79 37 *

80 5 1101SC05-0800 8.0 117 75 pAe
8.1 3 1105SC03-0810 8.1 79 37 *
8.2 3 1105SC03-0820 8.2 79 37 AG
8.3 8 1105SC03-0830 8.3 79 37 PAG
8.4 3 1105SC03-0840 8.4 79 37 Y

3 1105SC03-0850 8.5 79 37 *

85 5 1101SC05-0850 85 117 75 Yo
8.6 3 1105SC03-0860 8.6 84 40 *x
8.7 3 External | Straioht | 11055C03-0870 8.7 84 40 e

3 1105SC03-0880 8.8 84 40 *x

88 5 1101SC05-0880 8.8 125 81 %
8.9 3 1105SC03-0890 8.9 84 40 *

3 1105SC03-0900 9.0 84 40 PAS

%0 5 1101SC05-0900 9.0 125 81 Yo
9.1 3 1105SC03-0910 9.1 84 40 PAq
9.2 3 1105SC03-0920 9.2 84 40 *
9.3 3 1105SC03-0930 9.3 84 40 PAq
9.4 3 1105SC03-0940 9.4 84 40 pAd

3 1105SC03-0950 9.5 84 40 pAe

92 5 1101SC05-0950 9.5 125 81 *
9.6 3 1105SC03-0960 9.6 89 43 pAe
9.7 8 1105SC03-0970 9.7 89 43 PAS

3 1105SC03-0980 9.8 89 43 Y

%8 5 1101SC05-0980 9.8 133 87 Y
9.9 3 1105SC03-0990 9.9 89 43 PAS

YeRecommended grade and produce according to order

Cs6



Drilling Tools B“BI“G 'I'nul-
A UulUWUk

Dl Drilling Cooling : Basic dimension(mm) Recommended
diameter depth mode | Shank type Type Shank diameter | Overall length Flute length grade
di(hs) (I/d) dz(h7) I1 I2 YK20F
3 1105SC03-1000 10.0 89 43 "
100 5 1101SC05-1000 10.0 133 87 A
10.1 3 1105SC03-1010 10.1 89 43 "
10.2 3 1105SC03-1020 10.2 89 43 w
10.4 3 1105SC03-1040 10.4 89 43 PAG
3 1105SC03-1050 105 89 43 w
105 5 1101SC05-1050 105 133 87 AG
10.7 3 1105SC03-1070 10.7 95 47 *
3 1105SC03-1080 10.8 95 47 PAG
108 5 1101SC05-1080 10.8 142 94 *
3 1105SC03-1100 11.0 95 47 *x
10 5 1101SC05-1100 11.0 142 94 *
3 1105SC03-1150 11.5 95 47 *
s 5 1101SC05-1150 11.5 142 94 *
3 1105SC03-1200 12.0 102 51 PAS
120 5 1101SC05-1200 12.0 151 101 7
125 3 External |  Straight 1105SC03-1250 125 102 51 e
' 5 coolant shank 1101SC05-1250 12,5 151 101 %
12.8 3 1105SC03-1280 12.8 102 51 AS
3 1105SC03-1300 13.0 102 51 Y
130 5 1101SC05-1300 13.0 151 101 Yo
13.1 3 1105SC03-1310 13.1 102 51 Yo
3 1105SC03-1350 135 107 54 pxe
135 5 1101SC05-1350 135 160 108 ¥
3 1105SC03-1400 14.0 107 54 AG
140 5 1101SC05-1400 14.0 160 108 PAS
14.3 3 1105SC03-1430 14.3 111 56 PAq
3 1105SC03-1450 145 111 56 *
145 5 1101SC05-1450 145 169 114 x
3 1105SC03-1500 15.0 111 56 *
150 5 1101SC05-1500 15.0 169 114 x
155 5 1101SC05-1550 155 178 120 *
3 1105SC03-1600 16.0 115 58 PAS
160 5 1101SC05-1600 16.0 178 120 A
¢ Recommended grade and produce according to order
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade | pjid steel | Carbon Pre-hardened steel, Hardened steel | g injess ) Nodular | Aluminum | Copper Heat
HB<180 Auztyegéa “40HRC | ~s0HRC | <sonre | steel | 2N | castiron | alloy alloy | "o
YK20F (@) O ©

Code key | C6 Cutting parameters | C70 Technical information  C76-C82 Non-standard tailor made C83-C87 057
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,BBH'NG‘“]BL Drilling Tools

PA series(three-lips drill) for cast iron, Al alloy

+]

= E S S S

External coolant Straight shank

i-ri" S —— %g -6[150° A = Y~

@® For drilling solid workpiece composed of cast iron or Al alloy etc
® Three-lips structure can achieve high feed rate and prominent centering capability.
® High machining reliability, suitable for poor conditions such as interrupted cutting.

Drill Drilling oot Shank Basic dimension(mm) Recommended grade
d:jalr?ﬁ;;zr d(T/F()jt)h o deg e Type gohank | overall length| Flute length Rggl‘l’ig'gm;enp‘{ﬁd coca0s | yaor
dz(h7) l1 I2 I3
3.0 3 1165PA03-0300 3.0 46 16 12 * *
3.1 3 1165PA03-0310 31 49 18 14 * *
3.2 3 1165PA03-0320 3.2 49 18 14 * *
3.3 3 1165PA03-0330 33 49 18 14 * *
3.4 3 1165PA03-0340 3.4 52 20 15 * *
3.5 3 1165PA03-0350 35 52 20 15 * *
3.6 3 1165PA03-0360 36 52 20 15 % %
3.7 3 1165PA03-0370 3.7 52 20 15 % ¥e
3.8 3 1165PA03-0380 38 55 22 17 % ¥
3.9 2 1165PA03-0390 3.9 55 5 17 % *
4.0 3 1165PA03-0400 4.0 55 22 17 % %
4.1 3 1165PA03-0410 41 55 22 17 % *
4.2 3 1165PA03-0420 4.2 55 22 17 % %
4.3 3 1165PA03-0430 43 58 24 18 e %
4.4 3 1165PA03-0440 4.4 58 24 18 s %
4.5 3 1165PA03-0450 45 58 24 18 % %
46 g | Dxemal | SUAONt | 1165pA03-0460 46 58 24 18 % #
4.7 3 1165PA03-0470 47 58 24 18 % #
4.8 3 1165PA03-0480 48 62 26 20 * *
4.9 3 1165PA03-0490 49 62 26 20 * *
5.0 3 1165PA03-0500 5.0 62 26 20 * *
5.1 3 1165PA03-0510 51 62 26 20 * *
5.2 3 1165PA03-0520 5.2 62 26 20 * *
5.3 3 1165PA03-0530 53 62 26 20 * *
5.4 3 1165PA03-0540 5.4 66 28 21 % %
5.5 3 1165PA03-0550 55 66 28 21 % ¥e
5.6 3 1165PA03-0560 56 66 28 21 % %
5.7 2 1165PA03-0570 5.7 66 28 21 % %
5.8 3 1165PA03-0580 58 66 28 21 % %
5.9 3 1165PA03-0590 5.9 66 28 21 % *
6.0 3 1165PA03-0600 6.0 66 28 21 % %
6.1 3 1165PA03-0610 6.1 70 31 23 e %
6.2 3 1165PA03-0620 6.2 70 31 23 s %

¢ Recommended grade and produce according to order

Css8



Drilling Tools

BORING.TOOL

Drill Drilling conlin Shank Basic dimension(mm) Recommended grade
dijalr?ﬁ;t;ar d(tla/[zjt; mo deg type Type dg:‘r?gtker Overall length| Flute length Rgr%ﬂnmgm&n'gﬁd KDG303 | YK30F
dz(h7) l1 I2 I3
6.3 3 1165PA03-0630 6.3 70 31 23 * *
6.4 3 1165PA03-0640 6.4 70 31 23 PAG *x
6.5 3 1165PA03-0650 6.5 70 31 23 * *
6.6 3 1165PA03-0660 6.6 70 31 23 PAd AS
6.7 3 1165PA03-0670 6.7 70 31 23 * S
6.8 3 1165PA03-0680 6.8 74 34 25 AS PAS
6.9 3 1165PA03-0690 6.9 74 34 25 PAY w
70 3 777777777 1165PA03-0700 7.0 74 34 25 e x
7.1 3 1165PA03-0710 7.1 74 34 25 s Y
7.2 3 1165PA03-0720 7.2 74 34 25 ¥ ¥
7.3 3 1165PA03-0730 7.3 74 34 25 * w
7.4 3 1165PA03-0740 7.4 74 34 25 e i e
7.5 3 1165PA03-0750 7.5 74 34 25 i e ¥
7.6 3 1165PA03-0760 7.6 79 37 27 e e
7.7 3 1165PA03-0770 7.7 79 37 27 ¥ ¥
7.8 3 1165PA03-0780 7.8 79 37 27 * ke
7.9 3 1165PA03-0790 7.9 79 37 27 AS bAS
8.0 3 External | Straight | 1165PA03-0800 8.0 79 37 27 % *
8.1 3 coolant | shank | 1165pA03-0810 8.1 79 37 27 P P
8.2 3 1165PA03-0820 8.2 79 37 27 PAG PAG
8.3 3 1165PA03-0830 8.3 79 37 27 * *
8.4 3 1165PA03-0840 8.4 79 37 27 x AS
8.5 3 1165PA03-0850 8.5 79 37 27 * S
8.6 3 1165PA03-0860 8.6 84 40 29 PAY w
8.7 3 1165PA03-0870 8.7 84 40 29 w PAS
8.8 3 1165PA03-0880 8.8 84 40 29 PAY AS
8.9 3 1165PA03-0890 8.9 84 40 29 w *
9.0 3 1165PA03-0900 9.0 84 40 29 ¥ Y
9.1 3 1165PA03-0910 9.1 84 40 29 bAg w
9.2 3 1165PA03-0920 9.2 84 40 29 i e e
9.3 3 1165PA03-0930 9.3 84 40 29 bAd "
9.4 3 1165PA03-0940 9.4 84 40 29 e ¥
9.5 3 1165PA03-0950 9.5 84 40 29 e ¥
9.6 3 1165PA03-0960 9.6 89 43 31 pie w
9.7 3 1165PA03-0970 9.7 89 43 31 AG PAG
9.8 3 1165PA03-0980 9.8 89 43 31 AS PAd

@ Applicable material table

¢ Recommended grade and produce according to order
OVery suitable OSuitable

Workpiece material
Grade | jild steel C;‘g%?n FIEEETE BE B8l DECATEUERES) | arafyfiees Castiron |Nodular cast Aluminum | Copper regiggnt
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC | Ste iz alloy alloy alloy
KDG303 ©) o ©) @) O
YK30F @) @) (@) © O
Code key | C6 Cutting parameters | C71-C72 Technical information  C76-C82 Non-standard tailor made C83-C87

Cs9
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BORING.TOOL

Drilling Tools

PA series(three-lips drill) for cast iron, Al alloy

A

,fi‘f"’_r'{“} — !g .5|1500 \

External coolant

Straight shank

2

® For drilling solid workpiece composed of cast iron or Al alloy etc

@® Three-lips structure can achieve high feed rate and prominent centering capability.

® High machining reliability, suitable for poor conditions such as interrupted cutting.

Drill Drilling coniin Shank Basic dimension(mm) Recommended grade
d:;:\lr?ﬁ;)er d(le/[c)jt)l‘l mo deg type Type dgrlr?gtker Overall length| Flute length Rgf"ﬁnmg'%?[gﬁd kG303 | YK30F
dz(h7) I1 I2 I3
9.9 3 1165PA03-0990 9.9 89 43 31 PAS A
10.0 3 1165PA03-1000 10.0 89 43 31 * pAg
10.1 3 1165PA03-1010 10.1 89 43 31 * <
10.2 3 1165PA03-1020 10.2 89 43 31 PAS e
10.3 3 1165PA03-1030 10.3 89 43 31 PAG *
10.5 3 1165PA03-1050 10.5 89 43 31 ¥ ¥
11.0 3 1165PA03-1100 11.0 95 47 & *x PAG
11.2 3 1165PA03-1120 11.2 95 47 33 PAY PAG
11.5 3 1165PA03-1150 11.5 95 47 33 * <
11.8 3 1165PA03-1180 11.8 95 47 33 PAS *
12.0 3 1165PA03-1200 12.0 102 51 35 PAS w
12.1 3 1165PA03-1210 121 102 51 35 5s ¥
12.5 3 1165PA03-1250 125 102 51 35 * bie
13.0 3 External | Straight | 1165PA03-1300 13.0 102 51 35 % *
135 3 coolant | shank | 1165PA03-1350 135 107 54 37 % Y
14.0 3 1165PA03-1400 14.0 107 54 37 PAd PAS
14.5 3 1165PA03-1450 145 111 56 38 *x PAS
15.0 3 1165PA03-1500 15.0 111 56 38 * pAe
15.5 3 1165PA03-1550 15.5 115 58 38 ¥ ¥
16.0 3 1165PA03-1600 16.0 115 58 38 PAS PAS
16.5 3 1165PA03-1650 16.5 119 60 39 * S
17.0 3 1165PA03-1700 17.0 119 60 39 ¥ ¥
17.5 3 1165PA03-1750 175 123 62 40 * PAe
18.0 3 1165PA03-1800 18.0 123 62 40 PAS *
18.5 3 1165PA03-1850 18.5 127 64 41 PAG *
19.0 3 1165PA03-1900 19.0 127 64 41 53 ¥
19.5 3 1165PA03-1950 195 131 66 42 AS e
20.0 3 1165PA03-2000 20.0 131 66 42 * pAe

@ Applicable material table

Y¢Recommended grade and produce according to order

OVery suitable OSuitable

Workpiece material

Grade A Carbon Pre-hardened steel, Hardened steel . - Heat

HB<180 | jioy steel | ~40HRC | ~50HRC | ~60HRC y y alloy

KDG303 O O O ©) O

YK30F @] (@) @] © @)
Code key | C6 Cutting parameters | C71-C72 Technical information  C76-C82 Non-standard tailor made C83-C87
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Drilling Tools

PC series(straight flute drill) for cast iron, Al alloy

BORING.TOOL

e > o T
“ — I3 ‘
External coolant Straight shank & I la
¢ —— D el
Internal coolant Straight shank q' I I2 ‘ I
11
@ For materials with short chips such as cast iron, silicon-aluminum alloy etc.
@ Excellent self centering capability can machine high efficiently, and the hole precision can reach H7.
® High positional accuracy, high linearity and good surface finish can be obtained in the hole drilled.
_ Drill Drilling Coaling | Shank Shank Basic d'menS'on(n;::O)mmended Recomn;ended
dclj?r(nrﬁsir d((l-'.'/]::jt)h mode type Type diameter (Overall length Flute length driling depth Shank length grade
d2(he) l1 I2 I3 l4 YK20F
4.0 5 1576PC05-0400 6.0 74 36 29 36 H
42 5 'i’;tlj;ﬁ' 1576PC05-0420 6.0 74 36 29 36 %
5 1576PC05-0500 6.0 82 44 35 36 Y
>0 15 Internal 1579PC15C-0500 6.0 145 105 96 36 *
5 External 1576PC05-0600 6.0 82 44 35 36 ¥
60 15 Internal 1579PC15C-0600 6.0 145 105 9% 36 *
6.75 5 1576PC05-0675 8.0 91 53 43 36 o
7.0 5 Exemel 1576PC05-0700 8.0 o1 53 43 36 *
5 1576PC05-0800 8.0 91 53 43 36 %
80 15 Internal 1579PC15C-0800 8.0 180 137 127 36 *
8.5 5 External 1576PC05-0850 10.0 103 61 49 40 At
5 coolant 1576PC05-0900 10.0 103 61 49 40 P
%0 15 | Intemal | SUAONt | 4570pC15C-0000 | 10.0 217 170 158 40 *
5 External 1576PC05-1000 10.0 103 61 49 40 *
100 15 Internal 1579PC15C-1000 |  10.0 217 170 158 40 *
10.25 5 External 1576PC05-1025 12.0 18 71 56 45 P
5 coolant 1576PC05-1100 12.0 18 71 56 45 Y
o 15 internal 1579PC15C-1100 12.0 258 205 190 45 ¥
5 External 1576PC05-1200 12.0 118 7 56 45 *
120 15 Internal 1579PC15C-1200 12.0 258 205 190 45 *
13.0 5 External 1576PC05-1300 14.0 124 77 60 45 Y
5 coolant 1576PC05-1400 14.0 124 77 60 45 o
140 15 Internal 1579PC15C-1400 14.0 290 236 219 45 ¥
15.0 5 External 1576PC05-1500 16.0 133 83 63 48 H
15.5 5 coolant 1576PC05-1550 16.0 133 83 63 48 P

Y¢Recommended grade and produce according to order

@ Applicable material table

©Very suitable OSuitable

Workpiece material
Grade Mild steel Catlrbtljn Pre-hardened steel, Hardened steel | giainiass Casti Nodular | Aluminum | Copper He?t .
HB<180 S steel BRI I cast iron alloy alloy MEEELET
= Alloy steel | ~40HRC | ~50HRC | ~60HRC alloy
YK20F (@) O ©
Code key | C6 Cutting parameters | C73-C74 Technical information  C76-C82 Non-standard tailor made C83-C87

Ce1
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Drilling Tool
|BA0HING‘TL0A0|_ rilling Tools

PC series(straight flute drill) for cast iron, Al alloy

G — %% 5407 | ——1—-—1=
-—————— 3
External coolant Straight shank 12 | ‘ l4
1
$ — ] sl — s
Internal coolant Straight shank QI I3 - ‘ .
I1

@® For materials with short chips such as cast iron, silicon-aluminum alloy etc.
® Excellent self centering capability can machine high efficiently, and the hole precision can reach H7.
@® High positional accuracy, high linearity and good surface finish can be obtained in the hole drilled.

i Drill Drilling Cooling | Shank Shank E dimensmn(r::;zmmended Recomrr(ljended
é&f(l:ﬁ?;l’ (.1((;.‘/[()jt)h mode type Type diameter [Overalllength) Flute length | g ipo depth Shank length grade
d2(hs) l1 I2 I3 la YK20F

16.0 5 1576PC05-1600 16.0 133 83 63 48 PAq
17.0 5 1576PC05-1700 18.0 143 93 71 48 PAq
17.5 5 External | Straight | 1576PC05-1750 18.0 143 03 71 48 e
18.0 5 coolant | shank | 1576PC05-1800 18.0 143 93 71 48 e
19.5 5 1576PC05-1950 20.0 153 101 77 50 w
20.0 5 1576PC05-2000 20.0 153 101 7 50 e

¢ Recommended grade and produce according to order

Please reduce the feed rate correspondingly
on the basis of recommended parameters
Feed rate  when drilling inclined or curved face.

