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About GESAC Product Chain

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

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

GESAC owns three production bases, three overseas sales branches and one R&D center. We undertook and completed several
development programs independently, including the “National Science and Technology Support Programs”, the “National Torch Program

Projects”, and the “National Key Projects” and so on. GESAC was awarded as "Key Enterprise for Strategic Emerging Industry ", “Innovative

Enterprise" and "Enterprise with Advanced Technology ".
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Content of Drills Series

TR
Drills Pl Shank Drillin Coolant Dimension a(:l:SrI:c Dimension . /ire 1234 5 67 123 12 3 12 3 4 5 123 4 12 3
) Description and profile Angle Coating J Type/ Tool Type y Parameters
Series Type Depth form Range class = Page Pae Wrought
Carbon Alloy PHand ) Castlron, High Aluminum  Cast | Heat |
Steels, Ferrite/ Stainless - . Copper CompositeResistant TitaniumHardened Hardened
Steels,Alloy Tool Martensitic  Steel Ductile | Alloy |Alloys, Cast Aluminium Alloys  Material = Super = Alloys = Steels Steels
Steels Stainless Castlron Cast Iron Aluminium  Alloys
Steels Alloys
Alloys
<35HRC 3> <3BHRC 3% Si<12% Si>12% <200HB <450HB <AOOHB > 55.60HRC
48HRC 45HRC 55HRC
3D External — 3 0 AICHN/ D918S-A3N
Cooling,Twist Drill h 140 TiSiN u @ D3~D20 IT9-10 PO17 PO69Y @ @ O O O O
3D Inner ———— 140° AN il 3D P " D3~D20 1910 POI8  POGS O Ol O O O | O
Cooling,Twist Drill ) TiSiN [NEW] -
D918S
5D External — . o AICIN/ D918S-A5N N
Cooling Twist Drill . 140 e E u REm  03~D20 7910 POI9 POGY O o | O O O ®
5D Inner —— . AlCTNI DIIBSASC s
CoolingTwist Drill - ‘ 140 TSN E H REm 03020 T9-10 P00 POGY @) o O O O O
) D968S-A3IN
%Egﬁﬁegr}jvlistD”“ sase 140 n REm D302 910 PO2L POTI O ©)
J— , D968S-A3C
et s | . | 140 B “tm oo m0 ron eon O o ol o0 o ol o
D968S y D968S-ASN
ggoElﬁ%r,%?vlistDn“ e~ | (40° E u QEm  03~D20 11910 PO POTL O ©
) D968S-ASC
Coolnewist prll| e ———_ | 140° E H QEm D302 11910 P04 POTL O © O O | O O O
D101  |90° NC Centre Dril| Se———gm 90° D101-AMN | D5~D20 P063 | POT7 O O O O @) O
plo2 R NClente e o DI02-ANN = D5~D20 POB4 POTT O O O O ®© @)
D103 LhRINCCer e 145 D103-APN | D5~D20 PO65 | POTT O O O ©) @) O
égo%r;g%”wa}stw 140° ﬂ D9I8-A3N = D3~D20 | IT9-10 PO47  POT9 ©) O | O O | O
éggﬂﬂgﬁwistw ————— —— VI ﬂ D918-A3C = D5~D16 [T9-10 P049 POT9 © Ol o | O O O O O | O
D918 ’
D el <t bril| eSSy | 140 m ﬂ DIIBASN | D3~D20 IT9-10 POSL PO79 o | O o olle)
Cooline Twist Dyl S | 140° m H D9I8-ASC = D5~D16 [T9-10 P054  POTY ©O Ol o 0o O O O O |0
3D External 0 AITIN
CoolingTwist Drill| e 140 u D938-A3N | D3-D20 [T9-10 P026 POT3 © O O O | O
D938 ggéﬂﬂgTwistDrill —_—== 140 ﬂ D938-A3C = D3-D20 IT9-10 PO29 POT3 O O | O O O
O et Dl 140° E u D938-ASN  D3-D20 IT9-10 PO33  POT3 ©) O O O | O

© Most Suitable O Suitable
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Content of Drills Series

TR
Drills Pl Shank Drillin Coolant Dimension actlt?rlgc Dimension g 1234 5 67 123 12 3 12 3 4 5 123 4 12 3
Seri Description and profile Angle Coating g Type/ Tool Type y Parameters
eries Type Depth ¢l Range class  Page Pae Wrought
Carbon Alloy PH and . Castlron, High | Aluminium  Cast | deat |
Steels, Ferrite/ Stainless ; . Copper CompositeResistant TitaniumHardened Hardened
Stezlniloy Tool Martensitic  Steel Cwetie Aoy Mg Gt AL Alloys  Material ~ Super = Alloys = Steels Steels
Steels Stainless Castlron Cast Iron Aluminium  Alloys
Steels Alloys
Alloys
<35HRC |, 3> <35HRC 50 Si<129% Si>12% <200HB C4SOHB <400HB 4> 55-60HRC
48HRC 45HRC 55HRC
ggollri]r?g%wistDrill —aosmessaa | 140° E ﬁ D938-A5C = D3-D20  [T9-10 P037 PO73 O O O O O
) D938-A8C
O e ist il = 140 &) P D3-DI6 1910 P04l POTS © © 0|0 0|0
D938 ’ D938-A12C
é%glligg?{wistm“ = = NS ELE m ﬁ New D3-DI12  IT9-10 P044 | PO75 ©) O | O O O O
, D938-A15C
Cooling wist Drill| ==—=—=men | 135° @ B WEm D302 THI0 Pods POTS © ©o© o O O O
3D External - o AICTN/ ~
Cooling Twist Drill | S SES 140 e m u D928-A3N | D3~D20 | IT9-10 P056 P08l O O O
3D Inner o AICKN/
Cooling Twist Drill S 140 L ﬁ D928-A3C = D5~D20 | IT9-10 PO57 | PO8L O @) @) O O
D928
5D External o AICTN/
CoolingTwist Drill EERNEETT | 140 TSN m u D928-A5N | D3~D20 IT9-10 P058 P08l O ©) O
2D lnner e pm—— 4’ E B D928-ASC = D5~D20 | IT9-10 PO59 P08 O O ©o | O O
Cooling,Twist Drill ) ;
D998 égoﬁxﬁg?ﬁ}stmm e 140° E u D998Y3N = D4~D16 IT9-10 POEO  POS3 @) O
5D External
Cooling Sraight s 130° E D7I3-ASN  D4~D20 | [T8:9 PO6L P084 © | O ©
D713 Cast Iron
5D Inner Coolin
StrﬁigfhtFCIute ¢ 130° E D713-A5C = D4~D20 | IT8-9 P062 P084 © © ©
Drills for Cast Iron
D612 Triple-angle Drills e———— | 118° D612-Y3N | D2.49-D7.94 PO66 | POSS @
5D External o AICTN/
D973 Zooling Twist Drill 120 .M e E n D973YS5N | D2.5-D8.0 PO67 | P085 O O O O O O O
3Flute external - il ACrN/
D573 Coolant core drills = M S ﬂ D573Y3N = D4-D9.3 P068 | P085 O O © O O O | © O
Left Hand Helix AICHN/
R733-C poamer TN E&S] R733-C  D3.26-D12.7 P141 | P144 O
R733-CM Ll Hand Helix ALY EG] R733-CM  D3.26-D12.7 P142 Pl44 O O | O @) O © O 0

© Most Suitable O Suitable
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Content of Drills Series

Solid Carbide Drills

HOLEMAKING TOOLS

MCMG Spade insert @ GM3225 P089 ©) O © O
(FSSD TheTLaterFall
ixation e Flange
6s Slhank arllé%llrlJ%elicalg —S— 3b-12D P00
D Flute Holder
Spade Drills GSD-S The Latera GsD | DI3-D36 | IT3-10 Po4
ixation Type Flange .
Shank and straighég A T 1D-26D PO91
Flute Holder
GSD-FMT Morse tape
shank and Helical (= === 2D-12D P092
Flute Holder
GHD QPMG Drilling insert ’ Gaaas0 P115 © O o O
Indexable GHD D14-D51  IT12-13
Drills GHD Drilling holder | i 20-5D P101
P117
SPHG. SPMG Drilling insert u Gaa2s0 SPMG T1213 | P116 © O © O
rillin
insert™ WCMT Drilling insert A GA4230 WCMT IT12-13 P116 @) O @) O
gDGOO GD600 DeepHol GA4230  MAX octe
crew eepHole ejector ~
Locking, Indexable Drills 6 - GM3225 100D dJrilling D38-D107 PO36 | PO38 © O O O
deep drill head
Braged  (GD602B DecpHole b Wi MAX " Gpgo2B | D156-D362 IT9 | P099 | P100 © O o O
deep drill Indexable Drills 100D : :
RB Rough Boring a MAX7D ~ RB D20-D170 | IT89 = P12l
RB/LRB  Tool © O © O © © O | O
ROl Tool
oring oo i
& %ggmgﬁgigo”“g 4 MAX4D ~ LRB  D148-DI260 IT8-9  PI126 @) O @) O @) @) O O
FB Finish Boring
Tool Accuracy of a MAX7TD  FB | D20-D203 = [T7-8  P127 O O O O o O O | O
FB/LFB adjustment0.0lmm
E|n|§h Tool LFB Finish Boring
oring 100l Tool with big
diameter Accuracy of { MAX 4D| LFB  DI148-D1475 IT7-8 | P129 P143 © O © O O © O O
adjustment0.01mm
SFB
] . . Accuracy of
I\Bllcljﬁg-gF_I_glglh adjustment0.002mm ﬂ MAX7D|  SFB D29-D150 | IT7-8 | P130 @ O O O O @ O O
Accuracy of
GBU/GBL | adjustmento 0oLmm o — GBJ D6-D50  IT7-8  P132 @ Ol o O o O O 0
I|\3/Iicro—F_=_nislh
oring 100 L —
g Accuracy of - —, GBH | D8-D280 | IT7-8 | P133 @ Olo O o | o oo

adjustment0.01mm

© Most Suitable
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Solid Carbide Drills Identification System

D938 - A 5 C- 1200

L © L @) L ©) L © L ©)

Workpiece Material @Drills Series @ShankType ®Drilling Depth @Coolant Type ®Drill Diameter
D101 Straight Shank 90°NC Centre Drills A DING535HA 3 Drilling Depth<<3D C Internal Coolant 0325 Dia: ®3.25
Stee"casl\;;‘;;flo”'ﬁeel D102 Straight Shank 120°NC Centre Drills E DIN6535HE 5 Drilling Depth<5D N External Coolant 0600 Dia: ®6.00
D103 Straight Shank 145°NC Centre Drills B DIN6535HB 8 Drilling Depth<8D 1200 Dia: $12.00
D918 Twist Drills for General Purpose Continuous Parallel A Drilling Depth<<10D
Steel ! Shank
D938 Twist Drills for Steel " Mose Shank M 90°Point Angle
Stainless Steel D968S Twist Drills for Stainless Steel N 120°Point Angle
Cast Iron D928 Twist Drills for Cast Iron p 145°Point Angle
Hardened Steel D998 Twist Drills for Hardened Steel
CastlIron D713 Straight Flute Drills for Cast Iron
D612 Triple-angle Drills for Composite Mmaterial
Composite Mmaterial
R733-C Reamer forComposite Mmaterial
D973 Twist Drills for Composite and Metal
Composite and Metal D573 Core Drills for Composite and Metal
R733-CM Reamer for Composite and Metal

010 _ GESAC GESAC _ 011
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Series Introduce

D918 Twist Drills for General Purpose

® Suitable for drilling steel, stainless steel, cast iron, non-
ferrous material.

® Stub chisel, excellent self-center capability.

® curve point, smaller cutting resistance.

® Lip chamfer, higher feed rate, higher efficiency.

D928 Twist Drills for Cast Iron

® Suitable for drilling cast iron of automobile industry and
other industries.

® \Wave formed cutting lips provides lowered machining
torque.

® Four margin design, improves hole wall quality and
accuracy.

® Increased Drills point strength through optimized chisel
edge.

012 _ GESAC

D938 Twist Drills for Steel

® Suitable for drilling of Steel (< 48HRC) , Cast Iron.

® Unique cutting edge preparation to add strength to the
cutting edge, and improve the drilling stability.

® New A[TiN-nano coating, superior wear resistance,
longer tool life.

® Straight cutting edge, improves tool strength.

D968S High PerformanceTwist Drills
for Stainless Steel

® Suitable for high efficient drilling of stainless steel, carbon

steel, alloy steel, heat-resistant alloys and titanium alloys and
other materials.

® Unique bottom ed%e design with stronger chip breaking
capacity and larger chip holding space.

® New substrate coating—superior toughness and wear
resistance.

® | arge groove design, with good chip evacuation
performance.

Series Introduce

D998Twist Drills for Hardened Steel

® Suitable for drilling hardened steel.

® L arge core thickness, small helix angle, high rigidity and
strength.

@ X-shaped drills tip, excellent self-center capability.

® Radius drills point, excellent hole wall quality.

D101/D102/D103 NC Centre Drills

® Suitable for drilling the center hole and chamfer.
® Suitable for drilling steel, cast iron, aluminum alloys,
copper alloy.

Solid Carbide Drills | HOLEMAKING TOOLS

D713Straight Flute Drills for Cast Iron

® Straight flute design, suitable for drilling cast iron.
® Four margin design, improve hole wall quality and accuracy.
® X-shaped drills tip, excellent self-center capability.

7

D973Twist Drills for Composite and
Metal

® Suitable for carbon fiber / glass fiber reinforced plastic and
metal laminated board material manual holel .

® Suitable for aviation aluminum, titanium alloy, stainless
steel metal materialsl .

® Double edge and self centering design increases process
stabilityl .

® Hole tolerance:+/-0.025mm  (+/-0.001 ") .

® Unique tip design reduces export burrsl .

® Recommended with the use of drilling sleeve.

GESAC _ 013
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Series Introduce New Products

D573 Core Drills for Composite and
Metal

® Suitable for manual reaming of CFRP / GFRP and metal
laminates

® Suitable for aviation aluminum, titanium alloy, stainless steel
metal materials

® Three-blade structure and drill tip design to increase
processing stability

® Recommended with the use of drilling sleeve

® Hole tolerance:+/-0.025mm (+/-0.00I ")

R733-CM Reamer for Composite and
Metal

® Suitable for high precision manual reaming of CFRP / GFRP
and metal laminates

® Suitable for hole geometric accuracy and processing
roughness demanding reaming

® Double ladder design can effectively increase the scope of
application

® Hole tolerance: +/- 0.010mm

014 _ GESAC

D612Triple-angle Drill for Composite

Material

® Suitable for all kinds of carbon fiber / glass fiber reinforced
plastic manual drillingl

® The tool slot is designed for unidirectional and braided belt
type CFRP

® The unique tip design ensures smooth and smooth drilling
® Cutting edge sharp can be processed out of excellent
export /import quality

® Hole tolerance: +/-0.025mm (+/-0.001 ")

R733-C Reamer for Composite Material

® Suitable for all kinds of carbon fiber / glass fiber reinforced
plastic high precision manual hinge processing

® Suitable for hole geometric accuracy and processing roughness
demanding reaming

®Double ladder design can effectively increase the scope of
application

® Hole tolerance:£0.010mm

D938 Series
12D-15D Deep-hole Inner Cooling Twist Drill

Suitable for efficient drilling of Steel, Cast Iron and
Stainless steel

New substrate material, toughness and wear
resistance of perfect balance

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

Optimize the groove profile and design of drill point,
With super self-centering

Performance,chip breaking performance and g
chip evacuation performance

D918S
High Performance Twist Drills for Steel

Suitable for drilling mild Steel, Interrupted cutting, defective cooling condition
and other severe working condietions.

Curved edge design , balance tip strength and sharpness.

New G form flute design, strengthens chip breaking
performance and tool rigidity.

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

GESAC _ 015
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Application Summary of Solid Carbide Drills

D918S-A3N =

High Performance 3D External Cooling Twist Drills For Steel

AICKN/
EEICd

Tmax=Lc-1.5xD
Internal Coolant Drilling External Coolant Drilling . )
ISO GESAC Material Group v' — = a — .
* * * * * Chamfer/ * * ] / 0° m
3D 5D 8*D 12*D 15*D T 3*D 5D La e 14
Carbon Steels, t
A(ll<03))/55|_'ltgecl)s Tmax-Recommended Maximum Depth
(NEW I NEW)
Alloy Steels D CEL
n (35-48HRC) D938 D938 D938 D938 D938
D918S @ D918S Ordering Code  D(m7) Lc L4 L d(h6) = Stock OrderingCode  D(m7) Lc L4 L d(h6) Stock
PH and Ferrite/Martensi
tic Stainless D918S-A3N-0300  3.00 20 36 62 6 @ D918S-A3N-1050 10.50 55 45 102 12 o
(<35HRC) DII8SA3N0330 330 20 36 6 6 @ D918S-A3N-1100 11.00 55 45 102 12 @
M Stainless Steel D9I68S @ Developing | Developing Doe8s D918S-A3N-0400  4.00 24 36 66 6 [ ) D918S-A3N-1200 12.00 55 45 102 12 ®
D918S-A3N-0420  4.20 24 36 66 6 o D918S-A3N-1250 12.50 60 45 107 14 O
Calstlron, D918S-A3N-0500  5.00 28 36 66 6 o D918S-A3N-1300 13.00 60 45 107 14 o
Ductile Cast Iron
(<32HRC) D928 D928 D9185-A3N-0600 600 28 36 66 6 @ D9185-A3N-1400 1400 60 45 107 14 @
Developing Developing
High Alloy D713 D713 D918S-A3N-0680 680 34 3% 179 8 @ D918S-A3N-1450 1450 65 48 115 16 @
Cfssst-igﬁercc;n D918S-A3N-0700 700 34 36 79 8 @ D918S-A3N-1500 1500 65 48 115 16 O
Wrought Aluminium D918S-A3N-0800 800 41 36 79 8 ) D918S-A3N-1600 1600 65 48 115 16 O
Alloys, Cf\ﬁto‘;‘:mimum B}g; D918S-A3N-0850 850 47 40 89 10 @ D918S-ASN-1700 17.00 73 48 123 18 O
Cast Aluminium Developing Developing D103 D918S-A3N-0900 900 47 40 8 10 @ D918S-A3N-1800 1800 73 48 123 18 O
(Sﬂ?y;/) D713 D713 D918S-A3N-1000 1000 47 40 8 10 @ D918S-A3N-1900 1900 79 50 131 20 O
i b
D918S-A3N-1030 10.30 55 45 102 12 O D918S-A3N-2000 20.00 79 50 131 20 O
Copper Alloys
(<200HB) Note: Accept non-standard custom from D3 to D20 tool. NemiiEl S i i) alfi)
=2-3 +0.002/+0.012 0.000/-0.006
. @ Stock O Available upon Order >3-6 +0.004/+0.016 0.000/-0.008
Composite D612 >6-10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
Heat Resistant Su per >18—20 +0.008/+0.029 0.000/-0.013
Alloys D968S D968S Unit(mm)
E (<450HB)
Titanium Alloys
(<400HB)
Hardened Steels
(45-60HRC) D998
m Hardened Steels
(60-65HRC) Workpiece Material

P M K

1234 5 67 123 12 3

Carbon Steels. Alloy

Alloy Steels. Tool Steels

PH and Ferrite/Martensitic

Grey Cast Iron.

High Alloy Cast Iron

Steels Stainless Stainless Steel Nodular Cast Iron
(<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC)
© © O O O O
©) Most Suitable () Suitable
Recommended Cutting Data % P069
016 _ GESAC GESAC _ 017
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D918S-A3C

Solid Carbide Drills

High Performance 3D Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

AICTN/
B

L ‘ . ~"140°
‘L
Tmax-Recommended Maximum Depth
Ordering Code  D(m7) Lc L4 L d(h6) Stock Ordering Code  D(m7) Lc L4 L d(h6) Stock

D918S-A3C-0300 3.00 20 36 62 6 O D918S-A3C-1050 10.50 55 45 102 12 O
D918S-A3C-0330 330 20 36 62 6 O D918S-A3C-1100 11.00 55 45 102 12 O
D918S-A3C-0400 4.00 24 36 66 6 O D918S-A3C-1200 12.00 55 45 102 12 O
D918S-A3C-0420 420 24 36 66 6 O D918S-A3C-1250 12.50 60 45 107 14 O
D918S-A3C-0500 5.00 28 36 66 6 O D918S-A3C-1300 13.00 60 45 107 14 O
D918S-A3C-0600 6.00 28 36 66 6 O D918S-A3C-1400 14.00 60 45 107 14 O
D918S-A3C-0680 6.80 34 36 9 8 O D918S-A3C-1450 1450 65 48 115 16 O
D918S-A3C-0700 7.00 34 36 79 8 O D918S-A3C-1500 15.00 65 48 115 16 O
D918S-A3C-0800 8.00 41 36 e 8 O D918S-A3C-1600 16.00 65 48 115 16 O
D918S-A3C-0850 850 47 40 89 10 O D918S-A3C-1700 17.00 73 48 123 18 O
D918S-A3C-0900  9.00 47 40 89 10 O D918S-A3C-1800 18.00 73 48 123 18 O
D918S-A3C-1000 10.00 47 40 89 10 O D918S-A3C-1900 19.00 79 50 131 20 O
D918S-A3C-1030 10.30 55 45 102 12 O D918S-A3C-2000 20.00 79 50 131 20 O