(4P 8Ny 1q6!9,l1$) S81I8S Dd

Inclined angle o Max. feed rate
= 1° 80%
22 50%
Feed rate 100% & 30%

V.

Pretreatment should be carried out

Drill inclined face Drill curved face

> Omaxf— when the face possess a large inclined
— angle, drill hole at the flat face which
milled firstly.
@ Applicable material table OVery suitable OSuitable

Workpiece material

Grade Mild steel CatLrb<|)n Pre-hardened steel, Hardened steel Stainless Casti Nealer | Al Copper Hetat .
<180 g, steel astiron | 5stiron alloy alloy RSN
HB Alloy steel | ~40HRC | ~50HRC | ~B60HRC alloy

YK20F O O (©)

C62 Code key | C6 Cutting parameters | C73-C74 Technical information  C76-C82 Non-standard tailor made C83-C87



Drilling Tools B['HI“G‘TL“[“"

SC series(centering drill) for cast iron, Al alloy

I &= 1 A= ="

External coolant Straight shank I2

S —— ] o p—

S
External coolant Straight shank I2
11
@ Suitable for drilling center hole and chamfer.
® Comparing with common centering drills, it possesses more stable centering
capability. Even at the slant face, it is also easy to carry out center drilling.
Drill ool Basic dimension(mm) Recommended
diameter | Point angle rgg(;gg Shank type Type Shank diameter | Overall length Flute length grade
d1(he) dz(he) I I2 YK20F
5 90° 1143SC90-0500 5.00 62 10 *
120° 1143SC120-0500 5.00 62 10 *x
5 90° 1143SC90-0600 6.00 66 15 *
120° 1143SC120-0600 6.00 66 15 AS
8 90° 1143SC90-0800 8.00 79 17 AS
120° 1143SC120-0800 8.00 79 17 *x
10 90° 1143SC90-1000 10.00 89 20 S
120° External Straight | 1143SC120-1000 10.00 89 20 o
b 90° coolant shank 1143SC90-1200 12.00 102 25 Yo
120° 1143SC120-1200 12.00 102 25 ¥
90° 1143SC90-1400 14.00 107 30 ¥
14
120° 1143SC120-1400 14.00 107 30 Ad
5 90° 1143SC90-1600 16.00 115 35 ¥
1
120° 1143SC120-1600 16.00 115 35 PAd
20 90° 1143SC90-2000 20.00 131 40 *
120° 1143SC120-2000 20.00 131 40 PAG
¢ Recommended grade and produce according to order
V
Centering Hole chamfering Chamfering Hole chamfering
@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade ; Carbon Pre-hardened steel, Hardened steel ; f Heat
Mid steel | S Stainless | castiron | Nodular | Aluminum |- CopPer | ogigiang
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC Y y alloy
YK20F © O @)
Code key | C6 Cutting parameters | C75 Technical information  C76-C82 Non-standard tailor made C83-C87

Ce63
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BORING.TOOL

Drilling Tools

Recommended cutting parameters

SU series twist drills(external coolant)

SL B0
S S
. A Carbon steel, Pre-hardened .
Wrg;ktglr?:le l\ll_l;gj<s1t§gl alloy steel steel Stainless steel Cast iron NOdli'rlg; cast | Ajuminum alloy Heat;ﬁg‘)'ftam
B ~30HRC ~40HRC
nggg‘g 60~120m/min | 60-120m/min | 40-70m/min | 25-40m/min | 60~120m/min | 50~100m/min | 60~140m/min | 15-25m/min
Diameter Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate|
speed speed speed speed speed speed speed speed

(mm) (min?) (mm/r) (min) (mm/r) (min) (mm/r) (min?) (mm/r) (min) (mm/r) (min) (mm/r) (min) (mm/r) (min?) (mm/r)
0.06~ 0.06~ 0.06~ 0.02~ 0.06~ 0.06~ 0.06~ 0.02~

2 14000 0.08 14000 0.08 9500 0.08 5500 0.05 14000 0.08 11000 0.08 16000 0.08 3200 0.04
0.09~ 0.09~ 0.09~ 0.03~ 0.09~ 0.09~ 0.09~ 0.03~

3 9500 0.12 9500 0.12 6300 0.12 3700 0.07 9500 0.12 7400 012 10600 0.12 2100 0.06
0.10~ 0.10~ 0.10~ 0.04~ 0.10~ 0.10~ 0.10~ 0.04~

4 7000 0.15 7000 0.15 4700 0.15 2700 0.08 7000 0.15 5600 0.15 8000 0.15 1600 0.07
0.12~ 0.12~ 0.112= 0.05~ 0.12~ 0).312= 012 0.05~

5 5700 0.18 5700 0.18 3800 0.18 2200 0.10 5700 0.18 4500 0.18 6400 0.18 1250 0.09
0.14~ 0.14~ 0.14~ 0.06~ 0.14~ 0.14~ 0.14~ 0.06~

6 4700 0.20 4700 0.20 3100 0.20 1850 0.12 4700 0.20 3700 0.20 5300 0.20 1050 0.11
0.16~ 0.16~ 0.16~ 0.08~ 0.16~ 0.16~ 0.16~ 0.08~

8 3600 0.24 3600 0.24 2400 0.24 1400 0.16 3600 0.24 2800 0.24 4000 0.24 800 0.14
0.18~ 0.18~ 0.18~ 0.10~ 0.18~ 0.18~ 0.18~ 0.10~

10 2800 0.27 2800 0.27 1900 0.27 1100 018 2800 0.27 2200 0.27 3200 0.27 600 0.16
0.20~ 0.20~ 0.20~ 0.12~ 0.20~ 0.20~ 0.20~ 0.12~

12 20U 0.30 20 0.30 Heny 0.30 eEL 0.20 Y 0.30 Ly 0.30 20y 0.30 = 0.18
0.22~ 0.22~ 0.22~ 0.13~ 0.22~ 0.22~ 0.22~ 0.13~

14 2100 0.35 2100 0.35 1400 0.35 800 0.22 2100 0.35 1600 0.35 2300 0.35 450 0.20
0.2 0.25~ 025~ 0.14~ 025 0.25~ 025~ 0.14~

16 1800 0.36 1800 0.36 1200 0.36 700 0.25 1800 0.36 1400 0.36 2000 0.36 400 0.23
0.28~ 0.28~ 0.28~ 0.15~ 0.28~ 0.28~ 0.28~ 0.15~

18 1600 0.38 1600 0.38 1100 0.38 620 0.28 1600 0.38 1200 0.38 1800 0.38 350 0.25
0.30~ 0.30~ 0.30~ 0.16~ 0.30~ 0.30~ 0.30~ 0.16~

20 1400 0.40 1400 0.40 950 0.40 550 0.30 1400 0.40 1100 0.40 1600 0.40 320 0.28

1.When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting

conditions remain stable, gradually increase the cutting speed and feed rate.

2.The cutting conditions above are for drilling with emulsion.

3.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.

4.These conditions above are for cutting depth under 5D.



Drilling Tools

Recommended cutting parameters

SU series twist drills(internal coolant)

BORING.TOOL

3D| 5D
S S
) f Carbon steel, Pre-hardened .
Wﬂg;ﬁg:,?;e ’T_I;:gffggl alloy steel steel Stainless steel Cast iron NOdLi’rlgrr] cast | Ajuminum alloy Heate{ltlec:)s)l’stant
B ~30HRC ~40HRC
iggg‘dg 80~150m/min | 80~150m/min | 50~80m/min | 50~80m/min | 80~150m/min | 60~120m/min | 100~180m/min | 15~25m/min
Diameter Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate
speed speed speed speed speed speed speed speed

(mm) (min?) (mm/r) (min) (mm/r) (min) (mm/r) (min) (mm/r) (min) (mm/r) (min) (mm/r) (min) (mm/r) (min) (mm/r)
0.09~ 0.09~ 0.09~ 0.03~ 0.09~ 0.09~ 0.09~ 0.03~

3 12700 0.12 12700 0.12 7400 0.12 6300 0.07 12700 0.12 9500 0.12 15000 0.12 2100 0.06
0.10~ 0.10~ 0.10~ 0.04~ 0.10~ 0.10~ 0.10~ 0.04~

4 9600 0.15 9600 0.15 5600 0.15 4700 0.08 9600 0.15 7000 015 11100 0.15 1600 0.07
0.12~ 0.12~ 0.12~ 0.05~ 0.12~ 0.12~ 0.12~ 0.05~

5 7600 0.18 7600 0.18 4500 0.18 3800 0.10 7600 0.18 5700 0.18 9000 0.18 1250 0.09
0.14~ 0.14~ 0.14~ 0.06~ 0.14~ 0.14~ 0.14~ 0.06~

6 6400 0.20 6400 0.20 3700 0.20 3200 0.12 6400 0.20 4700 0.20 7400 0.20 1050 0.11
0.16~ 0.16~ 0.16~ 0.08~ 0.16~ 0.16~ 0.16~ 0.08~

8 4800 0.24 4800 0.24 2800 0.24 2400 0.16 4800 0.24 3600 024 5600 0.24 800 0.14
0.18~ 0.18~ 0.18~ 0.10~ 0.18~ 0.18~ 0.18~ 0.10~

10 3800 0.27 3800 0.27 2200 0.7 1900 0.18 3800 0.07 2800 0.27 4500 0.27 600 0.16
0.20~ 0.20~ 0.20~ 0.12~ 0.20~ 0.20~ 0.20~ 0.12~

12 3200 0.30 3200 0.30 1900 0.30 1600 0.20 3200 0.30 2400 0.30 3700 0.30 500 0.18
0.22~ 0.22~ 0.22~ 0.13~ 0.22~ 0.22~ 0.22~ 0.13~

14 2700 0.35 2700 0.35 1600 0.35 1350 0.22 2700 0.35 2100 0.35 3200 0.35 450 0.20
0.25~ 0.25~ 0.25~ 0.14~ 0.25~ 0.25~ 0.25~ 0.14~

16 2400 0.36 2400 0.36 1400 0.36 1200 0.25 2400 0.36 1800 0.36 2800 0.36 400 0.23
0.28~ 0.28~ 0.28~ ONII5S 0.28~ 0.28~ 0.28~ .15~

18 2100 0.38 2100 0.38 1200 0.38 1050 0.28 2100 0.38 1600 0.38 2500 0.38 350 0.25
0.30~ 0.30~ 0.30~ 0.16~ 0.30~ 0.30~ 0.30~ 0.16~

20 1900 0.40 1900 0.40 1100 0.40 950 0.30 1900 0.40 1400 0.40 2300 0.40 320 0.28

1.When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting

conditions remain stable, gradually increase the cutting speed and feed rate.

2.The cutting conditions above are for drilling with emulsion.

3.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.

4.These conditions above are for cutting depth under 5D.
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BORING.TOOL

Drilling Tools

Recommended cutting parameters

SU series twist drills(internal coolant)

8D
S
. g Carbon steel, Pre-hardened )
Mf’g;';g:?éﬁe l\:_l;:;ts:;gl alloy steel steel Stainless steel Cast iron NOdIiJrIg:] cast | Ajuminum alloy Heata:lcleos;stant
B ~30HRC ~40HRC
iggg'é’ 80~150m/min | 80~150m/min | 50~80m/min | 40~60m/min | 80~150m/min | 60~120m/min | 100~180m/min | 15~25m/min
Diameter Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate| Rotating Feed rate
mm) | SPeed iy | SPeed Iy | SPeed iy | SPeed iy | SPeed iy | SPeed ey | SPeed [y | SPEED ey
(min™) (min™) (min™) (min™) (min™) (min™) (min™) (min™)

0.06~ 0.06~ 0.06~ 0.03~ 0.06~ 0.06~ 0.09~ 0.03~

3 12700 0.10 12700 0.10 7400 0.10 5300 0.07 12700 0.10 9500 0.10 15000 0.12 2100 0.06
0.08~ 0.08~ 0.08~ 0.04~ 0.08~ 0.08~ 0.10~ 0.04~

4 9600 0.12 9600 0.12 5600 0.12 4000 0.08 9600 0.12 7000 0.12 11100 015 1600 0.07
0.10~ 0.10~ 0.10~ 0.05~ 0.10~ 0.10~ 0.10~ 0.05~

5 7600 014 7600 0.14 4500 014 3200 0.10 7600 014 5700 0.14 9000 014 1250 0.09
0.11~ (0. 1il= 0.11~ 0.06~ 0.11~ (0. 1lil= 0.11~ 0.06~

6 6400 0.16 6400 0.16 3700 0.16 2700 0.12 6400 0.16 4700 0.16 7400 0.16 1050 011
0.13~ 0.13~ 0.13~ 0.08~ 0.13~ 0.13~ 0.13~ 0.08~

8 4800 0.19 4800 0.19 2800 0.19 2000 0.16 4800 0.19 3600 0.19 5600 019 800 014
0.14~ 0.14~ 0.14~ 0.10~ 0.14~ 0.14~ 0.14~ 0.10~

10 3800 0.22 3800 0.22 2200 0.22 1600 0.18 3800 0.22 2800 0.22 4500 0.22 600 0.16
0.16~ 0.16~ 0.16~ 0.12~ 0.16~ 0.16~ 0.16~ 0.12~

12 3200 0.24 3200 0.24 1900 0.24 1300 0.20 3200 0.24 2400 0.24 3700 0.24 500 0.18
0.18~ 0.18~ 0.18~ 0.13~ 0.18~ 0.18~ 0.18~ 0.13~

14 2700 0.28 2700 0.28 1600 0.28 1100 0.22 2700 0.28 2100 0.28 3200 0.28 450 0.20
0.20~ 0.20~ 0.20~ 0.14~ 0.20~ 0.20~ 0.20~ 0.14~

16 2400 0.29 2400 0.29 1400 0.29 1000 0.25 2400 0.29 1800 0.29 2800 0.29 400 0.23
0.24~ 0.24~ 0.24~ 0.5~ 0.24~ 0.24~ 0.24~ ONII5S

18 2100 0.32 2100 0.32 1200 0.32 880 0.28 2100 0.32 1600 0.32 2500 0.32 350 0.25

1.When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting

conditions remain stable, gradually increase the cutting speed and feed rate.

2.The cutting conditions above are for drilling with emulsion.

3.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.

4.These conditions above are for cutting depth under 8D.



Drilling Tools

Recommended cutting parameters

SU series step drill(external coolant)

BORING.TOOL

) ; Carbon steel, | Pre-hardened )
Wﬂg;ﬁg:,?;e “:;:;L?ggl alloy steel steel Stainless steel Cast iron NOdli'rIg; cast | Ajuminum alloy Heata:ltleos;stant
2 ~30HRC ~40HRC
iggg‘dg 50~100m/min | 50~100m/min | 30~50m/min | 25-40m/min | 50~100m/min | 40~80m/min | 60~120m/min | 15~25m/min
Diameter Rotating Feed rate| Rotating Feed rate Rotating Feed rate| Rotating Feed rate| Rotating Feed rate Rotating Feed rate| Rotating Feed rate| Rotating Feed rate
speed speed speed speed speed speed speed speed

(mm) (min”) (mm/r) (min™) (mm/r) (min™) (mm/r) (min) (mm/r) (min™) (mm/r) (min") (mm/r) (min™) (mm/r) (min’) (mm/r)
0.09~ 0.09~ 0.09~ 0.03~ 0.09~ 0.09~ 0.09~ 0.03~

3.3 5800 0.12 5800 0.12 3850 0.12 2900 0.07 5800 0.12 5000 012 10000 0.12 1600 0.06
0.10~ 0.10~ 0.10~ 0.04~ 0.10~ 0.10~ 0.10~ 0.04~

4.2 4550 0.15 4550 0.15 3000 0.15 2300 0.08 4550 0.15 3800 0.15 7600 0.15 1250 0.07
0.12~ 0.12~ 0.12~ 0.05~ 0.12~ 0.12~ 0.12~ 0.05~

5 3800 018 3800 0.18 2550 018 1900 0.10 3800 018 3200 018 6400 0.18 1050 010
0.14~ 0.14~ 0.14~ 0.06~ 0.14~ 0.14~ 0.14~ 0.06~

6.75 2850 0.20 2850 0.20 1900 020 1400 012 2850 0.20 2400 0.20 4800 0.20 800 011
0.15~ 0.15~ 0.15~ 0.07~ 0.15~ 0.15~ 0.15~ 0.07~

7 2750 0.22 2750 0.22 1800 0.22 1350 0.14 2750 0.22 2300 0.22 4550 0.22 730 012
0.16~ 0.16~ 0.16~ 0.08~ 0.16~ 0.16~ 0.16~ 0.08~

8.5 2250 024 2250 024 1500 024 1100 016 2250 0.24 1800 0.24 3600 0.24 600 014
017~ 0.17~ 0.17~ 0.09~ 0.17~ 0.17~ 0.17~ 0.09~

9 2100 025 2100 025 1400 025 1050 017 2100 025 1750 025 3500 025 560 015
0.18~ 0.18~ 0.18~ 0.10~ 0.18~ 0.18~ 0.18~ 0.10~

10.25 1850 0.27 1850 0.27 1250 0.27 930 0.18 1850 0.27 1550 0.7 3100 0.27 500 0.16
0.19~ 0.19~ 0.19~ 0.1~ 0.19~ 0.19~ 0.19~ 0.11~

10.5 1800 0.28 1800 0.28 1200 0.28 900 0.19 1800 0.28 1500 028 3000 0.28 480 017
0.20~ 0.20~ 0.20~ 0.12~ 0.20~ 0.20~ 0.20~ 0.12~

12 1600 0.30 1600 030 1050 030 800 0.20 1600 0.30 1300 030 2600 030 450 018
0.20~ 0.20~ 0.20~ 0.12~ 0.20~ 0.20~ 0.20~ 0.12~

125 1550 0.30 1550 0.30 1000 0.30 760 0.20 1550 0.30 1250 0.30 2550 0.30 410 0.18
0.22~ 0.22~ 0.22~ 0.14~ 0.22~ 0.22~ 0.22~ 0.13~

14 1350 0.35 1350 0.35 900 0.35 700 0.24 1350 0.35 1150 0.35 2300 0.35 370 0.20
0.22~ 0.22~ 0.22~ 0.14~ 0.22~ 0.22~ 0.22~ 0.13~

14.5 1300 035 1300 035 880 035 650 0.24 1300 035 1050 035 2200 035 350 020

1.When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting

conditions remain stable, gradually increase the cutting speed and feed rate.

2.The cutting conditions above are for drilling with emulsion.

3.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.
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BORING.TOOL

Drilling Tools

Recommended cutting parameters

ST series twist drills(internal coolant)

ol L
S S
Workpiece Mild steel Carbon steel, alloy steel Stainless steel
material HB<180 ~30HRC Austenite Martensite Ferrite
Cutting speed 80~150m/min 80~150m/min 40~80 m/min 50~100 m/min 60~120 m/min
Diameter Rsoptgteigg Feed rate R:;:ggg Feed rate Rsogggr&g Feed rate Rsoptgteigg Feed rate R:;:ggg Feed rate
(mm) (min’) (mm/r) (min’) (mm/r) (min’) (mm/r) (min’) (mm/r) (min’) (mm/r)
3 12700 0.09~0.12 12700 0.09~0.12 6300 0.03~0.07 7400 0.03~0.07 9000 0.03~0.07
4 9600 0.10~0.15 9600 0.10~0.15 4700 0.04~0.08 5600 0.04~0.08 6700 0.04~0.08
5 7600 0.12~0.18 7600 0.12~0.18 3800 0.05~0.10 4500 0.05~0.10 5400 0.05~0.10
6 6400 0.14~0.20 6400 0.14~0.20 3200 0.06~0.12 3700 0.06~0.12 4500 0.06~0.12
8 4800 0.16~0.24 4800 0.16~0.24 2400 0.08~0.16 2800 0.08~0.16 3400 0.08~0.16
10 3800 0.18~0.27 3800 0.18~0.27 1900 0.10~0.18 2200 0.10~0.18 2700 0.10~0.18
12 3200 0.20~0.30 3200 0.20~0.30 1600 0.12~0.20 1900 0.12~0.20 2300 0.12~0.20
14 2700 0.22~0.35 2700 0.22~0.35 1350 0.13~0.22 1600 0.13~0.22 1900 0.13~0.22
16 2400 0.25~0.36 2400 0.25~0.36 1200 0.14~0.25 1400 0.14~0.25 1700 0.14~0.25
18 2100 0.28~0.38 2100 0.28~0.38 1050 0.15~0.28 1200 0.15~0.28 1500 0.15~0.28
20 1900 0.30~0.40 1900 0.30~0.40 950 0.16~0.30 1100 0.16~0.30 1350 0.16~0.30

1.When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting

conditions remain stable, gradually increase the cutting speed and feed rate.

2.The cutting conditions above are for drilling with emulsion.

3.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.

4.These conditions above are for cutting depth under 5D.




Recommended cutting parameters

Drilling Tools

SH series twist drills(external coolant)

BORING.TOOL

Bl
S
Workpiece Hardened steel
material 40~50HRC 50~55HRC 55~60HRC
Cutting speed 20~40m/min 15~30m/min 10~20m/min
Diameter Rotating speed Feed rate Rotating speed Feed rate Rotating speed Feed rate
(mm) (min™) (mm/r) (min™) (mm/r) (min™) (mm/r)
3 3200 0.02~0.03 2100 0.02~0.03 1060 0.015~0.02
4 2400 0.03~0.04 1600 0.03~0.04 800 0.02~0.025
5 1900 0.04~0.05 1250 0.04~0.05 640 0.025~0.03
6 1600 0.05~0.06 1050 0.05~0.06 530 0.03~0.04
8 1200 0.06~0.08 800 0.06~0.07 400 0.04~0.05
10 950 0.08~0.10 640 0.07~0.08 320 0.05~0.06
12 800 0.10~0.12 530 0.08~0.09 270 0.06~0.07
14 680 0.12~0.14 450 0.09~0.10 230 0.07~0.08
16 600 0.14~0.16 400 0.10~0.12 200 0.08~0.10

1.When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting

conditions remain stable, gradually increase the cutting speed and feed rate.

2.The cutting conditions above are for drilling with emulsion.

3.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.

4. These conditions above are for cutting depth under 3D.
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BORING.TOOL

Drilling Tools

Recommended cutting parameters

SC series twist drills(external coolant)

SL B0
S S

Wn?glzg;;(je Cast iron Nodular cast iron Si<1 ;l/l'lcon aluminium aIISoiy> 10% Aluminum alloy
Cutting speed 50~80m/min 40~70m/min 100~180m/min 80~140m/min 120~200m/min

Diameter Rsosggzg Feed rate Rscggteirclig Feed rate R:;Zteigg Feed rate Rscgggzg Feed rate Rsopt:gr&g Feed rate

(mm) (min™) (mm/r) (min) (mm/r) (min) (mm/r) (min™) (mmfr) (min) (mm/r)

2 9550 0.06~0.08 8000 0.06~ 0.08 20000 0.07~0.16 18000 0.07~0.16 24000 0.07~0.16

& 6400 0.09~0.12 5300 0.09~0.12 15000 0.09~0.18 12700 0.09~0.18 16000 0.09~0.18

4 4800 0.10~0.15 4000 0.10~0.15 11000 0.10~0.22 9600 0.10~0.22 12000 0.10~0.22

® 3800 0.12~0.18 3200 0.12~0.18 9000 0.12~0.25 7600 0.12~0.25 10000 0.12~0.25

6 3100 0.14~0.20 2700 0.14~0.20 7400 0.14~0.28 6400 0.14~0.28 8500 0.14~0.28

8 2400 0.16~0.24 2000 0.16~0.24 5600 0.18~0.32 4800 0.18~0.32 6400 0.18~0.32

10 1900 0.18~0.27 1600 0.18~0.27 4500 0.22~0.36 3800 0.22~0.36 5000 0.22~0.36

12 1600 0.20~ 0.30 1300 0.20~0.30 3700 0.25~0.40 3200 0.25~0.40 4200 0.25~0.40

14 1350 0.22~0.35 1150 0.22~0.35 3200 0.27~0.44 2700 0.27~0.44 3600 0.27~0.44

16 1200 0.25~0.36 1000 0.25~0.36 2800 0.32~0.48 2400 0.32~0.48 3200 0.32~0.48

1. When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting

conditions remain stable, gradually increase the cutting speed and feed rate.

2 .The cutting conditions above are for drilling with emulsion.

3.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.

4.These conditions above are for cutting depth under 5D.




Drilling Tools

Recommended cutting parameters

PA series coated three-lips drill(external coolant)

BORING.TOOL

3D
S
Workpiece ) . Silicon aluminium alloy . .
X Cast iron Nodular cast iron . - Aluminum allo Heat resistant allo
material Si<10% Si>10% 4 Y
Cutting speed 60~120m/min 50~100m/min 100~180m/min 80~140m/min 120~200m/min 20~40m/min
Diameter Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate

speed / speed / speed / speed / speed y speed /
(mm) (min) (mm/r) (min™) (mm/r) (min) (mm/r) (min) (mm/r) (min) (mm/r) (min) (mm/r)
0.09~ 0.09~ 0.07~ 0.07~ 0.07~ 0.03~

3 9500 0.12 7400 0.12 14000 0.16 12700 0.16 16000 0.16 3200 0.06
0.10~ 0.10~ 0.09~ 0.09~ 0.09~ 0.04~

4 7000 015 5600 015 10000 018 9600 018 12000 018 2400 0.07
0.12~ 0.12~ 0.10~ 0.10~ 0.10~ 0.05~

5 5700 018 4500 018 9000 022 7600 022 10000 022 1900 0.09
0.14~ 0.14~ 0.12~ 0.12~ 0.12~ 0.06~

6 4700 0.20 3700 0.20 7400 0.25 6400 025 8500 025 1600 011
0.16~ 0.16~ 0.14~ 0.14~ 0.14~ 0.08~

8 3600 024 2800 024 5600 0.28 4800 028 6400 028 1200 0.14
0.18~ 0.18~ 0.18~ 0.18~ 0.18~ 0.10~

10 2800 027 2200 027 4500 032 3800 032 5000 032 950 016
0.20~ 0.20~ 0.22~ 0.22~ 0.22~ 0.12~

12 2400 030 1900 030 3700 036 3200 036 4200 036 800 018
0.22~ 0.22~ 0.25~ 0.25~ 0.25~ 0.13~

14 2100 035 1600 035 3200 0.40 2700 0.40 3600 0.40 700 0.20
0.25~ 0.25~ 0.27~ 0.27~ 0.27~ 0.14~

16 1800 0.36 1400 036 2800 0.44 2400 0.44 3200 044 600 0.23
0.28~ 0.28~ 0.32~ 0.32~ 0.32~ 0.15~

18 1600 038 1200 038 2500 048 2100 048 2800 048 530 0.25
0.30~ 0.30~ 0.36~ 0.36~ 0.36~ 0.16~

20 1400 0.40 1100 0.40 2300 0.54 1900 0.54 2550 0.54 480 0.28

1. When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting

conditions remain stable, gradually increase the cutting speed and feed rate.

2 .The cutting conditions above are for drilling with emulsion.

3.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.

4.These conditions above are for cutting depth under 3D.
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Drilling Tools

Recommended cutting parameters

BORING.TOOL

PA series uncoated three-lips drill(external coolant)

3D
S
Workpiece ) . Silicon aluminium alloy . _
X Cast iron Nodular cast iron . - Aluminum allo Heat resistant allo
material Si<10% Si>10% 4 Y
Cutting speed 50~100m/min 40~70m/min 80~160m/min 60~120m/min 100~180m/min 15~25m/min
Diameter Rotating Feed rate Rotating Feed rate Rotating Feed rate Rotating Feed rate iy Feed rate Ry Feed rate

speed / speed y speed / speed / speed / speed /
(mm) (min) (mm/r) (min) (mm/r) (min™) (mm/r) (min) (mm/r) (min) (mm/r) (min™) (mm/r)
0.09~ 0.09~ 0.07~ 0.07~ 0.07~ 0.03~

3 7400 0.12 5300 0.12 12700 0.16 10000 0.16 15000 0.16 2100 0.06
0.10~ 0.10~ 0.09~ 0.09~ 0.09~ 0.04~

4 5600 015 4000 015 9600 018 8000 018 11000 018 1600 0.07
0.12~ 0.12~ 0.10~ 0.10~ 0.10~ 0.05~

5 4500 018 3200 018 7600 022 6300 022 9000 022 1250 0.09
0.14~ 0.14~ 0.12~ 0.12~ 0.12~ 0.06~

6 3700 0.20 2700 0.20 6400 0.25 5300 0.25 7400 025 1050 011
0.16~ 0.16~ 0.14~ 0.14~ 0.14~ 0.08~

8 2800 0.24 2000 0.24 4800 0.28 4000 0.28 5600 0.28 800 0.14
0.18~ 0.18~ 0.18~ 0.18~ 0.18~ 0.10~

10 2200 027 1600 027 3800 032 3200 032 4500 032 600 016
0.20~ 0.20~ 0.22~ 0.22~ 0.22~ 0.12~

12 1900 0.30 1300 030 3200 036 2700 036 3700 036 500 018
0.22~ 0.22~ 0.25~ 0.25~ 0.25~ 0.13~

14 1600 035 1100 035 2700 0.40 2300 0.40 3200 0.40 450 0.20
0.25~ 0.25~ 0.27~ 0.27~ 0.27~ 0.14~

16 1400 0.36 1000 036 2400 044 2000 0.44 2800 0.44 400 023
0.28~ 0.28~ 0.32~ 0.32~ 0.32~ 0.15~

18 1200 038 880 038 2100 048 1800 048 2500 048 350 025
0.30~ 0.30~ 0.36~ 0.36~ 0.36~ 0.16~

20 1100 0.40 800 0.40 1900 0.54 1600 0.54 2300 0.54 320 0.28

1. When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting
conditions remain stable, gradually increase the cutting speed and feed rate.

2 .The cutting conditions above are for drilling with emulsion.

3.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.

4.These conditions above are for cutting depth under 3D.