Note: Accept non-standard Customization from D3 to D20 tool. Nominal Size Range D(m7) d(he)

@ stock O Available upon Order Sis | saooiome | oom/o0m
>6-10 +0.006/+0.021 | 0.000/-0.009
>10-18 +0.007/+0.025 | 0.000/-0.011
>18-20 +0.008/+0.029 | 0.000/-0.013

Unit(mm)
Workpiece Material
P M K
1234 5 67 123 12 3

Carbon Steels. Alloy
Steels

Alloy Steels. Tool Steels

PH and Ferrite/Martensitic
Stainless

Stainless Steel

Grey Cast Iron.
Nodular Cast Iron

High Alloy Cast Iron

(<35HRC) (35-48HRC) (<48HRQ) (<3HRO) (35-45HRC)
©) O O O O @)
© Most Suitable () Suitable

Recommended Cutting Data % P069

018 _ GESAC
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Solid Carbide Drills |

High Performance 5D External Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

HOLEMAKING TOOLS

AICKN/
=i o0 @

U' - S o S
] ~"140°
L4 Lc
L
Tmax-Recommended Maximum Depth
Ordering Code  D(m7) Lc L4 L d(h6) Stock OrderingCode  D(m7) Lc L4 L d(h6) Stock
D918S-A5N-0300  3.00 28 36 66 6 [ J D918S-A5N-1050 10.50 71 45 118 12 O
D918S-A5N-0350  3.50 28 36 66 6 ([ J D918S-A5N-1100 11.00 71 45 118 12 O
D918S-A5N-0400  4.00 36 36 4 6 o D918S-A5N-1200 12.00 71 45 118 12 O
D918S-A5N-0420  4.20 36 36 4 6 O D918S-A5N-1250 12.50 77 45 124 14 O
D918S-A5N-0500  5.00 44 36 82 6 o D918S-A5N-1300 13.00 77 45 124 14 O
D918S-A5N-0600  6.00 44 36 82 6 O D918S-A5N-1400 14.00 77 45 124 14 O
D918S-A5N-0680  6.80 53 36 91 8 O D918S-A5N-1450 14.50 83 48 133 16 O
D918S-A5N-0700  7.00 53 36 91 8 O D918S-A5N-1500 15.00 83 48 133 16 O
D918S-A5N-0800  8.00 53 36 91 8 O D918S-A5N-1600 16.00 83 48 133 16 O
D918S-A5N-0850  8.50 61 40 103 10 O D918S-A5N-1700 17.00 93 48 143 18 O
D918S-A5N-0900  9.00 61 40 103 10 O D918S-A5N-1800 18.00 93 48 143 18 O
D918S-A5N-1000 10.00 61 40 103 10 O D918S-A5N-1900 19.00 101 50 153 20 O
D918S-A5N-1030 10.30 71 45 118 12 O D918S-A5N-2000 20.00 101 50 153 20 O
Note: Accept non-standard Customization from D3 to D20 tool. Nominal Size Range D(m7) d(he)
>2-3 +0.002/+0.012 0.000/-0.006
@ Stock O Available upon Order >3-6 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013
Unit(mm)
Workpiece Material
P M K
1234 5 67 123 12 3

Carbon Steels. Alloy

Alloy Steels. Tool Steels

PH and Ferrite/Martensitic

Grey Cast Iron.

High Alloy Cast Iron

Steels Stainless Stainless Steel Nodular Cast Iron
(<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC)
© © O O O O
©) Most Suitable () Suitable
Recommended Cutting Data % P069
GESAC _ 019
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High Performance 5D Inner Cooling Twist Drills For Steel ' High Performance 3D External Cooling Twist Drills for Stainless Steel

=@
nano

Tmax=Lc-1.5xD Tmax=Lc-1.5xD

— ,,' . N o = R
- 140° T " 140°

L4 ‘ Lc L4 Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
Ordering Code  D(m7) Lc L4 L d(h6) Stock Ordering Code  D(m7) Lc L4 L d(h6) Stock Ordering Code  D(m7) Lc L4 L d(h6) Stock OrderingCode  D(m7) Lc L4 L d(h6) Stock
D918S-A5C-0300  3.00 28 36 66 6 o D918S-A5C-1050 10.50 71 45 118 12 O D968S-A3N-0100  1.00 T 30 45 4 @ D968S-A3N-1030 10.30 55 45 102 12 O
D918S-A5C-0330  3.30 28 36 66 6 O D918S-A5C-1100 11.00 71 45 118 12 O D968S-A3N-0200  2.00 13 36 55 4 @ D968S-A3N-1050 10.50 55 45 102 12 @)
D918S-A5C-0400  4.00 36 36 74 6 [ ) D918S-A5C-1200 12.00 71 45 118 12 O D968S-A3N-0300  3.00 20 36 62 6 [ ) D968S-A3N-1100 11.00 55 45 102 12 ®
D918S-A5C-0450  4.50 36 36 74 6 o D918S-A5C-1250 12.50 77 45 124 14 O D968S-A3N-0330  3.30 20 36 62 6 o D968S-A3N-1200 12.00 55 45 102 12 o
D918S-A5C-0500  5.00 44 36 82 6 @ D918S-A5C-1300 13.00 77 45 124 14 O D968S-A3N-0400  4.00 24 36 66 6 o D968S-A3N-1250 12.50 60 45 107 14 o
D918S-A5C-0550  5.50 44 36 82 6 o D918S-A5C-1400 14.00 77 45 124 14 O D968S-A3N-0420  4.20 24 36 66 6 [ ) D968S-A3N-1300 13.00 60 45 107 14 O
D918S-A5C-0600  6.00 44 36 82 6 O D918S-A5C-1450 1450 83 48 133 16 O D968S-A3N-0500  5.00 28 36 66 6 [ ) D968S-A3N-1400 14.00 60 45 107 14 o
D918S-A5C-0700  7.00 53 36 91 8 O D918S-A5C-1500 15.00 83 48 133 16 O D968S-A3N-0600  6.00 28 36 66 6 o D968S-A3N-1450 14.50 65 48 115 16 O
D918S-A5C-0800  8.00 53 36 91 8 O D918S-A5C-1600 16.00 83 48 133 16 O D968S-A3N-0680  6.80 34 36 79 8 o D968S-A3N-1500 15.00 65 48 115 16 @)
D918S-A5C-0850  8.50 61 40 103 10 O D918S-A5C-1700 17.00 93 48 143 18 O D968S-A3N-0700  7.00 34 36 79 8 [ ) D968S-A3N-1600 16.00 65 48 115 16 @)
D918S-A5C-0900  9.00 61 40 103 10 O D918S-A5C-1800 18.00 93 48 143 18 O D968S-A3N-0800  8.00 41 36 79 8 [ ) D968S-A3N-1700 17.00 73 48 123 18 @)
D918S-A5C-1000 10.00 61 40 103 10 O D918S-A5C-1900 19.00 101 50 153 20 O D968S-A3N-0850  8.50 47 40 89 10 o D968S-A3N-1800 18.00 73 48 123 18 @)
D918S-A5C-1030 10.30 71 45 118 12 O D918S-A5C-2000 20.00 101 50 153 20 O D968S-A3N-0900  9.00 47 40 89 10 [ ) D968S-A3N-1900 19.00 79 50 131 20 O
D968S-A3N-1000 10.00 47 40 89 10 [ ) D968S-A3N-2000 20.00 79 50 131 20 O
Note: Accept non-standard Customization from D3 to D20 tool. Nominal Size Range D(m7) d(h6)
>2-3 +0.002/+0.012 0.000/-0.006 o
@ Stock O Available upon Order 36 10.004/+0.016 0.000/-0.008 Note: Accept non-standard Customization from D3 to D20 tool. T —— D(m7) dihe)
>6-10 +0.006/+0.021 0.000/-0.009 . >2-3 +0.002/+0.012 0.000/-0.006
>10—18 +0.007/+0.025 0.000/-0.011 @ Stock O Available upon Order >3-6 +0.004/+0.016 0.000/-0.008
>18-20 +0.008/+0.029 0.000/-0.013 >6-10 +0.006/+0.021 0.000/-0.009
_ >10—18 +0.007/+0.025 0.000/-0.011
Unit(mm) >18-20 +0.008/+0.029 |  0.000/-0.013
Unit(mm)
Workpiece Material Workpiece Material
1234 5 67 123 12 3 1234 123 12 3
Carbon Steels. Alloy PH and Ferrite/Martensitic Grey Cast Iron. . . -
Steels Alloy SE;?Z\SHTSS)I Steels Stainless Stainless Steel Nodular Cast Iron H'gr](?é{iéﬁ;glron Carbon S(tz(;l;H é—\cll)oy Steels Stainless Steel Heat Reﬁ(s?zéjg)per Alloys T|t(a2|:(;gl_Alg;)ys
(<35HRC) (<48HRC) (<32HRC)
@ © O O O O O O O O
© Most Suitable () Suitable ©) Most Suitable () Suitable
Recommended Cutting Data % P069 Recommended Cutting Data 3 P071
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High Performance 3D Inner Cooling Twist Drills for Stainless Steel - High Performance 5D External Cooling Twist Drills for Stainless Steel