Drilling Tools B“BI“G 'I'nul-
Recommended cutting parameters A/ N LI\ A 4 |

PC series straight flute drill(external coolant)

5D
S

W;;I:g:?;e Cast iron Nodular cast iron Si<1 ;/I;con aluminium aI\I;;; 10% Aluminum alloy
Cutting speed 60~120m/min 50~100m/min 100~200m/min 80~160m/min 120~220m/min

Diameter R:;Zggg Feed rate Rsosgggg Feed rate Rscggggg Feed rate Rsoggteigg Feed rate Rs;ggzg Feed rate

(mm) (min) (mm/r) (min™) (mm/r) (min) (mm/r) (min) (mm/r) (min) (mmfr)

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

5 5700 0.12~0.18 4500 0.12~0.18 9000 0.14~0.26 7600 0.14~ 0.26 10000 0.14~0.26

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

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

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

12 2400 0.20~ 0.30 1900 0.20~ 0.30 3700 0.24~ 0.36 3200 0.24~ 0.36 4200 0.24~ 0.36

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

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

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

20 1400 0.30~0.40 1100 0.30~ 0.40 2300 0.40~ 0.63 1900 0.40~ 0.63 2500 0.40~ 0.63

1. When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting
conditions remain stable, gradually increase the cutting speed and feed rate.

2 .The cutting conditions above are for drilling with emulsion.

3.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.

4.These conditions above are for cutting depth under 5D.
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BORING.TOOL

PC series straight flute drill(internal coolant)

Drilling Tools

Recommended cutting parameters

15D
S
W,ﬁ;fepﬁe Cast iron Nodular cast iron Si<1 ;;omon aluminium al;); 10% Aluminum alloy
Cutting speed 60~120m/min 50~100m/min 100~200m/min 80~160m/min 120~220m/min
Diameter Rgsggzg Feed rate Rsosgggg Feed rate R:;gteigg Feed rate Rgsgggg Feed rate Rsc;)t:ggg Feed rate
(mm) (min™) (mm/r) (min) (mm/r) (min) (mm/r) (min™) (mmfr) (min) (mm/r)
5 5700 0.08~0.14 4500 0.08~0.14 9000 0.09~0.18 7600 0.09~0.18 10000 0.09~0.18
6 4700 0.10~ 0.16 3700 0.10~ 0.16 7400 0.12~0.20 6400 0.12~ 0.20 8500 0.12~ 0.20
8 3600 0.12~0.20 2800 0.12~0.20 5500 0.12~0.24 4800 0.12~0.24 6400 0.12~0.24
10 2800 0.14~0.23 2200 0.14~0.23 4500 0.16~ 0.28 3800 0.16~ 0.28 5000 0.16~ 0.28
12 2400 0.16~ 0.26 1900 0.16~ 0.26 3700 0.18~0.32 3200 0.18~0.32 4200 0.18~0.32
14 2100 0.18~ 0.32 1600 0.18~ 0.32 3200 0.20~ 0.36 2700 0.20~ 0.36 3600 0.20~ 0.36

1. When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting

conditions remain stable, gradually increase the cutting speed and feed rate.

2 .The cutting conditions above are for drilling with emulsion.

3.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.

4.These conditions above are for cutting depth under 15D.




Drilling Tools

Recommended cutting parameters

SC series centering drill(external coolant)

BORING.TOOL

Center locating

Wn?;l:g::e;e Cast iron Nodular cast iron Si<1 ;:/I;con aluminium allsoiy> 10% Aluminum alloy
Cutting speed 60~120m/min 50~100m/min 100~180m/min 80~140m/min 120~200m/min

Diameter Rsc;:teigg Feed rate Rsosgggg Feed rate Rsc;)tgteirég Feed rate R:Fggteigg Feed rate Rscgggzg Feed rate

(mm) (min) (mm/r) (min™) (mm/r) (min) (mm/r) (min) (mm/r) (min) (mmfr)

5 6400 0.09~0.14 5100 0.09~0.14 9000 0.12~0.25 7600 0.12~0.25 10000 0.12~0.25

6 5300 0.12~0.16 4200 0.12~0.16 7400 0.14~0.28 6400 0.14~0.28 8500 0.14~0.28

8 4000 0.13~0.20 3200 0.13~0.20 5600 0.18~0.32 4800 0.18~0.32 6400 0.18~0.32

10 3200 0.17~0.25 2500 0.17~0.25 4500 0.22~0.36 3800 0.22~0.36 5000 0.22~0.36

12 2700 0.20~0.30 2100 0.20~0.30 3700 0.25~0.40 3200 0.25~0.40 4200 0.25~0.40

14 2400 0.22~0.32 1800 0.22~0.32 3200 0.27~0.44 2700 0.27~0.44 3600 0.27~0.44

16 2000 0.24~0.34 1600 0.24~0.34 2800 0.32~0.48 2400 0.32~0.48 3200 0.32~0.48

20 1600 0.28~0. 40 1300 0.28~0. 40 2300 0.40~0.60 1900 0.40~0.60 2550 0.40~0.60

1.The cutting conditions above are applicable for center drilling.

2.When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting

conditions remain stable, gradually increase the cutting speed and feed rate.

3.The cutting conditions above are for drilling with emulsion.

4.Please reduce the feed speed when center drilling at inclined and curved face.

5.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.

Chamfering

W;;I:s:?;ie Cast iron Nodular cast iron Sigl(;l/l(:con aluminium al;); 10% Aluminum alloy
Cutting speed 90~180m/min 70~150m/min 150~270m/min 120~210m/min 180~300m/min

Diameter Rso;:ggg Feed rate Ré)ptg'ggg Feed rate Rﬁ;:gﬂg Feed rate Rsoptggr&g Feed rate Rsoptggr&g Feed rate

(mm) (min’) (mm/r) (min™) (mm/r) (min’) (mm/r) (min’) (mm/r) (min’) (mm/r)

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

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

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

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

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

14 3600 0.22~0.42 2700 0.22~0.42 4800 0.27~0.56 4000 0.27~0.56 5400 0.27~0.56

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

20 2400 0.28~0.58 1900 0.28~0.58 3500 0.40~0.76 2850 0.40~0.76 3800 0.40~0.76

1.When the tool is used for the first time, please make a test cutting with 90% of cutting speed or 85% feed rate mentioned above. If the cutting

conditions remain stable, gradually increase the cutting speed and feed rate.

2.The cutting conditions above are applicable for chamfer drilling.

3.The cutting conditions above are for drilling with emulsion.

4.When clamping drill, please use a collet without any defect or dust, then control the radial run-out of drill under 0.02mm.
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BORING.TOOL

Drilling Tools

Technical information for solid carbide drills

Application guide of drills

Drill clampling
,

Adjusting screw

Guarantee tight clamping by
useing thrust bearing type collet
chuck.

Correct coolant method

U

The coolant liquid should shoot
to the end and the center of drill
as shown in the figure.

1.5d1

Cautions to
interrupted cutting

Can be drilled

Reduce the feed
rate when drilling
interrupted part.

Pre-machining
prior drilling

@ Machining a
h countersink with
end mill prior to
drilling.

C76

Ensure the size of H is over

L
i

How to define the Radial R 0 of d
clamping length of drill amped
/ II]

Y| (5

o)

The Radial Run-out should be
under 0.02mm.

Internal coolant;
coolant supply method.

Coolant not
through spindle

8

Coolant through
spindle

Coolant pressure is about 0.5~1mpa
(coolant pressure is 2~3mpa when
the diameter is less than @5 mm)
Coolant volume is 1.5~4L/min

% -

Add a supporter

v

®Divided to two drilling
processes.

@Drill the larger diameter
hole firstly.

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

Wrong drill clamping

Don't clamp on the drill flutes.

Cautions to use coolant

When using internal coolant

®The little chip particles and
dust will generate jamming in the
oil hole. A fine mesh filter should
be used to prevent jamming in
the oil hole , especially for the
small diameter drills.

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

Correct method for Drilling method of burrs and workpiece
thin workpiece stepped holes chippings on Exit

MDReduce the feed rate at the
end time of drilling through
@Chamfer machined at the
exit position.

@Change the point angle.



Drilling Tools

Technical information for solid carbide drills

@® Terminology of drill

Clearance angle

Chip pocket

BORING.TOOL

k5 Shank .
2 ®
5 g
© S | S
2 ™
= c
= 2
[a) Helical angle %)
Flute length Shank length
Chamfer '
Overall length
Margin width
Primary cutting
Body clearance
@® Representative cutting edge shapes
(Conical) (Dual flats) (Candler)

® The flank face is conical and
the clearance angel increases

toward the center of drill.

Features

® Wide applications, commonly
used both for soft and hard
materials.

® The flank face is dual flats,
to facilitate cutting and initial
entering.

® often used for small diameter
dirlls

® This shape has two-stage point

angle and perfect centering
capability, less burs generate
when drilling hole.

@ It is the first choice for drilling
thin plate.

Cr7
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BORING.TOOL A7 E"E
IL_A_/ N/ LI\ __A Technical information for solid carbide drills

@ Structure specification and cutting characteristics

Helical
angle

Body
clearance

The function of chip pocket is remove the chips out of the hole. The larger the cross-sectional area is, the chips is

easier to remove out.

The helical angle is the inclined angle of flute at the axial direction of a drill. It varies according to the different

position of cutting edge. It decreases greatly as the periphery toward the center.

High hardness material Small Helical angle Large Soft material

It is determined by depth of hole, guide bush length and regrinding allowance. The longer the flute is, the worse
the drill rigidity is. Since it greatly influences on the tool life, to minimize it as much as possible when other

requirements are met. The minimal flute length generally is hole depth plus the 1.5 times of hole diameter.

Generally the angle is 118°, it is set differently as per various applications.

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

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

Low axial cutting force Large axial cutting force
Low rigidity thin core Thick High rigidity

Materials easy to cut High hardness materials, cross hole drilling etc.

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

Low frict_iqn with hole wall, .\ margin width large G_ood gujding _performance,
poor guiding performance high friction with hole wall

To decrease the friction with inside wall of the drilled hole, there is a back taper slightly from tool nose to shank.

The degree is usually represented by the quantity decreasing in the diameter per 100 mm flute length.

It is the part formed on the clearance face after margin, mainly to reduce the friction between inside wall of hole
and drill periphery




Drilling Tools

Technical information for solid carbide drills

Common problems and solutions for drilling

BORING.TOOL

Hole

Problem

Oversize holes
|

Cause

Poor clamping
Large run-out around spindle

| Solution

Select the holder and chuck with high
precision

Calibrating spindle

Check and adjust after clamping drill

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

Regrind drill
Check the precision after regrinding

Irregular hole size

A#B

Non-symmetric point angle
Large run-out

Chisel edge is off center
Excessive margin abrasion

Select the holder and chuck with high
precision

Calibrating the spindle

Check and adjust after clamping drill

Poor clamping
Large spindle run-out
Workpiece is unfirmly hold.

Select the holder and chuck with high
precision

Calibrating spindle

Check and adjust after clamping drill

Feed rate is too high

Reduce the feed speed

Coolant is not enough

Change the coolant supply method, or
increase coolant volume.

Low position accuracy

Poor re-positioning precision of
spindle

Poor clamping

Large run-out with spindle

Improve the re-positioning precision of
machine

Select the holder and chuck with high
precision

Calibrating the spindle

Check and adjust after clamping drill

The feed direction is not vertical

Adjust the feed direction vertical to the

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

Bad perpendicularity

Poor center hole accuracy

Increase the position accuracy of hole

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

Regrind drill
Check the precision after regrinding

Insufficient drill rigidity

Increase drill rigidity

Bad linearity Bad perpendicularity

Uneven workpiece surface
Top center does not align with
the spindle center ( lathe )

The workpiece must be horizontal or pre-
machined to horizontal before drilling
Pre-drill a center hole

C79
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BORING.TOOL

Hole

Problem

Poor roundness

Drilling Tools

Technical information for solid carbide drills

Cause

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

Solution

Regrind drill
Check the precision after regrinding

Poor clamping
Large spindle run-out
Workpiece is unfirmly hold

Select the holder and chuck with high
precision

Callibrating the spindle

Check run-out and adjust after clamping
drill

Clearance angle is too large

Regrind drill

Insufficient drill rigidity

Increase drill rigidity

Poor workpiece surface quality

Incorrect regrinding

Regrind calibration

Insufficient coolant or
unsuitable coolant type

Change coolant supply method, increase
coolant volume

Select the cutting oil with good lubricating
property

Poor clamping
Large spindle run-out

Select the holder and chuck with high
precision

Calibrating the spindle

Feed rate is too high

Decrease the feed rate

Excessive abrasion on cutting
edge
Excessive build-up on margin

Regrind drill
Select a coated drill

Chip jamming

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

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

Poor cylindricity

Non-symmetric point angle
Large drill run-out

Chisel edge is off center
Excessive margin abrasion

Regrind drill
Check the precision after regrinding

Feed speed is too low

Increase the feed speed

Cs0




Drilling Tools

Technical information for solid carbide drills

Common problems and solutions for drilling

Drill

Problem

Drill breakage

&

Cause

Bend ,distortion and slippage of
machine and workpiece

BORING.TOOL

Solution

Increase the rigidity of drill, machine,
workpiece and clamp

Clearance angle is too small

Regrind calibration

Feed rate is too high

Decrease the feed rate

Excessive drill abrasion

Regrind drill

Chip jamming

Select a suitable drill (considering flute
geometry , helical angle etc)
Change the cutting method ( adjust feed

rate, use step feed etc)

Difficult entering the workpiece

Increase the rigidity of drill and machine
Increase rigidity of workpiece and clamping.
Select the drill with a sharp point for easy
entry

Pre-drill a centre hole

Adjust the level of workpiece or pre-
machined to horizontal before drilling

Use guide bush or bush plate

Chipping on the cutting corner

7]

Unsuitable drill material

Select the suitable drill material

Hard lump on the workpiece

Analyse the workpiece or select a suitable
workpiece

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

Feed rate is too high

Reduce feed rate

Insufficient coolant

Change coolant supply method, increase
coolant volume

Chipping on cutting edge

o

Poor clamping
Large spindle run-out

Select the holder and chuck with high
precision
Calibrating the spindle

Cutting speed and feed speed
are too high

Reduce the cutting speed and feed speed.

Clearance angle is too large

Regrind calibration

Unsuitable drill material

Select the suitable drill material

Cs1

UOIjBULIOJUI [BOIUYDR]



UOI}BWLIOJUI [BOIUYOD]

Cs2

BORING.TOOL

Drill

Problem

Abnormal abrasion on cutting
corner

Drilling Tools

Technical information for solid carbide drills

Cause

Delay to regrind

Solution

Regrind in time

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

Check and adjust alignment carefully
before drilling

Cutting speed is too high

Reduce cutting speed

Cutting edge shape is
inappropriate

Select correct cutting edge shape

Unsuitable drill material

Select the suitable drill material

Incorrect coolant type

Change coolant

Abrasion and chipping on chisel
edge

Feed speed is too high

Reduce feed speed.

Cutting edge shape is
inappropriate

Select correct cutting edge shape

Unsuitable drill material

Select the suitable drill material

Clearance angle is too small

Regrind drill

Breakage on margin

The size of guide bush or drill
bush is too large

Select another bush with correct size

Margin build-up

Excessive abrasion on cutting
edge generates high heat

Regrind drill

Insufficient coolant

Change coolant supply method, increase

coolant volume

Incorrect coolant type

Change coolant

Workpiece material is too soft

Change drill or machining method

High vibration

Clearance angle is too large

Regrind drill

Drill rigidity is not enough

Increase drill rigidity

Chips roll around the drill

Long chips
Chip removal is not fluent

Change the drill and adjust machining
method and cutting parameters

One-side abrasion

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

Check and adjust the alignment carefully
before drilling

Poor clamping

Fix drill carefully, control the radial run-out




A BORING.TOOL
Non-standard tailor made based on standard A/ N LIS A A

Customer name:

Fax:

Tel.

E-MAIL:

<®o

zcc-cT

Huanghe Southern Road, Tianyuan Zone,
Zhuzhou, Hunan province, China.

Fax. 0733-2882721 2885420 2887878

Postcode. 412007 E-mail:zccct@zccct.com

If the dimensions on the catalogue can’'t meet your requirements, we will supply special and accurate non-standard
order, you just need to easily select the product you want.

Diameter
range

External coolant @2.0~@20.0mm

Coolant

Internal coolant @3.0~@20.0mm

|:| External coolant

1. Twist drill

&T Xj 777777 | do= - Select the category of twist drill

|:| Internal coolant

|:| SU series |:| ST series
I3:|:| | | SH series | |sC series

2.Straight flute drill

Select the category of

——t— &= |4 straight flute dril

la= |:| |:| PC series

3.Three-lips drill

%\S\ N e three-lips drill

Select the category of

|:| PA series

Note:

Order quantity:

pcC

Delivery date(Y/M/D):

Quotation by ZCCCT

Confirmed by customer:

Date:(Y/M/D):

Cs3
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Cs4

B“HING 'I'onl- Drilling Tools
| . N LI A Special for non-standard tailor made(twist drill)

Customer name:

FaX:

Tel.

E-MAIL:

<®o

zcc-cv

Huanghe Southern Road, Tianyuan Zone,
Zhuzhou, Hunan province, China.

Fax. 0733-2882721 2885420 2887878

Postcode. 412007 E-mail:zccct@zccct.com

Hole data and workpiece

Hole diameter= l:| mm
hole tolerance= l:|
Hole depth= l:| mm

[ Icarbon steel [ Grey castiron Grade of workpiece material

[ JAloy steel [__INodular cast iron

[__]Pre-hardened [_JCopper alloy
Steel

[ JHardened steel —Aluminum alloy Tensile strength= |:| N/mm?
[ ]Titanium alloy

[ IStainless steel Hardness= |:| unit (HRG,HB etc)
[ JHeat resistant alloy

Tool information

Shank type
Oa ]

Form HA

i
I3= |:| Form HB

DIN6535

e

Form HE

[ W

Common straight shank

O =

Coolant

Shank with tang DIN 1809

O 1=

Coated

|:| External coolant Yes |:| Morse taper shank MT[_]

|:| Internal coolant No |:| Special shape

Note:

Order quantity: pc

Delivery date(Y/M/D):

Quotation by ZCCCT

Confirmed by customer:

Date:(Y/M/D):




Drilling Tools

Special for non-standard tailor made(step twist flute drill)

BORING.TOOL

Customer name: “
zcc-cT
Fax: Huanghe Southern Road, Tianyuan Zone,
Zhuzhou, Hunan province, China.
Tel.
Fax; 0733-2882721 2885420 2887878
E-MAIL: Postcode: 412007 E-mail:zccct@zccct.com

Hole data and workpiece

Hole shape: ] O] 42 [? [ ICarbon steel L] Grey castiron Grade of workpiece material
[ JAlloy steel [ ]Nodular cast iron
Diameter of small hole= l:|
mm [ JPre-hardened [__]Copper alloy

_ Steel ) .
Tolerance of small hole= I:| [ JHardened steel [ Aluminum alloy Tensile strength = |:| N/mm’
Diameter of large hole= l:| mm [_]Titanium alloy

[ ]Stainless steel Hardness= |:| unit (HRC.HB etc)
Tolerance of large hole= l:| [ Heat resistant alloy
Holedepth=[  |mm

Tool information

ds= Shank type
= 2= Tol: ] u I
di= D o > 72‘%2, L —d2=|:|— L é Form HA
Tol: - % O

|2:|:| Form HB
i
|4=|:| I3=|:| Form HE

= | S S

Common straight shank

O+
d Shank with tang DIN 1809
Coate
Coolant O
|:| External coolant Yes |:| Morse taper shank MT[_]
|:| Internal coolant No |:| Special shape
Note:
Order quantity: pc Delivery date(Y/M/D):
Quotation by ZCCCT Confirmed by customer:

Date:(Y/M/D):
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BORING.TOOL ST
| . N LI A Special for non-standard tailor made(straight flute drill)

Customer name: é
zcec-cr
Fax. Huanghe Southern Road, Tianyuan Zone,
Zhuzhou, Hunan province, China.
Tel.
Fax. 0733-2882721 2885420 2887878
E-MAIL: Postcode. 412007 E-mail:zccct@zccct.com

Hole data and workpiece

Straight flute drills are widely used for machining short chip materials,
from cast iron, common aluminum alloys to high-silicon aluminium alloy.

[ Grey castiron Grade of workpiece material

Hole diameter= l:| mm
hole tolerance= |:|
[_JAluminum alloy
= Tensile strength= |:| 2
Hole depth I:| mm [ Isilicon aluminium alloy Si<10% 9 N/mm

[ ssilicon aluminium alloy Si=10%  Hardness= |:| unit (HRC,HB etc)

[__INodular cast iron

Tool information

Shank type
i

Form HA

ad
di= \
=T — L e

—F
\/ I b= ] i

Form HE

=[] S —

Common straight shank

O =

Shank with tang DIN 1809

Coated
Coolant O o=
|| External coolant ves || Morse taper shank MT [

|| Internal coolant No |:| Special shape

DIN6535

Note:

Order quantity: pc Delivery date(Y/M/D):

Quotation by ZCCCT Confirmed by customer:

Date:(Y/M/D):




Drilling Tools

Special for non-standard tailor made(step straight flute drill)

BORING.TOOL

Customer name: “
zcc-cT
Fax: Huanghe Southern Road, Tianyuan Zone,
Zhuzhou, Hunan province, China.
Tel,
Fax. 0733-2882721 2885420 2887878
E-MAIL: Postcode. 412007 E-mail:zccct@zccct.com

Hole data and workpiece

Straight flute drills are widely used for machining short chip materials,
Hole shape: [ ] W ] W from cast iron, common aluminum alloys to high-silicon aluminium alloy.
[_]Grey castiron
Diameter of small hole= l:| mm Nodular cast iron
Tolerance of small hole= |:| ) Aluminum alloy
Diameter of large hole= l:| mm ] siicon aluminium alloy Si < 10% Tensile strength= |:| N,/mm?

Tolerance of large hole= |:| )
[ Isilicon aluminium alloy Si>10%  Hardness= |:| unit (HRC,HB etc)
Holedepth=|  |mm

Grade of workpiece material

Tool information

d3= Shank type
e Sz | /o] SR
q ) AN I A Form HA
1= O
A e | R P s 1 >
Tol: / S0 d ]
° N // = Form HB
l2= ] El:l
- |4:|:| la= |:| Form HE

[ = w—

Common straight shank

O+
Shank with tang DIN 1809
Coolant Coated
1=
|:| External coolant Yes |:| Morse taper shank MT [
|:| Internal coolant No |:| Special shape

Note:
Order quantity: pc Delivery date(Y/M/D):
Quotation by ZCCCT Confirmed by customer:

Date:(Y/M/D):
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How to choose the right indexable shallow drills

————=o Product category

8 Indexable shallow drill)

——eo Shape

B Indexable inserts for shallow drilling ]

\

AStock available  /\Produce according to order

————Tool specification

Including type, dimension, applicable

inserts and spare parts

53 4 -PG
1 ,\‘i
L2 L1
L
O Basic dimension(mm) Grade
Type
L 1® s d ' YBG202
(B G Tt FEEy Wik WCMX030208R-53 38 556 238 28 08 *

W Stock D | o | 2| | L L inserts v % WCMX040208R-53 43 635 238 31 08 *
2D03-400-XP4O-WC0602 | | A | 40 | 40 | 60 | 70 | 125 | 231 | womxo6T3s | leom3x7 | wroorp WCMX050308R-53 54 el 318 32 o8 *
ZD03-410-XP40-WC06-02 A | 4 | 4 |60 | 70 | 128 | 234 | wCMx06T308 | IeoM3x7 | WToaIP 5 o5 9625 397 37 o8 *
ZD03-420-XP40-WC08-02 A a2 40 60 70 | 131 | 239 | WCMX080412 |I60M35x10.4| WTISIP WCMX080412R-53 87 127 476 43 12 *
ZD03-430-XP40-WC08-02 A 43 40 60 70 134 242 'WCMX080412 | I60M3.5x10.4 'WT15IP WCMX030208R-PG 38 5.56 2.38 28 0.8 *
ZD03-440-XP40-WC08-02 A | 44 | 40 | 60 | 70 | 137 | 245 | wCMX080412 |I60M3.5x10.4| WT1SIP WCMX040208R-PG 43 635 238 31 08 *
ZD03-450-XP40-WC08-02 A | 45 | a0 |60 | 70 | 140 | 248 | wcmxo80412 |I60Ma5x10.4| WT1sIP WCMX050308R-PG 54 700 318 32 08 *
ZD03-460-XP40-WC08-02 A | 46 | a0 | 60 | 70 | 143 | 251 | womxosoa12 |i6oM3sx10.4| wrisip WOMXDSTI08RPE o Py 37 37 0s *
ZD03-470-XP40-WC08-02 A | 47 | a0 | 60 | 70 | 146 | 253 | wcmx080412 |I60M35x10.4| WTISIP = P o P s o .
ZD03-450-XP40-WC08-02 o A A 0 ol ot W * Recommended Grade and Always stock available  Recommended grade and produce according to order
ZD03-490-XP40-WC08-02 A 49 40 70 7 152 | 257 | WCMX080412 |I60M3.5X10.4| WTISIP ®Available Grade and Always stock available  OAvailable Grade and Produce according to order
ZD03-500-XP40-WC08-02 A | 50 | 4 | 70 | 70 | 155 | 250 | wcmxos0412 |160M35x10.4| WT1sIP
2ZD03-510-XP40-WC08-02 A | 51 | a0 |70 | 70 | 158 | 261 | wcmxos0412 |l6oMas5x10.4| WT1sIP
ZD03-520-XP40-WC08-02 A | 52 | a4 | 70 | 70 | 161 | 263 | womxosoa12 |i6om3sx10.4| wrisie
ZD03-530-XP40-WC08-02 A | 53 | a0 | 70 | 70 | 164 | 265 | wcmxo80412 |I60M35x10.4| WT1SIP . .
ZD03-540-XP40-WC08-02 A 54 | 40 70 70 | 167 | 267 | WCMX080412 |I60M35x104| WTISIP — Inse rts SpECIflcatlon
ZD03-550-XP40-WC08-02 A |55 | a0 [ 70 |70 | 170 | 269 | wcwmxosoarz |ieomasx10.4|  wrisie R : :
ZD03-560-XP40-WC08-02 A 56 | 40 70 70 | 173 | 271 | WCMX080412 |16OM35X104| WTISIP Includi ng type' di mension, g rade
2ZD03-570-XP40-WC08-02 A | 57 | 40 | 70 | 70 | 176 | 273 | wCMX080412 |160M35x104| WTISIP and stock.
ZD03-580-XP40-WC08-02 A | 58 | a0 | 70 | 70 | 179 | 275 | womxosoa12 |160M35x10.4| WT1sIp



TR, BORING.TOOL

( Indexable shallow drill code key

Length

Code

03 3.8

04 4.3

w o 05 54

06 6.5 6.35

08 8.7 8.0

160-580 S C 7° 09 9.525
02, 03, 04, 05 Range
16mm-58mm P 11° 12 12.7
The ratio of length . Insert clearance Cutting edge
. Diameter Insert shape
and diameter angle length(mm)

soeicsn

Coupling structure . .
Tool type pling Coupling size(mm) Number of tooth
and type
Code Description Code Description
- 25, 32, 40
ZD Shallow drill XP Weldon shank
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Q
=
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,BBH'NG‘“]BL Drilling Tools

B Indexable shallow drill

Basic dimension(mm) Screw Wrench
Type Stock Recommended
D | D1 | D2 | Lu | Lo | L v /

ZD03-160-XP25-WC03-02 A 16 25 32 56 52 129 WCMX030208 | 160M2.5X6.5 | WTO7IP
ZD03-170-XP25-WC03-02 A 17 25 32 56 55 133 WCMX030208 | I160M2.5%6.5 | WTO7IP
ZD03-180-XP25-WC03-02 A 18 25 32 56 58 137 WCMX030208 | 160M2.5%6.5 | WTO7IP
ZD03-190-XP25-WC03-02 A 19 25 32 56 61 140 WCMX030208 | [60M2.5X6.5 | WTO7IP
ZD03-200-XP25-WC03-02 A 20 25 32 56 64 143 WCMX030208 | 160M2.5%X6.5 | WTO7IP
ZD03-210-XP25-WC04-02 A 21 25 45 56 67 153 WCMX040208 | I60M2.5X6.5T |  WTOSIP
ZD03-220-XP25-WC04-02 A 22 25 45 56 70 156 WCMX040208 | I60M2.5X6.5T |  WTOSIP
ZD03-230-XP25-WC04-02 A 23 25 45 56 73 159 WCMX040208 | I60M2.5X6.5T |  WTO8IP
ZD03-240-XP25-WC04-02 A 24 25 45 56 76 162 WCMX040208 | 160M2.5X6.5T |  WTO8IP
ZD03-250-XP25-WC04-02 A 25 25 45 56 79 165 WCMX040208 | I60M2.5X6.5T | WTOSIP
ZD03-260-XP32-WC05-02 A 26 32 55 60 83 176 WCMX050308 160M3X 7 WTO9IP
ZD03-270-XP32-WC05-02 A 27 32 55 60 86 180 WCMX050308 160M3X 7 WTO9IP
ZD03-280-XP32-WC05-02 A 28 32 55 60 89 184 WCMX050308 160M3 X 7 WTO9IP
ZD03-290-XP32-WC05-02 A 29 32 55 60 92 188 WCMX050308 160M3 X 7 WTO9IP
ZD03-300-XP32-WC05-02 A 30 32 55 60 95 192 WCMX050308 160M3 X7 WTO9IP
ZD03-310-XP40-WC06-02 A 31 40 60 70 98 203 WCMX06T308 160M3 X 7 WTO9IP
ZD03-320-XP40-WC06-02 A 32 40 60 70 101 206 WCMX06T308 160M3X 7 WTO9IP
ZD03-330-XP40-WC06-02 A 33 40 60 70 104 209 WCMX06T308 160M3X 7 WTO9IP
ZD03-340-XP40-WC06-02 A 34 40 60 70 107 212 WCMX06T308 160M3X 7 WTO9IP
ZD03-350-XP40-WC06-02 A 35 40 60 70 110 215 WCMX06T308 160M3X 7 WTO9IP
ZD03-360-XP40-WC06-02 A 36 40 60 70 13 218 WCMX06T308 160M3 X 7 WTO9IP
ZD03-370-XP40-WC06-02 A 37 40 60 70 116 221 WCMX06T308 160M3 X 7 WTO9IP
ZD03-380-XP40-WC06-02 A 38 40 60 70 119 225 WCMX06T308 160M3 X 7 WTO9IP
ZD03-390-XP40-WC06-02 A 39 40 60 70 122 228 WCMX06T308 160M3 X 7 WTO9IP

A Stock available AProduce according to order



Drilling Tools B“BI“G 'I'nul-
A Ol UUk

@ Indexable shallow drill

o B e8¢
L2 L1
L
Basic dimension(mm) Screw Wrench
Type Stock Rec?r:r;r;:snded
D | D1 | D2 | Lt | Lo L v /

ZD03-400-XP40-WC06-02 A 40 40 60 70 125 231 WCMX06T308 160M3 X 7 WT09IP
ZD03-410-XP40-WC06-02 A 41 40 60 70 128 234 WCMX06T308 160M3 X 7 WTO9IP
ZD03-420-XP40-WC08-02 A 42 40 60 70 131 239 WCMX080412 |160M3.5X10.4 | WT15IP
ZD03-430-XP40-WC08-02 A 43 40 60 70 134 242 WCMX080412 |160M3.5X10.4 | WT15IP
ZD03-440-XP40-WC08-02 A 44 40 60 70 137 245 WCMX080412 |160M3.5X10.4 | WT15IP
ZD03-450-XP40-WC08-02 A 45 40 60 70 140 248 WCMX080412 |160M3.5X10.4 | WT15IP
ZD03-460-XP40-WC08-02 A 46 40 60 70 143 251 WCMX080412 |160M3.5X10.4 | WT15IP
ZD03-470-XP40-WC08-02 A 47 40 60 70 146 253 WCMX080412 |160M3.5X10.4 | WT15IP
ZD03-480-XP40-WC08-02 A 48 40 70 70 149 255 WCMX080412 |160M3.5X10.4 | WT15IP
ZD03-490-XP40-WC08-02 A 49 40 70 70 152 257 WCMX080412 | I60M3.5X10.4 | WT15IP
ZD03-500-XP40-WC08-02 A 50 40 70 70 155 259 WCMX080412 | 160M3.5X10.4 | WT15IP
ZD03-510-XP40-WC08-02 A 51 40 70 70 158 261 WCMX080412 | I60M3.5X10.4 | WT15IP
ZD03-520-XP40-WC08-02 A 52 40 70 70 161 263 WCMX080412 | 160M3.5X10.4 | WT15IP
ZD03-530-XP40-WC08-02 A 53 40 70 70 164 265 WCMX080412 | I60M3.5X10.4 | WT15IP
ZD03-540-XP40-WC08-02 A 54 40 70 70 167 267 WCMX080412 | I60M3.5X10.4 | WT15IP
ZD03-550-XP40-WC08-02 A 55 40 70 70 170 269 WCMX080412 | I60M3.5X10.4 | WT15IP
ZD03-560-XP40-WC08-02 A 56 40 70 70 173 271 WCMX080412 | 160M3.5X10.4 | WT15IP
ZD03-570-XP40-WC08-02 A 57 40 70 70 176 273 WCMX080412 |160M3.5X10.4 | WT15IP
ZD03-580-XP40-WC08-02 A 58 40 70 70 179 275 WCMX080412 | 160M3.5X10.4 | WT15IP