Tmax=Lc-1.5xD Tmax=Lc-1.5xD

‘ ) ' 7 140° N 1

L4 Lc L4 Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
Ordering Code  D(m7) Lc L4 L d(h6) Stock Ordering Code  D(m7) Lc L4 L d(h6) Stock Ordering Code  D(m7) Lc L4 L d(h6) Stock OrderingCode  D(m7) Lc L4 L d(h6) Stock
D968S-A3C-0300  3.00 20 36 62 6 O D968S-A3C-1050 10.50 55 45 102 12 O D968S-A5N-0300  3.00 28 36 66 6 O D968S-A5N-1050 10.50 71 45 118 12 O
D968S-A3C-0330  3.30 20 36 62 6 O D968S-A3C-1100 11.00 55 45 102 12 O D968S-A5N-0330  3.30 28 36 66 6 O D968S-A5N-1100 11.00 71 45 118 12 O
D968S-A3C-0400  4.00 24 36 66 6 O D968S-A3C-1200 12.00 55 45 102 12 O D968S-A5N-0400  4.00 36 36 74 6 @) D968S-A5N-1200 12.00 71 45 118 12 @)
D968S-A3C-0420  4.20 24 36 66 6 @) D968S-A3C-1250 12.50 60 45 107 14 O D968S-A5N-0420  4.20 36 36 4 6 @) D968S-A5N-1250 12.50 77 45 124 14 O
D968S-A3C-0500  5.00 28 36 66 6 O D968S-A3C-1300 13.00 60 45 107 14 O D968S-A5N-0500  5.00 44 36 82 6 O D968S-A5N-1300 13.00 77 45 124 14 @)
D968S-A3C-0600  6.00 28 36 66 6 @) D968S-A3C-1400 14.00 60 45 107 14 O D968S-A5N-0600  6.00 44 36 82 6 @) D968S-A5N-1400 14.00 77 45 124 14 @)
D968S-A3C-0680  6.80 34 36 79 8 O D968S-A3C-1450 1450 65 48 115 16 O D968S-A5N-0680  6.80 53 36 91 8 @) D968S-A5N-1450 1450 83 48 133 16 O
D968S-A3C-0700  7.00 34 36 79 8 O D968S-A3C-1500 15.00 65 48 115 16 O D968S-A5N-0700  7.00 53 36 91 8 @) D968S-A5N-1500 15.00 83 48 133 16 @)
D968S-A3C-0800  8.00 41 36 79 8 O D968S-A3C-1600 16.00 65 48 115 16 O D968S-A5N-0800  8.00 53 36 91 8 O D968S-A5N-1600 16.00 83 48 133 16 O
D968S-A3C-0850  8.50 47 40 89 10 O D968S-A3C-1700 17.00 73 48 123 18 O D968S-A5N-0850  8.50 61 40 103 10 @) D968S-A5N-1700 17.00 93 48 143 18 O
D968S-A3C-0900  9.00 47 40 89 10 O D968S-A3C-1800 18.00 73 48 123 18 O D968S-A5N-0900  9.00 61 40 103 10 @) D968S-A5N-1800 18.00 93 48 143 18 O
D968S-A3C-1000 10.00 47 40 89 10 O D968S-A3C-1900 19.00 79 50 131 20 O D968S-A5N-1000 10.00 61 40 103 10 @) D968S-A5N-1900 19.00 101 50 153 20 O
D968S-A3C-1030  10.30 55 45 102 12 O D968S-A3C-2000 20.00 79 50 131 20 O D968S-A5N-1030 1030 71 45 118 12 @) D968S-A5N-2000 20.00 101 50 153 20 O
Note: Accept non-standard Customization from D2 to D20 tool. Nominal Size Range D(m7) d(he) Note: Accept non-standard custom from D1 to D20 tool. Nominal Size Range D(m7) d(he)
) >2-3 +0.002/+0.012 0.000/-0.006 ) >2-3 +0.002/+0.012 0.000/-0.006
@ Stock O Available upon Order >36 10.004/40.016 0.000/-0.008 @ Stock O Available upon Order >3-6 +0.004/+0.016 0.000/-0.008
S6-10 10.006/+0.021 0.000/-0.009 >6—10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 | 0.000/-0.011 >10-18 +0.007/+0.025 | 0.000/-0.011
>18-20 +0.008/+0.029 | 0.000/-0.013 >18-20 +0.008/+0.029 | 0.000/-0.013
Unit(mm) Unit(mm)
Workpiece Material Workpiece Material
1234 123 12 3 1234 123 12 3
Carbon Steels. Alloy Steels ) Heat Resistant Super Alloys Titanium Alloys Carbon Steels. Alloy Steels ’ Heat Resistant Super Alloys Titanium Alloys
(<35HRC) Stainless Steel (<45HB) (<400HB) (<35HRC) Stainless Steel (<45HB) (<400HB)
O @ O O O ©) O O
© Most Suitable () Suitable ©) Most Suitable () Suitable
Recommended Cutting Data % P071 Recommended Cutting Data 3 P071

022 _ GESAC GESAC _ 023




HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS
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High Performance 5D Inner Cooling Twist Drills for Stainless Steel

D938-A3N

3D External Cooling Twist Drills for Steel

Tmax=Lc-1.5xD

Tmax=Lc-1.5xD

U v —
] ~"140°

‘ ' ' ~"140°
L4 Lc L4 Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
Ordering Code  D(m7) Lc L4 L d(h6) Stock Ordering Code  D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc @ L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L | d(h6) Stock
D968S-A5C-0300  3.00 28 36 66 6 O D968S-A5C-1050 1050 71 45 118 12 O D938-A3N-0300 3.00 20 36 62 6 o D938-A3N-0450 4.50 24 36 66 6 [ J
D968S-A5C-0330  3.30 28 36 66 6 O D968S-A5C-1100 11.00 71 45 118 12 O D938-A3N-0310 3.10 20 36 62 6 o D938-A3N-0460 4.60 24 36 66 6 [ J
D968S-A5C-0400  4.00 36 36 74 6 O D968S-A5C-1200 12.00 71 45 118 12 O D938-A3N-0320 3.20 20 36 62 6 o D938-A3N-0470 4.70 24 36 66 6 [ ]
D968S-A5C-0420  4.20 36 36 74 6 @) D968S-A5C-1250 12,50 77 45 124 14 O D938-A3N-0330 3.30 20 36 62 6 ([ D938-A3N-0480 4.80 28 36 66 6 [ ]
D968S-A5C-0500  5.00 44 36 82 6 O D968S-A5C-1300 13.00 77 45 124 14 O D938-A3N-0340 3.40 20 36 62 6 o D938-A3N-0490 4.90 28 36 66 6 [ ]
D968S-A5C-0600  6.00 44 36 82 6 @) D968S-A5C-1400 14.00 77 45 124 14 O D938-A3N-0350 3.50 20 36 62 6 o D938-A3N-0500 5.00 28 36 66 6 [ ]
D968S-A5C-0680  6.80 53 36 91 8 O D968S-A5C-1450 1450 83 48 133 16 O D938-A3N-0360 3.60 20 36 62 6 o D938-A3N-0510 5.10 28 36 66 6 [ ]
D968S-A5C-0700  7.00 53 36 91 8 O D968S-A5C-1500 15.00 83 48 133 16 O D938-A3N-0370 3.70 20 36 62 6 (] D938-A3N-0520 5.20 28 36 66 6 o
D968S-A5C-0800  8.00 53 36 91 8 O D968S-A5C-1600 16.00 83 48 133 16 O D938-A3N-0380 3.80 24 36 66 6 o D938-A3N-0530 5.30 28 36 66 6 [ )
D968S-A5C-0850  8.50 61 40 103 10 O D968S-A5C-1700 17.00 93 48 143 18 O D938-A3N-0390 3.90 24 36 66 6 (] D938-A3N-0540 5.40 28 36 66 6 @
D968S-A5C-0900  9.00 61 40 103 10 O D968S-A5C-1800 18.00 93 48 143 18 O D938-A3N-0400 4.00 24 36 66 6 o D938-A3N-0550 5.50 28 36 66 6 @
D968S-A5C-1000 10.00 61 40 103 10 O D968S-A5C-1900 19.00 101 50 153 20 O D938-A3N-0410 4.10 24 36 66 6 o D938-A3N-0560 5.60 28 36 66 6 o
D968S-A5C-1030 1030 71 45 118 12 O D968S-A5C-2000 20.00 101 50 153 20 O D938-A3N-0420 4.20 24 36 66 6 o D938-A3N-0570 5.70 28 36 66 6 [ )
Note: Accept non-standard Customization from D2 to D20 tool. Nominal Size Range D(m7) d(h6) DEBERS -2l 5:30 Z <0 o6 © L D2 HO3E — 2 58 &0 © bt
@ Stock O Available upon Order i:z :gggz:ggié gggg;ggg: D938-A3N-0440 4.40 24 36 66 6 o D938-A3N-0590 5.90 28 36 66 6 o
>6-10 +0.006/+0.021 0.000/-0.009 Note: Accept non-standard custom from D1 to D20 tool. Nominal Size Range D(m7) d(h6)
>10—18 +0.007/+0.025 0.000/-0.011 =23 +0.002/+0.012 0.000/-0.006
>18-20 +0.008/+0.029 0.000/-0.013 @ Stock O Available upon Order s 0,004 /+0:016 0,000 /70:008
Unit(mm) >6—10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013
Unit(mm)
Workpiece Material Workpiece Material
1234 123 12 3 1234 5 67 12 3
: - PH and Ferrite/Martensitic | Grey Cast Iron. Nodular Cast f
Carbon Steels. Alloy Steels ) Heat Resistant Super Alloys Titanium Alloys Carbon Steels. Alloy Steels Alloy Steels. Tool Steels ; High Alloy Cast Iron
(<35HRC) Stainless Steel (<45HB) (<400HB) (<35HRQ) (35-48HRC) (itjg‘fRsé) < o g (35-45HRC)
O ©) O O O O O O O
© Most Suitable () Suitable © Most Suitable () Suitable
Recommended Cutting Data % P071 Recommended Cutting Data % P073
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D938-A3N s 5 B30 D938-A3N B0

3D External Cooling Twist Drills for Steel 3D External Cooling Twist Drills for Steel
Tmax=Lc-1.5xD Tmax=Lc-1.5xD
fh —— - : ———aan) - - : ———al)
] ~140° T ~"140°
L4 Lc L4 Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
) Continue ) Continue
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D938-A3N-0600 6.00 28 36 66 6 o D938-A3N-0750 7.50 41 36 79 8 o D938-A3N-0900 9.00 47 40 89 10 o D938-A3N-1040 1040 55 45 102 2 @
D938-A3N-0610 6.10 34 36 79 8 o D938-A3N-0760 7.60 41 36 79 8 o D938-A3N-0910 9.10 47 40 89 10 ([ D938-A3N-1050 1050 55 45 102 2 @
D938-A3N-0620 6.20 34 36 79 8 o D938-A3N-0770 7.70 41 36 79 8 o D938-A3N-0920 9.20 47 40 89 10 o D938-A3N-1060 10.60 55 45 102 2 @
D938-A3N-0630 6.30 34 36 79 8 ([ D938-A3N-0780 7.80 41 36 79 8 ([ D938-A3N-0925 9.25 47 40 89 10 O D938-A3N-1070 10.70 55 45 102 2 @
D938-A3N-0640 6.40 34 36 79 8 ([ D938-A3N-0790 7.90 41 36 79 8 ([ D938-A3N-0930 9.30 47 40 89 10 o D938-A3N-1080 10.80 55 45 102 2 @
D938-A3N-0650 6.50 34 36 79 8 o D938-A3N-0800 8.00 41 36 79 8 o D938-A3N-0940 9.40 47 40 89 10 o D938-A3N-1090 1090 55 45 102 2 @
D938-A3N-0660 6.60 34 36 79 8 o D938-A3N-0810 8.10 47 40 89 10 ([ D938-A3N-0950 9.50 47 40 89 10 o D938-A3N-1100 11.00 55 45 102 2 @
D938-A3N-0670 6.70 34 36 79 8 o D938-A3N-0820 8.20 47 40 89 10 o D938-A3N-0960 9.60 47 40 89 10 @) D938-A3N-1110 1110 55 45 102 2 @
D938-A3N-0680 6.80 34 36 79 8 o D938-A3N-0830 8.30 47 40 89 10 o D938-A3N-0970 9.70 47 40 89 10 o D938-A3N-1120 1120 55 45 102 2 @
D938-A3N-0690 6.90 34 36 79 8 o D938-A3N-0840 8.40 47 40 89 10 (] D938-A3N-0980 9.80 47 40 89 10 (] D938-A3N-1130 1130 55 45 102 2 @
D938-A3N-0700 7.00 34 36 79 8 (] D938-A3N-0850 8.50 47 40 89 10 (] D938-A3N-0990 9.90 47 40 89 10 o D938-A3N-1140 1140 55 45 102 2 @
D938-A3N-0710 7.10 41 36 79 8 o D938-A3N-0860 8.60 47 40 89 10 o D938-A3N-1000 10.00 47 40 89 10 o D938-A3N-1150 1150 55 45 102 2 @
D938-A3N-0720 7.20 41 36 79 8 o D938-A3N-0870 8.70 47 40 89 10 o D938-A3N-1010 1010 55 45 102 12 o D938-A3N-1160 1160 55 45 102 2 O
D938-A3N-0730 7.30 41 36 79 8 o D938-A3N-0880 8.80 47 40 89 10 o D938-A3N-1020 1020 55 45 102 12 @ D938-A3N-1170 11.70 55 45 102 2 O
D938-A3N-0740 7.40 41 36 79 8 (] D938-A3N-0890 8.90 47 40 89 10 o D938-A3N-1030 1030 55 45 102 12 @ D938-A3N-1180 11.80 55 45 102 2 @
Note: Accept non-standard custom from D1 to D20 tool. Nominal Size Range D(m7) d(h6) Note: Accept non-standard custom from D1 to D20 tool. Nominal Size Range D(m7) d(h6)
) >2-3 +0.002/+0.012 0.000/-0.006 >2-3 +0.002/+0.012 0.000/-0.006
@ Stock O Available upon Order S3.6 10.004/40.016 0.000/-0.008 @ Stock O Available upon Order >3-6 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+0.021 0.000/-0.009 >6-10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011 >10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013 >18-20 +0.008/+0.029 0.000/-0.013
Unit(mm) Unit(mm)
Workpiece Material Workpiece Material
1234 5 67 12 3 1234 5 67 12 3
Carbon Steels. Alloy Steels Alloy Steels. Tool Steels PHand Fg{;%tr]el/ehsllszartensitic Grey Cast Irolr;(\mNodular Cast High Alloy Cast Iron Carbon Steels. Alloy Steels Alloy Steels. Tool Steels PHand thrarii';elél\gsrtensitic Grey Cast |ro|r;(;nNodular Cast High Alloy Cast Iron
(<35HRC) (35-48HRC) (Z28HRO) (<32HRO) (35-45HRC) (<35HRC) (35-48HRC) (Z48HRO) (<32HRQ) (35-45HRC)
@) O O O O ©) O O O O
© Most Suitable () Suitable © Most Suitable () Suitable
Recommended Cutting Data % P073 Recommended Cutting Data % P073
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D938-A3N 5 B0 D938-A3C

3D External Cooling Twist Drills for Steel 3D Inner Cooling Twist Drills for Steel

Tmax=Lc-1.5xD Tmax=Lc-1.5xD

i == e ”
T " 140°

L4 Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
) Continue
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D938-A3N-1190 1190 55 45 102 12 O D938-A3N-1600 16.00 65 48 115 16 o D938-A3C-0300 3.00 20 36 62 6 o D938-A3C-0450 4.50 24 36 66 6 [ J
D938-A3N-1200 12.00 55 45 102 12 o D938-A3N-1650 1650 73 48 123 18 o D938-A3C-0310 3.10 20 36 62 6 o D938-A3C-0460 4.60 24 36 66 6 [ J
D938-A3N-1250 1250 60 45 107 14 o D938-A3N-1680 16.80 73 48 123 18 o D938-A3C-0320 3.20 20 36 62 6 o D938-A3C-0470 4.70 24 36 66 6 [ ]
D938-A3N-1280 12.80 60 45 107 14 ([ D938-A3N-1700 17.00 73 48 123 18 o D938-A3C-0330 3.30 20 36 62 6 ([ D938-A3C-0480 4.80 28 36 66 6 [ ]
D938-A3N-1300 13.00 60 45 107 14 ([ D938-A3N-1750 1750 73 48 123 18 o D938-A3C-0340 3.40 20 36 62 6 o D938-A3C-0490 4.90 28 36 66 6 [ ]
D938-A3N-1350 1350 60 45 107 14 o D938-A3N-1780 1780 73 48 123 18 o D938-A3C-0350 3.50 20 36 62 6 o D938-A3C-0500 5.00 28 36 66 6 [ ]
D938-A3N-1380 13.80 60 45 107 14 o D938-A3N-1800 18.00 73 48 123 18 o D938-A3C-0360 3.60 20 36 62 6 o D938-A3C-0510 5.10 28 36 66 6 [ ]
D938-A3N-1400 14.00 60 45 107 14 o D938-A3N-1850 1850 79 50 131 20 o D938-A3C-0370 3.70 20 36 62 6 (] D938-A3C-0520 5.20 28 36 66 6 o
D938-A3N-1450 1450 65 48 115 16 o D938-A3N-1880 1880 79 50 131 20 O D938-A3C-0380 3.80 24 36 66 6 o D938-A3C-0530 5.30 28 36 66 6 [ )
D938-A3N-1480 1480 65 48 115 16 @) D938-A3N-1900 19.00 79 50 131 20 O D938-A3C-0390 3.90 24 36 66 6 (] D938-A3C-0540 5.40 28 36 66 6 O
D938-A3N-1500 15.00 65 48 115 16 (] D938-A3N-1950 1950 79 50 131 20 o D938-A3C-0400 4.00 24 36 66 6 o D938-A3C-0550 5.50 28 36 66 6 @
D938-A3N-1550 1550 65 48 115 16 o D938-A3N-1980 1980 79 50 131 20 o D938-A3C-0410 4.10 24 36 66 6 o D938-A3C-0560 5.60 28 36 66 6 o
D938-A3N-1580 1580 65 48 115 16 o D938-A3N-2000 20.00 79 50 131 20 o D938-A3C-0420 4.20 24 36 66 6 o D938-A3C-0570 5.70 28 36 66 6 O
P D938-A3C-0430 4.30 24 36 66 6 o D938-A3C-0580 5.80 28 36 66 6 [ J
Note: Accept non-standard custom from D1 to D20 tool. Nominal Size Range D(m7) d(h6)
] >2-3 +0.002/+0.012 0.000/-0.006 D938-A3C-0440 4.40 24 36 66 6 o D938-A3C-0590 5.90 28 36 66 6 o
@ Stock O Available upon Order >3-6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009 . ey
ST ~0007/40025 0.000/0.011 Note: Accept non-standard custom from D2to D20 tool. Nom n;l;_: Range +0'£(2f;1§?012 o_ogé/rf_)ooe
~18-20 *0.008/+0.029 | 00000013 @ Stock O Available upon Order >3-6 +0.004/+0.016 | 0.000/-0.008
Unit(mm) >6—10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013
Unit(mm)
Workpiece Material Workpiece Material
1234 5 67 12 3 1234 5 67 12 3
Carbon Steels. Alloy Steels Alloy Steels. Tool Steels PHand thrarii';el/el\gsrtensitic Grey Cast Irolr;(;nNodular Cast High Alloy Cast Iron Carbon Steels. Alloy Steels Alloy Steels. Tool Steels PHand thrarii';elél\gsrtensitic Grey Cast |ro|r;(;nNodular Cast High Alloy Cast Iron
(<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC) (<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC)
O O O O O ©) O O O O
© Most Suitable () Suitable ©) Most Suitable () Suitable
Recommended Cutting Data % P073 Recommended Cutting Data % P073
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A3C

3D Inner Cooling Twist Drills for Steel

Tmax=Lc-1.5xD

L4 ‘ Le e
‘L
Tmax-Recommended Maximum Depth
) Continue
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D938-A3C-0600 6.00 28 36 66 6 o D938-A3C-0750 7.50 41 36 79 8 o
D938-A3C-0610 6.10 34 36 79 8 o D938-A3C-0760 7.60 41 36 79 8 O
D938-A3C-0620 6.20 34 36 79 8 o D938-A3C-0770 7.70 41 36 79 8 O
D938-A3C-0630 6.30 34 36 79 8 O D938-A3C-0780 7.80 41 36 79 8 O
D938-A3C-0640 6.40 34 36 79 8 ([ D938-A3C-0790 7.90 41 36 79 8 O
D938-A3C-0650 6.50 34 36 79 8 o D938-A3C-0800 8.00 41 36 79 8 ()
D938-A3C-0660 6.60 34 36 79 8 o D938-A3C-0810 8.10 47 40 89 10 ([
D938-A3C-0670 6.70 34 36 79 8 o D938-A3C-0820 8.20 47 40 89 10 o
D938-A3C-0680 6.80 34 36 79 8 o D938-A3C-0830 8.30 47 40 89 10 o
D938-A3C-0690 6.90 34 36 79 8 o D938-A3C-0840 8.40 47 40 89 10 (]
D938-A3C-0700 7.00 34 36 79 8 (] D938-A3C-0850 8.50 47 40 89 10 (]
D938-A3C-0710 7.10 41 36 79 8 @) D938-A3C-0860 8.60 47 40 89 10 o
D938-A3C-0720 7.20 41 36 79 8 o D938-A3C-0870 8.70 47 40 89 10 o
D938-A3C-0730 7.30 41 36 79 8 o D938-A3C-0880 8.80 47 40 89 10 o
D938-A3C-0740 7.40 41 36 79 8 (] D938-A3C-0890 8.90 47 40 89 10 o

Note: Accept non-standard custom from D2to D20 tool. Nominal Size Range D(m7) d(he)

@ Stock O Available upon Order St omuoe [ oonoow
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

Unit(mm)