A Stock available AProduce according to order

Coa1
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Drilling Tool
|BA0HING‘TL0A0I_ rilling Tools

@ shallow drills code key

S
i Inscribed Circle| Th; i Inscribed Circle| Th;
B e T )] o R M e
Code Insert shap Tolerance(mm) Tolerance(mm)
A +0.005 +0.025 +0.025 J +0.005 +0.05-+0.13 | +0.025
F +0.005 +0.013 +0.025 K +0.013 +0.05-+0.13 | +0.025
S

C +0.013 +0.025 +0.025 L +0.025 +0.05-+0.13 | +0.025

H +0.013 +0.013 +0.025 M +0.08-+0.18 | +0.05-+0.13 | +0.13

w ‘ E +0.025 +0.025 +0.025 N +0.08-+0.18 | +0.05-+0.13 | +0.025

80°
A G +0.025 +0.025 +0.13 U +0.13-+0.38 | +0.08-+0.25 | #0.13

Insert shape / code Tolerance

Clearance angle of main
cutting edge

Chipbreaker and clamping system

Code CIZ?]Z’}QCG Code CIZ%Z’}QCE - - Metric -
Code [fWitout \f;vﬁtigﬁ’r\gg'&“rt Section plane of Insert | Code| " Withou %ﬁmg‘&t Section plane of Insert
P — >65°
A B B | With | Without N |without| without | T ]
\530 \.1250
>65°
H With | Single-side R |Without| Single-side Q
c D > 65°
»;;7" 15° C | With Without F |Without| Double-side C:l
>65°
J | With |Double-side A | with | withou | T T
E ; F -
20° 25 <65°
W | with | without M | win | singeside | (]
<65°
G N T | with |Single-side G | wih |Dousleside| ] [
30° ~l-0°
<65°
Q | with | Without X Special
Other
p 0| clearance <65°
11° angle U With | Double-side

Co2



Drilling Tools BﬂRING-TknnI"

Thickness is defined as height from bottom of insert to the highest part of cutting edge.
Insert thickness Insert thickness
Code (mm) Code (mm)
00 0.79 05 5.96
Length
Code W g S T0 0.99 T5 5.95
01 1.59 06 6.35
03 3.8
T 1.98 T6 6.75
04 43 02 2.38 07 7.94
05 54 T2 2.58 09 9.52
06 6.5 6.35 03 3.18 T9 9.72
08 8.7 8.0 T3 3.97 1 11.11
09 9.525 04 4.76 12 12.70
12 12.7 T4 4.96

Insert

Length of cutting edge

|
Cutting direction Chipbreaker code

Code Description Code Description
04 0.4mm R Right hand
08 0.8mm L Left hand
12 1.2mm N Neutral

Coa3



Drilling Tool
|BA0HING‘TL0A0I_ rilling Tools

@ Indexable inserts for shallow drilling

PG

-53 4

-

===

AE

Basic dimension(mm) Grade
Type
L 1C s d r YBG202
WCMX030208R-53 3.8 5.56 2.38 2.8 0.8 *
WCMX040208R-53 43 6.35 2.38 3.1 0.8 *
WCMX050308R-53 5.4 7.94 3.18 3.2 0.8 *
WCMX06T308R-53 6.5 9.525 3.97 3.7 0.8 *
WCMX080412R-53 8.7 12.7 4.76 43 1.2 *
WCMX030208R-PG 3.8 5.56 2.38 2.8 0.8 *
WCMX040208R-PG 4.3 6.35 2.38 3.1 0.8 *
WCMX050308R-PG 54 7.94 3.18 3.2 0.8 *
WCMX06T308R-PG 6.5 9.525 3.97 3.7 0.8 *
WCMX080412R-PG 8.7 12.7 4.76 43 1.2 *

5

Y% Recommended grade and always stock available  y¥Recommended grade and produce according to order
@ Available grade and always stock available ~ OAuvailable grade and produce according to order

-PG chipbreaker characteris

Unique design of waveform edge ensure high edge

strength and good chip breaking performance for
machining carbon steel and alloy steel.
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Sharp cutting edge benefits to achieve low roughness

surface, mainly applicable for low load cutting of

‘ \ -53 chipbreaker characterist

aluminum alloy, mild steel and cast iron.
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Drilling Tools B“BI“G 'I'nul-
Technical information for shallow drills A/ N LIS A A

*Perfect insert assembling angle makes balanced cutting
force, low vibration in machining process, thus achieve

excellent surface quality.

*Advanced flute design possesses large chip pocket for
chip removal.

*Complete diameter range, from 16 mm to 58 mm.

Small chip pocket
Easy to generate chips
jamming

Large chip pocket
Chip jamming free

Competitor Our company

Higher surface quality

Applications

1. Common drilling 2. Slant face drilling

3. Cross-hole drilling 4. Counterboring

Co5
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B Breakage

Chipping on cutting edges can be caused by
various conditions:

*off-center drill.

*Tool overhang or feed rate are too large.

*Instability of inserts caused by incorrect insert
seating or damaged tip-seat.

*poor machine and workpiece stability.

einsufficient coolant supply.

* incorrect insert chipbreaker or grade.

B Insert abrasion

The two most common types of insert
abrasion are flank and crater abrasion. The
flank abrasion is generally the natural abrasion
pattern, especially on the periphery insert which
is applied for higher cutting speed. However,
this abrasion will finally result that the insert
cutting edge can not achieve the tolerance and/
or surface quality required for the machining.

For drilling operations, if flank and crater
abrasion go beyond certain values, the inserts
should be changed without delay for production

security

If stationary drilling method is used, the
small ejected discs may result dangerous
accident when workpiece is drilled through,
it is therefore ensured that the machine has
adequate safeguard.



Drilling Tools

Technical information for shallow drills

M initial drill penetration

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

penetration surface of the workpiece is vertical to the drill centre axis. In addition, an indexable drill can carry out initial penetration

of convex, concave, inclined and irregular surfaces when accompanied with an adjustment of feed rates.

Workpiece surface Countermeasures

O

@@;

For a convex surface, the conditions are relatively good and the
centre of the drill ideally makes contact with the workpiece first,

thus can adopt normal feed.

BORING.TOOL

()

NS

When penetrating an inclined surface, the cutting edges
will be unevenly loaded which may result in the premature
drill abrasion. If the angle of the inclined surface is larger
than two degrees, the feed should be reduced to 1/3 of that

recommended for the drill.

Z
A\

When drilling into concave surface, drill center axis normally
tends to off-center, the feed should be reduced to 1/3 of that

recommended for the drill.

% E

When drilling into non-symmetric curved surfaces, the drill tends
to deviate from the centre because of penetrating against an
inclined surface. The feed should be reduced to lower than that

recommended for the initial penetration of concave surfaces.

%u o

When drilling into irregular surface, there is a risk of the inserts
chipping and this may also occur when drilling through the

workpiece. Therefore the feed rate should be reduced.
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B“HING 'I'nul- Drilling Tools
LA/ N/ LI\ __A Technical information for shallow drills

Calculations for shallow drilling

@ Cutting speed(Vc)

V¢ (m/min): cutting speed Dc(mm): drill diameter
n (rev/min): rotating speed

@ Example
Spindle speed is1600 rev/min, drill diameter is20mm, thus cutting speed is:

_ Dcxaxn _ 20%x3.14x1600 .
Ve = 1000 = 1000 =100 (m/min)

® Feed speed

Vf (mm/min): feed speed fr (mm/rev): feed rate per revolution
n (rev/min): spindle speed

Vi= fr xn (mm/min)

@ Example

Spindle speed is1500 rev/min, feed rate per revolution is 0.1mm/rev, thus feed speed is:

Vi = fir xn =0.1x1500 = 150 (mm/min)

@® Machining time

ld X i Tc (min): machining time ~ fr (mm/rev): feed rate per revolution
n xf i: number of holes  1d (mm): drilling depth n (rev/min): spindle speed

¢ Example
Drilling a hole with diameter 20mm and depth 40mm, cutting speed is 100m/min and
feed rate per revolution is 0.1mm/rev, calculate the drilling time .

S||LIP MOJ[eYS 10} UOIJULIOJUI [BOIUYDR] | = (=le) sl )[|[1 ¢ O

_ Vex1000 _ 100x 1000 .
n=—p e a - 20 x3.14 = 1600 (rev/min)
_ o laxi o _ 40x1 .
Tc = nxfr - 1600x01 0.25 (min)
@® Metal removal rate
Q (cm3/min): metal removal rate Dc(mm): drill diameter

Vf (mm/min): feed speed

@ Example

Drill diameter is 20mm, feed speed is 160mm/rev, thus metal removal rate is:

VixaxDe® _ 160x3.14x20°
4x1000  4x1000

Q= =50.24 (cm’/min)
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Drilling Tools B“BI“G 'I'nul-
Technical information for shallow drills A/ LA/ LI\ _A 4 1

Recommended cutting parameters for shallow drills

1SO Materials Hardness HB Diameter Dc Feed rate fn Cutting sp.eed Ve
mm mm/r m/min
16.0-23.0 0.05-0.09
24.0-30.0 0.05-0.09
Carbon steel 80-200 31.0-38.0 0.06-0.10 200(170-240)
39.0-46.0 0.07-0.11
47.0-58.0 0.08-0.12
16.0-23.0 0.05-0.09
24.0-30.0 0.05-0.12
Low alloy steel 150-260 31.0-38.0 0.06-0.14 170(140-220)
39.0-46.0 0.08-0.16
47.0-58.0 0.10-0.20
16.0-23.0 0.05-0.09
24.0-30.0 0.05-0.12
Hign alloy steel 150-320 31.0-38.0 0.06-0.16 150(120-180)
39.0-46.0 0.08-0.18
47.0-58.0 0.10-0.22
16.0-23.0 0.05-0.08
24.0-30.0 0.05-0.08
Cast steel 180-250 31.0-38.0 0.06-0.10 140(120-170)
39.0-46.0 0.07-0.11 C
47.0-58.0 0.07-0.12
16.0-23.0 0.05-0.09 g
Stainless steel 24.0-30.0 0.05-0.12 E_‘
Ferrite 150-270 31.0-38.0 0.06-0.16 160(110-230) 3
Martensite 39.0-46.0 0.08-0.18 %
47.0-58.0 0.10-0.22
M &
16.0-23.0 0.05-0.09 =
24.0-30.0 0.05-0.11 g8
Austenite 150-275 31.0-38.0 0.06-0.13 140(110-220) 5
39.0-46.0 0.08-0.14 §
47.0-58.0 0.10-0.16 =
S
16.0-23.0 0.05-0.10 g
24.0-30.0 0.05-0.14 o
sieliable eesi 150-230 31.0-38.0 0.08-0.16 160(120-220) =
ron 39.0-46.0 0.10-0.20 2
47.0-58.0 0.12-0.24 %
16.0-23.0 0.05-0.10
24.0-30.0 0.05-0.14
Gray cast iron 150-220 31.0-38.0 0.08-0.16 200(170-240)
39.0-46.0 0.10-0.20
47.0-58.0 0.12-0.24
16.0-23.0 0.05-0.09
24.0-30.0 0.05-0.12
NOdLi’r'Z‘; cest 160-250 31.0-38.0 0.06-0.14 160(130-200)
39.0-46.0 0.08-0.16
47.0-58.0 0.10-0.20
16.0-23.0 0.05-0.10
24.0-30.0 0.05-0.14
Al alloy 60-110 31.0-38.0 0.08-0.16 300(250-350)
39.0-46.0 0.10-0.20
47.0-58.0 0.12-0.24
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BORE MAGHINING TOOLS

How to choose the right solid carbide reamers

———— = Shape

——=* Product type
——= Product name

Product category

Reamers

—* Shape size

—[Solid carbide reamer with straight shank and right helical flute]

3101H7

- NE

Basic dimension(mm) Recommended grade
Type Number of tooth
di dzh7) I I3 YK10F
3101H7-0400 4.0 355 56 20 4 F
3101H7-0450 4.5 4.00 63 22 6 *
3101H7-0500 5.0 4.00 63 22 6 *
3101H7-0550 5.5 5.00 63 22 6 *
3101H7-0600 6.0 5.00 63 22 6 #
3101H7-0650 6.5 5.00 63 22 6 Y
3101H7-0700 7.0 6.30 71 25 6 *
3101H7-0750 75 6.30 71 25 6 ¥ E—
3101H7-0800 8.0 6.30 71 25 6 Yo
3101H7-0850 85 8.00 71 25 6 *
3101H7-0900 9.0 8.00 71 25 6 *
3101H7-0950 9.5 8.00 71 25 6 *
3101H7-1000 10.0 8.00 71 25 6 ¥
3101H7-1050 105 8.00 7 25 6 e
3101H7-1100 1.0 10.00 80 28 6 Y
3101H7-1150 1.5 10.00 80 28 6 Y
3101H7-1200 12.0 10.00 80 28 6 ¥
3101H7-1250 125 10.00 80 28 6 H
3101H7-1300 13.0 10.00 80 28 6 *
3101H7-1350 135 125 90 32 6 *
3101H7-1400 14.0 125 90 32 6 *
3101H7-1450 145 125 90 32 6 H
3101H7-1500 15.0 125 90 32 6 *
3101H7-1550 15,5 125 90 32 6 Y
3101H7-1600 16.0 125 90 32 6 Y
3101H7-1700 17.0 125 90 32 6 H
3101H7-1800 18.0 16.00 100 36 6 *
3101H7-1900 19.0 16.00 100 36 6 *
3101H7-2000 20.0 16.00 100 36 6 *

YrRecommended grade and produce according to order

" . \
——— ([l Applicable material table OVery suitable OSuitable
Workpiece material
Grade | g steel C::g;?” Pre-hardened steel, Hardened steel | gysijess Castiron | Nodular | Aluminum | Copper re:i?a‘nt
HBS180 | Aloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! e || ey ey alloy
YK10F o o ©) o
J
4
Code key = C103 Cutting parameters | C107 Technical information C108-C110 Non-standard tailor made = C111

————=o Applicable workpiece
material range

—%® Hole precision class

and shank type

Specification e
Type, basic dimensions ,number of tooth and grade.