Workpiece Material

1234 5 67 12 3

PH and Ferrite/Martensitic | Grey Cast Iron. Nodular Cast

Carbon Steels. Alloy Steels Alloy Steels. Tool Steels Stainless Iron High Alloy Cast Iron
(<35HRC) (35-48HRC) (Z48HRQ) (<32HRO) (35-45HRC)
O O O O O

© Most Suitable () Suitable

Recommended Cutting Data % P073

030 _ GESAC

Solid Carbide Drills | HOLEMAKING TOOLS

D938-A3C

3D Inner Cooling Twist Drills for Steel

Tmax=Lc-1.5xD

Tmax-Recommended Maximum Depth

) Continue

Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D938-A3C-0900 9.00 47 40 89 10 @ D938-A3C-1050 1050 55 45 102 12 @
D938-A3C-0910 910 47 40 89 10 O D938-A3C-1060 1060 55 45 102 12 @
D938-A3C-0920 920 47 40 89 10 O D938-A3C-1070 1070 55 45 102 12 @
D938-A3C-0930 930 47 40 89 10 @ D938-A3C-1080 1080 55 45 102 12 @
D938-A3C-0940 940 47 40 89 10 @ D938-A3C-1090 1090 55 45 102 12 @
D938-A3C-0950 950 47 40 89 10 @ D938-A3C-1100 11.00 55 45 102 12 @
D938-A3C-0960 9.60 47 40 89 10 O D938-A3C-1110 1110 55 45 102 12 @
D938-A3C-0970 970 47 40 89 10 @ D938-A3C-1120 1120 55 45 102 12 @
D938-A3C-0980 9.80 47 40 89 10 @ D938-A3C-1130 1130 55 45 102 12 @
D938-A3C-0990 990 47 40 89 10 @ D938-A3C-1140 1140 55 45 102 12 @
D938-A3C-1000 10.00 47 40 89 10 @ D938-A3C-1150 1150 55 45 102 12 O
D938-A3C-1010 1010 55 45 102 12 @ D938-A3C-1160 1160 55 45 102 12 @
D938-A3C-1020 1020 55 45 102 12 @ D938-A3C-1170 1170 55 45 102 12 @
D938-A3C-1030 1030 55 45 102 12 @ D938-A3C-1180 11.80 55 45 102 12 @
D938-A3C-1040 1040 55 45 102 12 @ D938-A3C-1190 1190 55 45 102 12 @

Note: Accept non-standard custom from D2to D20 tool. Nominal Size Range D(m7) d(h6)

>2-3 +0.002/+0.012 0.000/-0.006
@ Stock O Available upon Order >3-6 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013

Unit(mm)

Workpiece Material

1234 5 67 12 3
Carbon Steels. Alloy Steels Alloy Steels. Tool Steels PHand Fse{arztr]el/ehs/lseartensitic Grey Cast IrolrggmNodular Cast High Alloy Cast Iron
(<35HRC) (35-48HRC) (Z48HRO) (<32HRC) (35-45HRC)
©) @) O O O
© Most Suitable () Suitable
Recommended Cutting Data % P073
GESAC _ 031




HOLEMAKING TOOLS | Solid Carbide Drills

D938-A3C

3D Inner Cooling Twist Drills for Steel

Tmax=Lc-1.5xD

‘ -~ 140°
L4 | Lc
L
Tmax-Recommended Maximum Depth
) Continue
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D938-A3C-1200 12.00 55 45 102 12 [ ) D938-A3C-1650 1650 73 48 123 18 o
D938-A3C-1250 1250 60 45 107 14 o D938-A3C-1680 16.80 73 48 123 18 O
D938-A3C-1280 12.80 60 45 107 14 o D938-A3C-1700 1700 73 48 123 18 o
D938-A3C-1300 13.00 60 45 107 14 o D938-A3C-1750 1750 73 48 123 18 o
D938-A3C-1350 13.50 60 45 107 14 o D938-A3C-1780 1780 73 48 123 18 O
D938-A3C-1380 13.80 60 45 107 14 @) D938-A3C-1800 18.00 73 48 123 18 o
D938-A3C-1400 1400 60 45 107 14 o D938-A3C-1850 1850 79 50 131 20 o
D938-A3C-1450 1450 65 48 115 16 o D938-A3C-1880 1880 79 50 131 20 O
D938-A3C-1480 1480 65 48 115 16 o D938-A3C-1900 19.00 79 50 131 20 O
D938-A3C-1500 1500 65 48 115 16 o D938-A3C-1950 1950 79 50 131 20 o
D938-A3C-1550 1550 65 48 115 16 O D938-A3C-1980 19.80 79 50 131 20 O
D938-A3C-1580 1580 65 48 115 16 O D938-A3C-2000 20.00 79 50 131 20 O
D938-A3C-1600 16.00 65 48 115 16 o
Note: Accept non-standard custom from D2to D20 tool. Nominal Size Range D(m7) d(he)
>)-3 +0.002/+0.012 0.000/-0.006
@ Stock O Available upon Order 36 10.004/+0.016 0.000/-0.008
>6-10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

Unit(mm)

Workpiece Material

1234 5 67 12 3

PH and Ferrite/Martensitic | Grey Cast Iron. Nodular Cast

Carbon Steels. Alloy Steels Alloy Steels. Tool Steels Stainless Iron High Alloy Cast Iron
(<35HRC) (35-48HRC) (Z48HRQ) (<32HRO) (35-45HRC)
O O O O O

© Most Suitable () Suitable

Recommended Cutting Data % P073

032 _ GESAC

Solid Carbide Drills | HOLEMAKING TOOLS

D938-A5N

5D External Cooling Twist Drills for Steel

AITiN
nano
Tmax=Lc-1.5xD

(e =k —

L4 ‘ Lc et
L
Tmax-Recommended Maximum Depth
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D938-A5N-0300 3.00 28 36 66 6 (] D938-A5N-0450 4.5 36 36 4 6 [ J
D938-A5N-0310 3.10 28 36 66 6 O D938-A5N-0460 4.6 36 36 74 6 O
D938-A5N-0320 3.20 28 36 66 6 (] D938-A5N-0465 4.65 36 36 4 6 O
D938-A5N-0330 3.30 28 36 66 6 o D938-A5N-0470 4.7 36 36 4 6 O
D938-A5N-0340 3.40 28 36 66 6 O D938-A5N-0480 4.8 44 36 82 6 [ J
D938-A5N-0350 3.50 28 36 66 6 () D938-A5N-0490 4.9 44 36 82 6 O
D938-A5N-0360 3.60 28 36 66 6 () D938-A5N-0500 5.0 44 36 82 6 [ J
D938-A5N-0370 3.70 28 36 66 6 O D938-A5N-0510 51 44 36 82 6 [ ]
D938-A5N-0380 3.80 36 36 4 6 o D938-A5N-0520 52 44 36 82 6 [ ]
D938-A5N-0390 3.90 36 36 4 6 O D938-A5N-0530 53 44 36 82 6 O
D938-A5N-0400 4.00 36 36 4 6 o D938-A5N-0540 5.4 44 36 82 6 O
D938-A5N-0410 4.10 36 36 4 6 O D938-A5N-0550 55 44 36 82 6 [ ]
D938-A5N-0420 4.20 36 36 4 6 o D938-A5N-0555 5.55 44 36 82 6 O
D938-A5N-0430 4.30 36 36 4 6 o D938-A5N-0560 5.6 44 36 82 6 [ J
D938-A5N-0440 4.40 36 36 4 6 o D938-A5N-0570 5.7 44 36 82 6 O
Note: Accept non-standard custom from D1 to D20 tool. Nominal Size Range D(m7) d(hé)
s | mieos | somoos
>6-10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013

Unit(mm)

Workpiece Material

1234 5 67 12 3

PH and Ferrite/Martensitic | Grey Cast Iron. Nodular Cast

Carbon Steels. Alloy Steels Alloy Steels. Tool Steels Stainless Iron High Alloy Cast Iron
(<35HRC) (35-48HRC) (Z48HRO) (<32HRC) (35-45HRC)
©) @) O O O
© Most Suitable () Suitable
Recommended Cutting Data % P073
GESAC _ 033




HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D938-A5N

5D External Cooling Twist Drills for Steel

D938-A5N

5D External Cooling Twist Drills for Steel

nano

nano

Tmax=Lc-1.5xD Tmax=Lc-1.5xD

T Sk ——sasma T vk —assasma
L4 ‘ Lc \r N L4 ‘ Lc -
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth

) Continue ) Continue

Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D938-A5N-0580 58 44 36 82 6 o D938-A5N-0730 73 53 36 91 8 O D938-A5N-0880 8.8 61 40 103 10 @ D938-A5N-1025 1025 71 45 118 12 O
D938-A5N-0590 59 44 36 82 6 ([ D938-A5N-0740 74 53 36 91 8 o D938-A5N-0890 8.9 61 40 103 10 O D938-A5N-1030 10.3 71 45 118 12 @
D938-A5N-0600 6.0 44 36 82 6 (] D938-A5N-0750 7.5 53 36 91 8 (] D938-A5N-0900 9.0 61 40 103 10 @ D938-A5N-1040 10.4 7145 118 12 O
D938-A5N-0610 6.1 53 36 91 8 O D938-A5N-0760 7.6 53 36 91 8 O D938-A5N-0910 9.1 61 40 103 10 @ D938-A5N-1050 10.5 71 45 118 12 @
D938-A5N-0620 6.2 53 36 91 8 (] D938-A5N-0770 77 53 36 91 8 (] D938-A5N-0920 9.2 61 40 103 10 O D938-A5N-1060 10.6 71 45 118 12 @
D938-A5N-0630 6.3 53 36 91 8 (] D938-A5N-0780 7.8 53 36 91 8 ([ D938-A5N-0930 9.3 61 40 103 10 @ D938-A5N-1070 10.7 71 45 118 12 @
D938-A5N-0640 6.4 53 36 91 8 (] D938-A5N-0790 79 53 36 91 8 O D938-A5N-0940 9.4 61 40 103 10 O D938-A5N-1080 10.8 7145 118 12 O
D938-A5N-0650 6.5 53 36 91 8 o D938-A5N-0800 8.0 53 36 91 8 ([ D938-A5N-0950 9.5 61 40 103 10 @ D938-A5N-1090 10.9 71 45 118 12 O
D938-A5N-0660 6.6 53 36 91 8 o D938-A5N-0810 8.1 61 40 103 10 O D938-A5N-0960 9.6 61 40 103 10 @ D938-A5N-1100 11.0 7145 118 12 @
D938-A5N-0670 6.7 53 36 91 8 o D938-A5N-0820 8.2 61 40 103 10 @ D938-A5N-0970 9.7 61 40 103 10 O D938-A5N-1110 11.1 71 45 118 12 @
D938-A5N-0680 6.8 53 36 91 8 o D938-A5N-0830 8.3 61 40 103 10 O D938-A5N-0980 9.8 61 40 103 10 @ D938-A5N-1120 11.2 7145 118 12 @
D938-A5N-0690 6.9 53 36 91 8 o D938-A5N-0840 8.4 61 40 103 10 @ D938-A5N-0990 9.9 61 40 103 10 @ D938-A5N-1130 113 71 45 118 12 O
D938-A5N-0700 7.0 53 36 91 8 o D938-A5N-0850 8.5 61 40 103 10 @ D938-A5N-1000 10.0 61 40 103 10 @ D938-A5N-1140 114 7145 118 12 @
D938-A5N-0710 7.1 53 36 91 8 o D938-A5N-0860 8.6 61 40 103 10 @ D938-A5N-1010 10.1 71 45 118 12 O D938-A5N-1150 11.5 71 45 118 12 O
D938-A5N-0720 12 53 36 91 8 O D938-A5N-0870 8.7 61 40 103 10 @ D938-A5N-1020 10.2 71 45 118 2 @ D938-A5N-1160 11.6 71 45 118 12 @

Note: Accept non-standard custom from D1 to D20 tool. Nominal Size Range D(m7) d(h6) Note: Accept non-standard custom from D1 to D20 tool. Nominal Size Range D(m7) d(hé)

® sk Onsisiesponcie e A L A
>6—10 +0.006/+0.021 0.000/-0.009 >6-10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/40.025 0.000/-0.011 >10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013 >18-20 +0.008/+0.029 0.000/-0.013

Unit(mm) Unit{mm)

Workpiece Material

Workpiece Material

1234 5 67 12 3 1234 5 67 12 3
Carbon Steels. Alloy Steels Alloy Steels. Tool Steels PHand Fg{arztr]el/ehs/lseartensitic Grey Cast IrolrrmgmNodular Cast High Alloy Cast Iron Carbon Steels. Alloy Steels Alloy Steels. Tool Steels PHand Fse{arztr]el/ehs/lseartensitic Grey Cast IrolrggmNodular Cast High Alloy Cast Iron
(<35HRC) (35-48HRC) (Z48HRO) (<32HRC) (35-45HRC) (<35HRC) (35-48HRC) (Z48HRO) (<32HRC) (35-45HRC)
(©) @) O O O ©) @) O O O
© Most Suitable () Suitable © Most Suitable () Suitable
Recommended Cutting Data % P073 Recommended Cutting Data % P073
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D938-A5N ] o [ D938-A5C

nano

5D External Cooling Twist Drills for Steel 5D Inner Cooling Twist Drills for Steel
Tmax=Lc-1.5xD Tmax=Lc-1.5xD
U =1 ) = ghe
‘ \"140°
L4 Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
) Continue
Ordering Code D(m7) Lc L4 L  d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7)  Lc L4 L d(h6) Stock
D938-A5N-1170 11.7 71 45 118 12 O D938-A5N-1480 14.8 83 48 133 16 O D938-A5C-0300 3.00 28 36 66 6 @ D938-A5C-0450 4.50 36 36 74 6 o
D938-A5N-1180 11.8 71 45 118 2 @ D938-A5N-1500 15.0 83 48 133 16 O D938-A5C-0310 3.10 28 36 66 6 o D938-A5C-0460 4.60 36 36 74 6 o
D938-A5N-1190 119 71 45 118 2 @ D938-A5N-1550 15.5 83 48 133 16 O D938-A5C-0320 3.20 28 36 66 6 [ D938-A5C-0465 4.65 36 36 4 6 ([
D938-A5N-1200 12.0 71 45 118 2 @ D938-A5N-1580 15.8 83 48 133 16 O D938-A5C-0330 3.30 28 36 66 6 (] D938-A5C-0470 4.70 36 36 4 6 o
D938-A5N-1220 12.2 7745 124 14 O D938-A5N-1600 16.0 83 48 133 6 @ D938-A5C-0340 3.40 28 36 66 6 [ ] D938-A5C-0480 4.80 44 36 82 6 ([
D938-A5N-1230 12.3 77T 45 124 14 @ D938-A5N-1650 16.5 93 48 143 18 O D938-A5C-0350 3.50 28 36 66 6 (] D938-A5C-0490 4.90 44 36 82 6 ([
D938-A5N-1240 12.4 77T 45 124 14 O D938-A5N-1660 16.6 93 48 143 8 @ D938-A5C-0360 3.60 28 36 66 6 [ ] D938-A5C-0500 5.00 44 36 82 6 ([
D938-A5N-1250 12.5 77T 45 124 14 @ D938-A5N-1680 16.8 93 48 143 18 O D938-A5C-0370 3.70 28 36 66 6 @ D938-A5C-0510 5.10 44 36 82 6 o
D938-A5N-1280 12.8 77T 45 124 14 O D938-A5N-1700 17.0 93 48 143 18 @ D938-A5C-0380 3.80 36 36 74 6 [ ) D938-A5C-0520 5.20 44 36 82 6 o
D938-A5N-1300 13.0 77T 45 124 14 @ D938-A5N-1750 17.5 93 48 143 18 @ D938-A5C-0390 3.90 36 36 74 6 o D938-A5C-0530 5.30 44 36 82 6 (]
D938-A5N-1350 135 77T 45 124 14 O D938-A5N-1780 17.8 93 48 143 18 O D938-A5C-0400 4.00 36 36 74 6 @ D938-A5C-0540 5.40 44 36 82 6 o
D938-A5N-1380 13.8 77T 45 124 14 O D938-A5N-1800 18.0 93 48 143 18 O D938-A5C-0410 4.10 36 36 74 6 o D938-A5C-0550 5.50 44 36 82 6 o
D938-A5N-1400 14.0 77T 45 124 14 @ D938-A5N-1850 18.5 101 50 153 20 O D938-A5C-0420 4.20 36 36 74 6 @ D938-A5C-0555 5.55 44 36 82 6 o
D938-A5N-1430 14.3 83 48 133 6 @ D938-A5N-1900 19.0 101 50 153 20 O D938-A5C-0430 4.30 36 36 74 6 o D938-A5C-0560 5.60 44 36 82 6 o
D938-A5N-1450 14.5 83 48 133 6 @ D938-A5N-1950 19.5 101 50 153 20 O D938-A5C-0440 4.40 36 36 74 6 @ D938-A5C-0570 5.70 44 36 82 6 o
DI38-ASN-1460 14.6 83 48 133 16 ) DI38-A5N-2000 200 101 50 153 20 Note: Accept non-standard Customization from D2 to D20 tool. Nominal Size Range D(m7) d(he)
Note: Accept non-standard custom from D1 to D20 tool. Nominal Size Range D(m7) d(h6) @ Stock O Available upon Order i:é :gggmgﬁ ggg%gggg
) >2-3 +0.002/+0.012 0.000/-0.006 >6-10 +0.006/+0.021 0.000/-0.009
@ Stock O Available upon Order >36 +0.004/+0.016 | 0.000/-0.008 >10-18 +0.007/+0.025 | 0.000/-0.011
>6-10 +0.006/+0.021 0.000/-0.009 >18-20 +0.008/+0.029 0.000/-0.013
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 | 0.000/-0.013 unitmm)
Unit(mm)
Workpiece Material Workpiece Material
1234 5 67 12 3 1234 5 67 12 3
Carbon Steels. Alloy Steels Alloy Steels, Tool Steels PHand Fg{;%tr]el/ehél;rtensitic Grey Cast IrolrggmNodular Cast High Alloy Cast Iron Carbon Steels. Alloy Steels Alloy Steels, Tool Steels PHand Fg{;%tr]el/ehél;rtensitic Grey Cast IrolrggmNodular Cast High Alloy Cast Iron
(<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC) (<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC)
©) O O O O O O O O O
© Most Suitable () Suitable © Most Suitable () Suitable
Recommended Cutting Data % P073 Recommended Cutting Data % P073
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D938-A5C ] =0 [ D938-A5C