—® Code key, cutting parameter,

technical information, non-standard
tailor-made



BORE MACHINING TOOLS

Reamers

Solid carbide reamers overview C102
Icons information cC102
Solid carbide reamer code key €103
Detail information of solid carbide reamers C104-C106
Recommended cutting parameters for solid carbide reamers c107
Technical information for solid carbide reamers c108-110

non-standard tailor-made guide for solid carbide reamers c111
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R ing Tool
BORING.TOOL

@ solid carbide reamers overview

Workpiece material Page
U] K .
Diameter 2 B2
Name Type Shape ange | 219 2|9 229 |2zlex = g S
€ 55|82 |8k |85/8 (e8RS S |35
212 | &2 |5 5| o 3| 28 |2
o | 3 | & S S| o 21 3 2 @
g | @ g | 8| = 8 |©
8 | 8 =12 g
Right helical 3101H7 — Q—-- B4-320 ol o | o C104 | C107
flute reamer i
Straight flute 3102H7 [ ? @4-320 O | 0|0 C105 | C107
reamer :
TR —— °|o|o
flute reamer —

OVery suitable OSuitable

( Solid carbide reamers icons information

@ Precision class of reamed hole @ Shank type
The precision class of reamed hole "
H7 reaches H7 specified in GB/T1800-1804 D Straight shank

MBIAISAO SISWEBI BPICUED PIOG | (efel o] 1111}
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Reaming Tools BORING.TOOL

@ solid carbide reamer code key

Code Description Code Description
Code Description 1 Right chip flute The precision class of reamed hole
2 Straight flute H7 reaches H7 specified in GB/T1800-
3 Reamer
3 Left chip flute 1804
Tool type Chip flute Precision class of reamed hole
® ®
Shank type Mode of cooling Specification
Code Description Code Description Code Description
1 Straight shank 0 External coolant . .
. . 0850 Diameter is 8.5mm
2 Square straight shank as per din10 1 Internal coolant
5 Straight shank as per din6535ha
9 Tapered shank

K3 900 IaWeas BPIGUED PIOG | [elel 1l 1T
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BORING.TOOL Reaming Tools

Solid carbide reamer with straight shank and right helical flute
3101H7

H7 ]

ey >
Basic dimension(mm) Recommended grade
Type Number of tooth
di d2(h7) l1 I3 YK10F
3101H7-0400 4.0 3.55 56 20 4 PAS
3101H7-0450 45 4.00 63 22 6 w
3101H7-0500 5.0 4.00 63 22 6 Y
3101H7-0550 55 5.00 63 22 6 ¥
3101H7-0600 6.0 5.00 63 22 6 ¥
3101H7-0650 6.5 5.00 63 22 6 ¥
3101H7-0700 7.0 6.30 71 25 6 Y
3101H7-0750 75 6.30 71 25 6 ¥
3101H7-0800 8.0 6.30 71 25 6 Yo
3101H7-0850 8.5 8.00 71 25 6 Ad
3101H7-0900 9.0 8.00 71 25 6 Ad
3101H7-0950 9.5 8.00 71 25 6 ¥
3101H7-1000 10.0 8.00 71 25 6 PAg
3101H7-1050 10.5 8.00 71 25 6 ¥
k3 3101H7-1100 11.0 10.00 80 28 6 S
5_ 3101H7-1150 11.5 10.00 80 28 6 PAd
‘3 3101H7-1200 12.0 10.00 80 28 6 S
s 3101H7-1250 125 10.00 80 28 6 %
:3) ® 3101H7-1300 13.0 10.00 80 28 6 ¥
=9 3101H7-1350 135 1255 90 32 6 ¥
CR

=4 3101H7-1400 14.0 125 90 32 6 Yo
Ei % 3101H7-1450 145 125 90 32 6 AS
§: ;D 3101H7-1500 15.0 125 90 32 6 PAS
é—" = 3101H7-1550 155 125 90 32 6 A¢
© g 3101H7-1600 16.0 125 90 32 6 %
Es 3101H7-1700 17.0 12.5 90 32 6 ¥
3101H7-1800 18.0 16.00 100 36 6 Y
3101H7-1900 19.0 16.00 100 36 6 Ad
3101H7-2000 20.0 16.00 100 36 6 Ad

Y¢Recommended grade and produce according to order

@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade | wiid steel | Carbon Pre-hardened steel, Hardened steel | g injess i Nodular | Aluminum | Copper Heat
HB<180 steel, steel Castiron cast iron allo allo eI
= Alloy steel | ~40HRC | ~50HRC | ~60HRC Y Y alloy
YK10F @] © @) @)
Code key | C103 Cutting parameters | C107 Technical information C108-C110 Non-standard tailor made = C111
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Reaming Tools BBHI“G‘“]BL

Solid carbide reamer with straight shank and flute

3102H7
L — + 3|
‘ I3
H7 [ :
ey
Basic dimension(mm) Recommended grade
Type Number of tooth
d1 d2h7) l1 I3 YK10F
3102H7-0400 4.0 3.55 56 20 4 PAS
3102H7-0450 45 4.00 63 22 6 hAS
3102H7-0500 5.0 4.00 63 22 6 %
3102H7-0550 5.5 5.00 63 22 6 ¥
3102H7-0600 6.0 5.00 63 22 6 e
3102H7-0650 6.5 5.00 63 22 6 e
3102H7-0700 7.0 6.30 71 25 6 e
3102H7-0750 75 6.30 71 25 6 ¥
3102H7-0800 8.0 6.30 71 25 6 w
3102H7-0850 8.5 8.00 71 25 6 *
3102H7-0900 9.0 8.00 71 25 6 Y
3102H7-0950 9.5 8.00 71 25 6 ¥
3102H7-1000 10.0 8.00 71 25 6 Y
3102H7-1050 10.5 8.00 71 25 6 ¥
3102H7-1100 11.0 10.00 80 28 6 e 2
3102H7-1150 11.5 10.00 80 28 6 Y 5
3102H7-1200 12.0 10.00 80 28 6 e ‘E
3102H7-1250 12.5 10.00 80 28 6 PAS é
3102H7-1300 13.0 10.00 80 28 6 ¥ 20
3102H7-1350 135 125 9 32 6 * % =
3102H7-1400 14.0 125 90 32 6 ¥ Z3
3102H7-1450 14.5 125 90 32 6 PAS ;;;_ %
3102H7-1500 150 125 90 32 6 % = g
3102H7-1550 15.5 125 90 32 6 ¥ ® g
3102H7-1600 16.0 125 90 32 6 e %
3102H7-1700 17.0 12.5 90 32 6 ¥
3102H7-1800 18.0 16.00 100 36 6 Y
3102H7-1900 19.0 16.00 100 36 6 ke
3102H7-2000 20.0 16.00 100 36 6 *

¥ Recommended grade and produce according to order

@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade | wiid steel | Carbon Pre-hardened steel, Hardened steel | gt iniass ) Nodular | Aluminum | Copper Heat
HB<180 steel, steel Sl e cast iron allo allo RSN
= Alloy steel | ~40HRC | ~50HRC | ~60HRC Y Y alloy
YK10F @) (@) (@) ©
Code key | C103 Cutting parameters | C107 Technical information C108-C110 Non-standard tailor made = C111
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BORING.TOOL Reaming Tools

Solid carbide reamer with straight shank and left helical flute
3103H7

“_-____, — S % ﬂ

e

H7| (] !

iy =
Basic dimension(mm) Recommended grade
Type Number of tooth
di d2ch7) I I3 YK10F
3103H7-0400 4.0 3.55 56 20 4 S
3103H7-0450 4.5 4.00 63 22 6 PAS
3103H7-0500 5.0 4.00 63 22 6 Y
3103H7-0550 5.5 5.00 63 22 6 w
3103H7-0600 6.0 5.00 63 22 6 S
3103H7-0650 6.5 5.00 63 22 6 BAs
3103H7-0700 7.0 6.30 71 25 6 #
3103H7-0750 75 6.30 71 25 6 #
3103H7-0800 8.0 6.30 71 25 6 ¥
3103H7-0850 8.5 8.00 71 25 6 o
3103H7-0900 9.0 8.00 71 25 6 Yo
3103H7-0950 9.5 8.00 71 25 6 A
3103H7-1000 10.0 8.00 71 25 6 Yo
3103H7-1050 10.5 8.00 71 25 6 PAd
2 3103H7-1100 11.0 10.00 80 28 6 %
é. 3103H7-1150 115 10.00 80 28 6 Y
(=]

3 3103H7-1200 12.0 10.00 80 28 6 Y
i 3103H7-1250 125 10.00 80 28 6 %
g9 3103H7-1300 13.0 10.00 80 28 6 %
>3 3103H7-1350 135 125 90 32 6 *
% 5; 3103H7-1400 14.0 125 20 32 6 Y
z8 3103H7-1450 145 125 90 32 6 *
g 3 3103H7-1500 15.0 1255 90 32 6 *
(_%_h i:’ 3103H7-1550 155 125 20 32 6 F
S 3103H7-1600 16.0 1255 20 32 6 #
= 3103H7-1700 17.0 125 90 32 6 #
3103H7-1800 18.0 16.00 100 36 6 ¥
3103H7-1900 19.0 16.00 100 36 6 o
3103H7-2000 20.0 16.00 100 36 6 Yo

¥ Recommended grade and produce according to order

@ Applicable material table OVery suitable OSuitable
Workpiece material
Grade | wiid steel | Carbon Pre-hardened steel, Hardened steel | g injess i Nodular | Aluminum | Copper Heat
HB<180 steel, steel CrEiiEm cast iron allo allo eSS
s Alloy steel | ~40HRC | ~50HRC | ~60HRC Y Y alloy
YK10F @] © @) @)
Code key | C103 Cutting parameters | C107 Technical information  C108-C110 Non-standard tailor made = C111

C106



3101H7% 3102H7 % 3103H7

Reaming Tools

Recommended cutting parameters

BORING.TOOL

Wn?;';gli%ie No dﬁ; Tt(:;(::iron Copper alloy Casting aluminium alloy
Cutting speed 8~16m/min 10~25m/min 15~30 m/min
Diameter Rscgggzg Feed rate Allowance Rsol;[:’gr&g Feed rate Allowance R:;gggg Feed rate Allowance
(mm) (min’) (mm/r) (mm) (min’) (mm/r) (mm) (min’) (mmfr) (mm)
4 950 0.04~0.06 0.1~0.2 1600 0.04~0.06 0.1~0.2 2000 0.04~0.06 0.1~0.2
5 760 0.05~0.09 0.1~0.2 1300 0.05~0.09 0.1~0.2 1600 0.05~0.09 0.1~0.2
6 640 0.06~0.12 0.1~0.2 1050 0.06~0.12 0.1~0.2 1300 0.06~0.12 0.1~0.2
7 550 0.07~0.14 0.1~0.2 910 0.07~0.14 0.1~0.2 1150 0.07~0.14 0.1~0.2
8 480 0.08~0.16 0.1~0.2 800 0.08~0.16 0.1~0.2 1000 0.08~0.16 0.1~0.2
9 430 0.09~0.18 0.1~0.2 710 0.09~0.18 0.1~0.2 890 0.09~0.18 0.1~0.2
10 380 0.10~0.20 0.1~0.2 640 0.10~0.20 0.1~0.2 800 0.10~0.20 0.1~0.2
11 350 0.11~0.22 0.1~0.2 580 0.11~0.22 0.1~0.2 720 0.11~0.22 0.1~0.2
12 320 0.12~0.24 0.1~0.2 530 0.12~0.24 0.1~0.2 660 0.12~0.24 0.1~0.2
13 290 0.13~0.26 0.1~0.2 490 0.13~0.26 0.1~0.2 610 0.13~0.26 0.1~0.2
14 270 0.14~0.28 0.1~0.2 460 0.14~0.28 0.1~0.2 570 0.14~0.28 0.1~0.2
15 250 0.15~0.30 0.1~0.2 430 0.15~0.30 0.1~0.2 530 0.15~0.30 0.1~0.2
16 240 0.16~0.32 0.1~0.2 400 0.16~0.32 0.1~0.2 500 0.16~0.32 0.1~0.2
17 225 0.18~0.34 0.1~0.2 380 0.18~0.34 0.1~0.2 470 0.18~0.34 0.1~0.2
18 210 0.20~0.36 0.1~0.2 350 0.20~0.36 0.1~0.2 440 0.20~0.36 0.1~0.2
19 200 0.22~0.38 0.1~0.2 340 0.22~0.38 0.1~0.2 420 0.22~0.38 0.1~0.2
20 190 0.24~0.40 0.1~0.2 320 0.24~0.40 0.1~0.2 400 0.24~0.40 0.1~0.2

1.Please select the holder with high rigidity and precision.

2.Make sure supply sufficient coolant.

3.Please adjust cutting parameters according workpiece and machine rigidity.

C1o07
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Reaming Tools
Technical information

BORING.TOOL

" Terminology of reamer

Cutting chamfer length

Taper

Cutting diameter
I
|
I
|
I
|
|
|
I
|
I
|
|
|
|
I
|
I
|
I
|
I
|
I
l

Shank diameter

Cutting edge length

Overall length

Z
8 >
gl 2
S %
ol 2]
Q
O
Reaming is the semi-finishing and finishing
of an existing hole to achieve precise size, high ‘
surface quality, perfect roundness and cylindricity - - - o - j‘» - a
» etc.
5 In order to achieve precise hole in reaming
E' process, it must to determine the reamer diameter Enlarge éllowance Rounaness
—'
S correctly. Therefore, it is need to consider —
) L
o allowance determined by workpiece material and }
2 \
£ machining conditions. In addition, it is also need to \i
5 N I
= select the cutting conditions correctly except using 0
El \
) high precision reamer to achieve good surface ‘\.
3
Q i |
g quality. ! !
The reaming precision is mainly decided Cylindricity Verticality
by diameter and radial run-out. With respect
to cutting condition, it is better to select low
speed cutting considering to improve machining S — |
precision, but it also must take upper limit of T T
machining efficiency into consideration.

Straightness Off-centre

C1o08



Common problems Solutions

1.Reduce diameter of reamer.

2.The center of reamer is not in alignment with hole center, adjust the concentricity of
hole and reamer.

) 3.Large radial run-out of reamer, good radial run-out is a key to successful reaming

Oversize holes

4.Scratches on reamer shank.

5.When using bush and bush, ensure shank is clean.

6.Select a suitable coolant.

7.Adjust cutting parameters.

1.Ensure better roundness of reamer chamfer.

2.Low rigidity make the overhang as short as possible if no inference.
Poor hole roundness and straightness 3.Check radial run-out after clamping reamer.
4.Adjust the concentricity of hole and reamer.

5.Ensure reaming allowance equality.

uoljeWIOUI [eouyoa] [ Lelel AR ( )

1.In return pass, the reamer should be pulled out of hole when rotating as the same
direction before. Opposite rotation must be prohibited.

2.Reduce rotating speed.

L. 3.Select the reamer with more lips.

Hole precision is worse o ) ) o

4.Increase the margin width appropriately, enhance its guiding performance and
extrusion effect.

5.Improve reamer lubricating property by surface treatment.

6.Select a suitable coolant.

C109



Reaming Tools
Technical information

BORING.TOOL

~ Common problems and solutions for reaming

1.The guiding hole is defective before reaming, such as linearity in not good.

2.Adjust machining allowance to avoid tool breakage caused by too large allowance.
3.If the chip removal is not fluent, select a reamer with larger chip pocket.

4.Ensure supply insufficient coolant.

Reamer breakage, thermal damage 5.Adjust rotating speed and feed speed appropriately.

6.Increase the rigidity of machine, holder and reamer .

7.Improve the sharpness of reamer, make cutting light and fast.

8.Excessive abrasion on cutting edge, reach or surpass tool life, recommend to change

tool or regrind.

1.Check whether the shank hardness is enough, too low hardness will cause

Damage on reamer shank deformation, too high hardness may cause breakage.
2.Check the conjunction of holder and bush, don't use the defective holder.

1.Enhance reamer’s cutting edge hardness .
2.Select the reamer produced by advanced material.
- 3.Check the coolant.

Shorter durability 4.Adopt surface treatment for reamer such as nitride process.
5.Change the straight flute to helical flute.

6.Check all factors affecting machining precision.

1.Check no built-up on reamer surface.
Scratches on hole surface P

2.Improve workpiece holding.

1.Improve workpiece holding.

2.Check radial run-out after clamping reamer.
Trumpet-shaped entry hole

3.The center of reamer is not in alignment with hole center, adjust the concentricity of

eJHE=NTQRT=STVECT I S|00 | bultie sy

hole and reamer.

1.The center of reamer is not in alignment with hole center, adjust the concentricity of

Oversize hole hole and reamer.
2.Improve workpiece holding.

C110



Reaming Tools B“HI“G 'I'nnl-
Special for non-standard tailor made )&, N LIS A4

Customer name: “
zecc-ct
Fax: Huanghe Southern Road, Tianyuan Zone,
Zhuzhou, Hunan province, China.
Tel.
Fax. 0733-2882721 2885420 2887878
E-MAIL: Postcode: 412007 E-mail:zccct@zccct.com

Hole data and workpiece

z

. 1 "/ .
Hole shape: ] L] [_JGrey castiron Grade of workpiece material

Through hole Blind hole [ INodular cast iron

Hole diameter= l:| mm [ Aluminum alloy 2
Tensile strength= |:|
[ Silicon aluminium alloy Si<10% 9 N/mn
hole tolerance= l:|

[ Isilicon aluminium alloy Si210%  Hardness= |:| unit (HRC,HB etc)
Hole depth= l:| mm

Tool information

v === 1 le[ |
Tol: N :
Shank type
= o 0 -
o Form HA 0
2 3
O =
ing direct 2 0] -
Tool rotating direction a o
Form HB 8
‘ [
Right-hand —
ghehand |y s g
y Type of approach angle Form HE g
Straight flute | (———\ [ ] e 45° g
l_ 45° { — 5 N—— L] :ﬂ 3
— \ T\\ e Common straight shank z
Left-hand , [ ] VoA e O = g
|:| |:| Shank with tang DIN 1809 g_
[
g i I 5
Coolant Coated 30 3§ Morse taper shank MT ] §_
|| External coolant Yes | | A \:36/ Special shape @
|| Internal coolant No |:| L] ]
Note:
Order quantity: pc Delivery date(Y/M/D):
Quotation by ZCCCT Confirmed by customer:

Date:(Y/M/D):
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BORE MAGHINING TOOLS

How to choose the right solid carbide threading cutter

———— = Shape

——=@ Product type
——=o Product name

Product category

———* Application

—* Shape size

Threading cutter ]

—[Right helical-flute taps with square head|and straight shanlﬂ

[ 4201CJFor cast iron)

™ B

R, s f{*%fluﬁl

Tyne Basic dimension(mm) Number | Recommended grade

di P d2 ds [ I2 ls | aXa | Puead |oftooth | k1G202 | YK20F
4201C-M4 | M4 07 45 31 63 13 21 3.4 60° 3 ¥ Y
4201C-M5 | M5 08 6.0 4.0 70 16 25 49 60° 3 Y Y
4201C-M6 | M6 10 6.0 4.7 80 19 30 4.9 60° 3 ¥ ¥
4201C-M8 | M8 125 8.0 6.4 90 22 35 6.2 60° 3 1 %
4201C-M10| M10 15 10.0 8.1 100 24 39 8.0 60° 3 Y Y

YrRecommended grade and produce according to order

@ Applicable material table

OVery suitable OSuitable

Workpiece material
Grade | il steel | Carbon | Prehardened steel, Hardened steel | syainjess | (.o | Nodular | Aluminum | copper | Heat
HBS180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KTG202 [©) o
YK20F ] ()

Code key = C115

Cutting parameters | C121

Technical information ' C123 Non-standard tailor made = C124

————ao Applicable workpiece
material range

® Thread profile angle, shank
type, precision class

Specification o

Type, basic dimensions ,number of tooth and grade.

o Code key, cutting parameter,
technical information, non-standard
tailor-made



BORE MACHINING TOOLS

Threading cutter

Threading cutter overview cC114
Icons information Cc114
Threading cutter code key C115

Detail information of threading cutters C116-C120

Solid carbide threading cutters  C116-C119

Solid carbide threading end mills  c120
Recommended cutting parameters for threading cutters c121
Technical information for threading cutters c122

Non-standard tailor-made guide for threading cutters C123

C113



BORING.TOOL

@ Threading cutter overview

Workpiece material Page
P [k " 2 RO
Diameter « 5
name type shape 28 8|9 EzgE & 28
range a3 |52 |5 |Cf2aS| 5 |22
a3 @ = 5 = = o |@
@ O 13 ] = i 2 9 |
@ =1 [} = 3 o S (=4 —
%) (%) o = o wn
g | 3 2 Bl 2| 5
o | @ 2 SR

Helical-flute
= M4-M10 Cl116 | C121
- 4201C ——ﬂz @)

Helical-flute

M4-M10 C117 | C121

tap 4201A ——ﬂz ©)
Stral?:;_ﬂme 4202C - Trve— M4-M10 © Cluis | C121
Stral%:’;-ﬂute 4202A = e M4-M10 (@) C119 | C121

OVery suitable OSuitable

@ Icons information

5!
o=
c @
=3
(=
=~ 5]

«

@ Shank type @ Thread profile angle of tap
D Straight shank & Indicate 60°

@ Precision class of screw thread

@ Square straight shank as per DIN10 '(56%)2 Precision class of screw thread
— —

UOIBWLIOJUI SUODI 9 MBIAJIBAO J833n0 Bulpeaiy |

C14



Threading Cutter B“HI“G 'I'nnl-
A O nl Uk

@ Threading cutter code key

Code Description
Code Description 1 Right chip flute Code Description
2 Straight flute A Aluminum alloy
4 Threading cutter
3 Left chip flute © Cast iron
Tool type Chip flute Workpiece material
® E ®
Shank type Type of function Specification
Code Description Code Description Code Description
1 Straight shank 0 Tap
2 Square straight shank as per din10 1 Thread milling cutter M5 Nominal diameter of standard
5 Straight shank as per din6535ha threading cutters is M5
9 Tapered shank

;!
(o1
c @
=3
o<
=~ EJ
«Q

Koy 8po9 1833no Buipeaiy |
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IBBHING‘“]BL Threading Cutter

Right helical-flute taps with square head and straight shank
4201C For cast iron

' o= T e g
S  EE==E G

&, 1SO 2 I
sasiic

ds

Type Basic dimension(mm) Number | Recommended grade

d1 P d2 ds 1 2 I3 axXa | Thread | ofteeth | KTG202 | YK20F
4201C -M4 M4 0.7 45 3.1 63 13 21 3.4 60° 3 A A
4201C-M5 | M5 0.8 6.0 4.0 70 16 25 4.9 60° 3 A A
4201C-M6 | M6 1.0 6.0 4.7 80 19 30 4.9 60° 3 A o
4201C-M8 | ™8 1.25 8.0 6.4 2 22 35 6.2 60° 3 A Y
4201C-M10| M10 15 10.0 8.1 100 24 39 8.0 60° 3 % A

Y¢Recommended grade and produce according to order

—
=
@
Q
=
=]

«

=y
cC «
D =
o -
o =
2o
O
Lo
a .,
Q<
S 3
«Q —
Z o
w ©
> o
E
= @ Applicable material table OVery suitable OSuitable
Workpiece material
Grade ; Carbon Pre-hardened steel, Hardened steel : f Heat
HB<180 | Ajjoy steel | ~40HRC | ~50HRC | ~60HRC Y Y alloy
KTG202 (@) O
YK20F (©) (©)
Code key | C115 Cutting parameters | C121 Technical information = C122 Non-standard tailor made = C123

C11e6



Threading Cutter B“HI“G 'I'onl-
A O nl Uk

Right helical-flute taps with square head and straight shank
42021A For aluminum

E———— = Q)

& 1SO 2 1
&y O =

ds

Type Basic dimension(mm) Number | Recommended grade
d1 P d2 ds 1 l2 [E aXa | Thread | of teeth YK20F
4201A -M4 M4 0.7 4.5 3.1 63 13 21 3.4 60° 3 A
4201A-M5 | M5 0.8 6.0 4.0 70 16 25 4.9 60° 3 A
4201A-M6 | M6 1.0 6.0 4.7 80 19 30 4.9 60° 3 o
4201A-M8 | M8 1.25 8.0 6.4 20 22 35 6.2 60° 3 Yo
4201A-M10| M10 1.5 10.0 8.1 100 24 39 8.0 60° 3 A

¢ Recommended grade and produce according to order

—
=
@
Q
=
=]

«

yueys 1yBielis pue peay alenbs
yim sdey ainjy-jeorjay 1ybiy

[ ] Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | i steel Cét“b?n Pre-hardened steel, Hardened steel | giqipjess Casti Nodular | Aluminum | Copper H-e?t ;
<180 U=, steel astiron | castiron alloy alloy ESTELETR)
HB Alloy steel | ~40HRC | ~50HRC | ~60HRC alloy
YK20F (©)

Code key | C115 Cutting parameters | C121 Technical information = C122 Non-standard tailor made C123 Cll?



IBBHING‘“]BL Threading Cutter

Straight-flute taps with square head and straight shank
4202C For cast iron

e EE—E Q)

&, 1SO 2
@J s (6H) s

Type Basic dimension(mm) Number | Recommended grade

d1 P d2 ds 1 2 I3 axXa | Thread | ofteeth | KTG202 | YK20F
4202C -M4 M4 0.7 45 3.1 63 13 21 3.4 60° 3 A A
4202C-M5 | M5 0.8 6.0 4.0 70 16 25 4.9 60° 3 A A
4202C -M6 | M6 1.0 6.0 4.7 80 19 30 4.9 60° 3 A o
4202C -M8 | ™8 1.25 8.0 6.4 2 22 35 6.2 60° 3 A Y
4202C -M10| M10 15 10.0 8.1 100 24 39 8.0 60° 3 % A

Y¢Recommended grade and produce according to order

5
23
=3
o
-15'

«

yueys Jybrenis pue peay

alenbs yim sdej ainjy-jybieng

[ ] Appllcable material table ©Very suitable OSuitable
Workpiece material
Grade | g steel | Carbon Pre-hardened steel, Hardened steel | gi;inje5s . Nodular | Aluminum | Copper el
steel, el Castiron | - <tiron allo alio resistant
HB<180 | Ajjoy steel | ~40HRC | ~50HRC | ~60HRC Y Y alloy
KTG202 (@) O
YK20F (©) (©)
Code key | C115 Cutting parameters | C121 Technical information = C122 Non-standard tailor made = C123

C118



Threading Cutter B“HI“G Tonl
A O nl Uk

Straight-flute taps with square head and straight shank
4202A For aluminum

S [l

& 1SO 2
mJ s (6H) s

Type Basic dimension(mm) Number | Recommended grade
d1 P d2 ds 1 l2 [E aXa | Thread | of teeth YK20F
4202A -M4 M4 0.7 4.5 3.1 63 13 21 3.4 60° 3 A
4202A-M5 | M5 0.8 6.0 4 70 16 25 4.9 60° 3 A
4202A-M6 | M6 1.0 6.0 4.7 80 19 30 4.9 60° 3 o
4202A-M8 | M8 1.25 8.0 6.4 20 22 35 6.2 60° 3 Yo
4202A -M10| M10 1.5 10.0 8.1 100 24 39 8.0 60° 3 A

¢ Recommended grade and produce according to order

—
=
@
Q
=
=]

«

yueys 1yBrelis pue peay

alenbs yum sdey a1njy-1ybieng

[ ] Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | i steel Cét“b?n Pre-hardened steel, Hardened steel | giqipjess Casti Nodular | Aluminum | Copper H-e?t ;
<180 U=, steel astiron | castiron alloy alloy ESTELETR)
HB Alloy steel | ~40HRC | ~50HRC | ~60HRC alloy

YK20F @)

Code key | C115 Cutting parameters | C121 Technical information = C122 Non-standard tailor made C123 C119



IBBHING‘“]J". Threading Cutter

Thread milling cutter
4111

|
/

&y O

Type Basic dimension(mm) Number of Recommended grade
d1 P d2 1 I3 ds teeth KTG303 | YK30F
4111-M5 M5 0.8 6 42 8.0 3.6 3 PAY *
4111-M6 M6 1.0 6 57 9.0 4.0 & PAG w
4111-M8 M8 1.25 6 57 12.5 5.0 3 PAS PAY
4111-M10 M10 1.5 6 57 15.0 59 4 * S
4111-M12 M12 1.75 8 63 19.25 7.9 4 PAq PAY
4111-M16 M16 2.0 10 72 24.0 9.9 4 *x w
4111-M20 M20 2.5 12 83 30.0 11.9 4 DAY w
¢ Recommended grade and produce according to order
g
28
ge
= 3
«
—
=0
@
a
3
5
«
g
o)
[ ] Appllcable material table ©Very suitable OSuitable
Workpiece material
Grade | wild steel C;a:‘ret;?n Pre-hardened steel, Hardened steel | gi-iniess Castiron | Nodular | Aluminum | Copper re:ggm
HB<180 : - - ~ steel cast iron alloy alloy
Alloy steel 40HRC 50HRC 60HRC alloy
KTG303 @) @) @) (@) O (©)
YK30F (©) (©)
Code key | C115 Cutting parameters | C121 Technical information = C122 Non-standard tailor made = C123

C120



Threading Cutter B“HI“G 'I'nnl-
Recommended cutting parameters A/ N LI\ A 4 |

Tap
Cutting speed (m/min)
Workpiece material 4201C, 4202C 4201A, 4202A
YK20F KTG202 YK20F

Cast iron 10~15 20~40

Nodular cast iron =12 15~30
Aluminum alloy 10~25
Casting aluminium alloy <<Si10% 10~20
Casting aluminium alloy=Si10% 10~15

1.Threading is a complex machining, suitable coolant must be used. Using oil coolant is recommended for the cutting conditions above.
2.The table above is a general selecting standard, change it according to various cutting conditions.

3.Please adjust the cutting parameter appropriately according to system rigidity.

4111-Thread milling cutter

Workpiece carbon steel alloy steel Cast iron Aluminum allo casting aluminium alloy
material ~750N/mm? ~30HRC Nodular cast iron Y <Si 10% =Si 10%
Cutting speed 40~80m/min 20~40m/min 40~70m/min 40~80m/min 60~140m/min 60~130m/min

f Rotating | Feed rate | Rotating | Feed rate | Rotating | Feed rate | Rotating | Feed rate | Rotating | Feed rate | Rotating | Feed rate =
Diameter d h d h d h d h d h d h 23
(mm) spee per tootl spee per toot spee per tootl spee per tootl spee per tootl spee per tootl S8
(min-1) (mm/z) (min-1) (mm/z) (min-1) (mm/z) (min-1) (mm/z) (min-1) (mm/z) (min-1) (mm/z) o g—
M5 5300 |0.01~0.11| 2800 |0.01~0.03| 5300 |0.03~0.10| 5300 |0.03~0.10| 8400 [0.03~0.13| 7500 |0.03~0.10 K

M6 4800 |0.01~0.11| 2400 [0.01~0.03| 4800 |0.03~0.10| 4800 |0.03~0.10| 8000 |0.03~0.13| 7200 |0.03~0.10 -

[0)

M8 3850 |0.01~0.11 1900 |0.01~0.03| 3850 |0.03~0.10| 3850 |[0.03~0.10| 6400 |0.03~0.13| 5700 |0.03~0.10 §

M10 3200 |0.01~0.11| 1600 |0.01~0.03| 3200 |0.03~0.10| 3200 |0.03~0.10| 5300 [0.03~0.13| 4800 [0.03~0.10 (E

o

M12 2400 |0.01~0.11 1200 |0.01~0.03| 2400 |0.03~0.10| 2400 |0.03~0.10| 4000 |0.03~0.13| 3600 |0.03~0.10 3

o

M16 1900 |0.01~0.11 960 0.01~0.03| 1900 |0.03~0.10| 1900 |0.03~0.10| 3200 |0.03~0.13| 2900 |0.03~0.10 §

pl

M20 1600 |0.01~0.11 800 0.01~0.03| 1600 |0.03~0.10f 1600 |0.03~0.10| 2650 |0.03~0.13| 2400 |0.03~0.10 g

[

g

1.Water-soluble coolant is recommended for the cutting conditions above. %

7

2.Please adjust the cutting parameter appropriately according to system rigidity.
3.The cutting conditions above is set on the basis of coated grade KTG303. When use uncoated grade YK30F, please reduce the cutting speed and
feed rate to the 50%~70% of speed stated above.

Ci121



Threading Cutter

Technical information

BORING.TOOL

~ Terminoloqy of tap

Overall length

5}
©
Thread length _g Square length Web thickness

M
[
9]
zZ

— Chip flute

B ———1] 77«}777777777,% ﬁ\
R

Magnifying chamfer and thread profile

Chamfer length Thread profile angle

!
Chamfer a@/‘
\\

Pitch

~Different tap's chip flute and features

Type of chip flute Feature Application
Helical flute tap @ Helical flute @ Material generating long curled
@®Tap blind hole to its flat bottom chips
® No chips remain ® Blind hole

ﬂ ® Good entering performance ® The hole with axial slot on inner
; ' ® Penetrate to pre-hole easily wall

@® For machining high hardness

g
(o1
c @
=3
o2
=~ E]

«

Straight flute tap
material

@ Straight flute
@ High cutting edge strength

— form chips
i @ Easy to regrind
® Tap short through and blind hole

® Easy selection of chamfer length )
® Material easy to generate

® Material generating powdered

uoljew.Iojul |esiuyos]

abrasion

C122



Threading Cutter B“HI“G 'I'nnl-
Special for non-standard tailor made )&, N LIS A4

Customer name: “

zcec-cT
Fax: Huanghe Southern Road, Tianyuan Zone,

Zhuzhou, Hunan province, China.
Tel,

Fax. 0733-2882721 2885420 2887878
E-MAIL: Postcode. 412007 E-mail:zccct@zccct.com

Hole data and workpiece

Hole shape: (] —-— -+ [J-F4 [ Grey castiron Grade of workpiece material
Through hole Blind hole I Nodular cast iron
Thread precision class:[ ] ] Aluminum alloy

; — 2
Tapping length= l:| mm [_]Silicon aluminium alloy Si<10% Tensile strength |:| N/mm

o . ) _ unit (HRC,HB etc)
Status of hole: (] Pre-drilled hole []Casting-mold hole [Jsilicon aluminium alloy Si10%  Hardness

Magnified thread profile
Profile angle =60°

Tool information

Nominal diameter=[__] ——— [ — 1 1 —d= [ —E=

R

=[] Pitch=[__ ]

5!
o=
c @
=3
(=
=~ EJ
«Q

(@)

Tool rotating direction 2

Coolant Coated 2_"

L] — || External coolant Yes | | 3

|| Internal coolant No | | &

e g

=

g

5

3

Note: 3

Order quantity: pc Delivery date(Y/M/D):

Quotation by ZCCCT Confirmed by customer:

Date:(Y/M/D):
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