5D Inner Cooling Twist Drills for Steel 5D Inner Cooling Twist Drills for Steel

Tmax=Lc-1.5xD

Tmax=Lc-1.5xD

‘ T raer ‘ T o
L4 Lc L4 Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
) Continue ) Continue
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7)  Lc L4 L d(h6) Stock
D938-A5C-0580 5.80 44 36 82 6 o D938-A5C-0730 7.30 53 36 91 8 o D938-A5C-0870 8.70 61 40 103 10 @ D938-A5C-1010 10.10 71 45 118 12 o
D938-A5C-0590 5.90 44 36 82 6 (] D938-A5C-0740 7.40 53 36 91 8 o D938-A5C-0880 8.80 61 40 103 10 o D938-A5C-1020 10.20 71 45 118 12 o
D938-A5C-0600 6.00 44 36 82 6 o D938-A5C-0745 7.45 53 36 91 8 o D938-A5C-0890 8.90 61 40 103 10 [ D938-A5C-1030 10.30 71 45 118 12 ([
D938-A5C-0610 6.10 53 36 91 8 o D938-A5C-0750 7.50 53 36 91 8 o D938-A5C-0900 9.00 61 40 103 10 (] D938-A5C-1040 10.40 71 45 118 12 o
D938-A5C-0620 6.20 53 36 91 8 o D938-A5C-0760 7.60 53 36 91 8 o D938-A5C-0910 9.10 61 40 103 10 [ ] D938-A5C-1050 10.50 71 45 118 12 ([
D938-A5C-0630 6.30 53 36 91 8 o D938-A5C-0770 7.70 53 36 91 8 o D938-A5C-0920 9.20 61 40 103 10 O D938-A5C-1060 10.60 71 45 118 12 ([
D938-A5C-0640 6.40 53 36 91 8 ([ J D938-A5C-0780 7.80 53 36 91 8 o D938-A5C-0930 9.30 61 40 103 10 [ ] D938-A5C-1070 10.70 71 45 118 12 ([
D938-A5C-0650 6.50 53 36 91 8 o D938-A5C-0790 7.90 53 36 91 8 o D938-A5C-0935 9.35 61 40 103 10 @ D938-A5C-1080 10.80 71 45 118 12 o
D938-A5C-0660 6.60 53 36 91 8 o D938-A5C-0800 8.00 53 36 91 8 [ ) D938-A5C-0940 9.40 61 40 103 10 [ ) D938-A5C-1090 10.90 71 45 118 12 o
D938-A5C-0670 6.70 53 36 91 8 o D938-A5C-0810 8.10 61 40 103 10 o D938-A5C-0950 9.50 61 40 103 10 o D938-A5C-1100 11.00 71 45 118 12 (]
D938-A5C-0680 6.80 53 36 91 8 o D938-A5C-0820 8.20 61 40 103 10 @ D938-A5C-0960 9.60 61 40 103 10 O D938-A5C-1110 11.10 71 45 118 12 o
D938-A5C-0690 6.90 53 36 91 8 o D938-A5C-0830 8.30 61 40 103 10 o D938-A5C-0970 9.70 61 40 103 10 o D938-A5C-1120 11.20 71 45 118 12 o
D938-A5C-0700 7.00 53 36 91 8 o D938-A5C-0840 8.40 61 40 103 10 [ ) D938-A5C-0980 9.80 61 40 103 10 @ D938-A5C-1130 11.30 71 45 118 12 o
D938-A5C-0710 7.10 53 36 91 8 (] D938-A5C-0850 8.50 61 40 103 10 o D938-A5C-0990 9.90 61 40 103 10 o D938-A5C-1140 11.40 71 45 118 12 o
D938-A5C-0720 7.20 53 36 91 8 o D938-A5C-0860 8.60 61 40 103 10 o D938-A5C-1000 10.00 61 40 103 10 @ D938-A5C-1150 11.50 71 45 118 12 o
Note: Accept non-standard Customization from D2 to D20 tool. Nominal Size Range D(m7) d(h6) Note: Accept non-standard Customization from D2 to D20 tool. Nominal Size Range D(m7) d(h6)
® stock O Available upon Order e womane oo ® stock O available upon Order Sis | vaovsmome | oomoom
>6-10 +0.006/+0.021 0.000/-0.009 >6-10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011 >10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013 >18-20 +0.008/+0.029 0.000/-0.013
Unit(mm) Unit(mm)
Workpiece Material Workpiece Material
1234 5 67 12 3 1234 5 67 12 3
Carbon Steels. Alloy Steels Alloy Steels, Tool Steels PHand Fg{arztr]el/ehs/lseartensitic Grey Cast IrolrrmgmNodular Cast High Alloy Cast Iron Carbon Steels. Alloy Steels Alloy Steels, Tool Steels PHand Fse{arztr]el/ehs/lseartensitic Grey Cast IrolrggmNodular Cast High Alloy Cast Iron
(<35HRC) (35-48HRC) (<48HRC) (<32HRQ) (35-45HRC) (<35HRC) (35-48HRC) (<48HRC) (<32HRQ) (35-45HRC)
O O O O O O O O O O
© Most Suitable () Suitable © Most Suitable () Suitable
Recommended Cutting Data % P073 Recommended Cutting Data % P073
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HOLEMAKING TOOLS | Solid Carbide Drills

D938-A5C

5D Inner Cooling Twist Drills for Steel

Tmax=Lc-1.5xD

'OJ - > o
‘ \»"140°
L4 | Lc
L
Tmax-Recommended Maximum Depth
) Continue
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D938-A5C-1160 11.60 71 45 118 12 O D938-A5C-1550 15.50 83 48 133 16 ([
D938-A5C-1170 11.70 71 45 118 12 o D938-A5C-1580 15.80 83 48 133 16 ( J
D938-A5C-1180 11.80 71 45 118 12 o D938-A5C-1600 16.00 83 48 133 16 o
D938-A5C-1190 11.90 71 45 118 12 o D938-A5C-1650 16.50 93 48 143 18 o
D938-A5C-1200 12.00 71 45 118 12 o D938-A5C-1680 16.80 93 48 143 18 O
D938-A5C-1250 12.50 T 45 124 14 o D938-A5C-1700 17.00 93 48 143 18 o
D938-A5C-1280 12.80 T 45 124 14 O D938-A5C-1750 17.50 93 48 143 18 o
D938-A5C-1300 13.00 i 45 124 14 o D938-A5C-1780 17.80 93 48 143 18 O
D938-A5C-1350 13.50 T 45 124 14 o D938-A5C-1800 18.00 93 48 143 18 [ J
D938-A5C-1380 13.80 T 45 124 14 o D938-A5C-1850 18.50 101 50 153 20 o
D938-A5C-1400 14.00 T 45 124 14 o D938-A5C-1880 18.80 101 50 153 20 O
D938-A5C-1450 14.50 83 48 133 16 o D938-A5C-1900 19.00 101 50 153 20 o
D938-A5C-1480 14.80 83 48 133 16 o D938-A5C-1950 19.50 101 50 153 20 o
D938-A5C-1500 15.00 83 48 133 16 o D938-A5C-1980 19.80 101 50 153 20 o
D938-A5C-1510 15.10 83 48 133 16 o D938-A5C-2000 20.00 101 50 153 20 o
Note: Accept non-standard Customization from D2 to D20 tool. Nominal Size Range D(m7) d(he)
>2-3 +0.002/+0.012 0.000/-0.006
@ Stock O Available upon Order >3-6 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013

Unit(mm)

Workpiece Material

1234 5 67 12 3

PHand Ferr[te/Martensitic Grey Cast Iron. Nodular Cast

Carbon Steels. Alloy Steels Alloy Steels, Tool Steels High Alloy Cast Iron
(<35HRC) (35-48HRC) (ﬁj‘é‘gﬁfé) (< '3?;"%) (35-45HRC)
O O O O O

© Most Suitable () Suitable

Recommended Cutting Data % P373

040 _ GESAC

Solid Carbide Drills | HOLEMAKING TOOLS

D938-A8C

8D Inner Cooling Twist Drills for Steel

nano

| Tmax=LC-15XD ,

e === ==

L4 [ Lc fa0°

Tmax-Recommended Maximum Depth

Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D938-A8C-0300 3.00 34 36 72 6 o D938-A8C-0450 4.50 43 36 81 6 [ J
D938-A8C-0310 3.10 34 36 72 6 o D938-A8C-0460 4.60 43 36 81 6 O
D938-A8C-0320 3.20 34 36 2 6 o D938-A8C-0470 4.70 43 36 81 6 O
D938-A8C-0330 3.30 34 36 2 6 ([ D938-A8C-0480 4.80 57 36 95 6 O
D938-A8C-0340 3.40 34 36 2 6 o D938-A8C-0490 4.90 57 36 95 6 O
D938-A8C-0350 3.50 34 36 2 6 o D938-A8C-0500 5.00 57 36 95 6 [ J
D938-A8C-0360 3.60 34 36 72 6 o D938-A8C-0510 5.10 57 36 95 6 [ J
D938-A8C-0370 3.70 34 36 2 6 @) D938-A8C-0520 5.20 57 36 95 6 [ ]
D938-A8C-0380 3.80 43 36 81 6 O D938-A8C-0530 5.30 57 36 95 6 O
D938-A8C-0390 3.90 43 36 81 6 (] D938-A8C-0540 5.40 57 36 95 6 O
D938-A8C-0400 4.00 43 36 81 6 o D938-A8C-0550 5.50 57 36 95 6 o
D938-A8C-0410 4.10 43 36 81 6 o D938-A8C-0560 5.60 57 36 95 6 O
D938-A8C-0420 4.20 43 36 81 6 o D938-A8C-0570 5.70 57 36 95 6 O
D938-A8C-0430 4.30 43 36 81 6 @) D938-A8C-0580 5.80 57 36 95 6 [ J
D938-A8C-0440 4.40 43 36 81 6 O D938-A8C-0590 5.90 57 36 95 6 O

Note: Accept non-standard custom from D3 to D20 tool. Nominal Size Range D(m7) d(h6)

@ Stock O Available upon Order i;:z :gggixggié gggg;gggg
>6-10 +0.006/+0.021 | 0.000/-0.009
>10-18 +0.007/+0.025 | 0.000/-0.011
>18-20 +0.008/+0.029 | 0.000/-0.013

Unit(mm)

Workpiece Material

P M K

1234 5 67 123 12 3
Carbon Steels. Alloy PH and Ferrite/Martensitic Grey Cast Iron. :
Steels Alloy S(tgg_liéHTﬁal Steels Stainless Stainless Steel Nodular Cast Iron H 'g%Asl_l%'SSét) Iron
(<35HRC) (<48HRC) (<32HRC)
O O O O O O

©) Most Suitable () Suitable

Recommended Cutting Data 3 P075

GESAC _ 041




HOLEMAKING TOOLS |

D938-A8C

8D Inner Cooling Twist Drills for Steel

L4 [

Tmax=LC-15XD

Solid Carbide Drills

LC

140°

Tmax-Recommended Maximum Depth

) Continue

Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D938-A8C-0600 6.00 57 36 95 6 o D938-A8C-0740 740 76 36 114 8 o
D938-A8C-0610 610 76 36 114 8 o D938-A8C-0750 750 76 36 114 8 o
D938-A8C-0620 620 76 36 114 8 O D938-A8C-0760 760 76 36 114 8 O
D938-A8C-0630 630 76 36 114 8 O D938-A8C-0770 770 76 36 114 8 O
D938-A8C-0640 640 76 36 114 8 O D938-A8C-0780 780 76 36 114 8 O
D938-A8C-0650 650 76 36 114 8 (] D938-A8C-0790 790 76 36 114 8 ()
D938-A8C-0660 6.60 76 36 114 8 ([ D938-A8C-0800 800 76 36 114 8 [
D938-A8C-0670 670 76 36 114 8 O D938-A8C-0810 810 95 40 142 10 O
D938-A8C-0680 680 76 36 114 8 o D938-A8C-0820 820 95 40 142 10 @
D938-A8C-0690 690 76 36 114 8 o D938-A8C-0830 830 95 40 142 10 O
D938-A8C-0700 700 76 36 114 8 o D938-A8C-0840 840 95 40 142 10 O
D938-A8C-0710 7.10 76 36 114 8 o D938-A8C-0850 8.50 95 40 142 10 o
D938-A8C-0720 7.20 76 36 114 8 @) D938-A8C-0860 8.60 95 40 142 10 @)
D938-A8C-0730 730 76 36 114 8 O D938-A8C-0870 870 95 40 142 10 @

Note: Accept non-standard custom from D3 to D20 tool. Nominal Size Range D(m7) d(h6)

® stock O Available upon Order Sis oot | ooonoom
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

Unit(mm)

Workpiece Material
P M K
1234 5 67 123 12 3

Carbon Steels. Alloy

PH and Ferr[te/Martensitic

Grey Cast Iron.

High Alloy Cast Iron

Alloy Steels. Tool Steels )

Steels Stainless Stainless Steel Nodular Cast Iron

(<35HRC) (35-48HRC) (<48HRO) (<300R0) (35-45HRC)
O © O O O O

© Most Suitable () Suitable

Recommended Cutting Data % P075

042 _ GESAC

D938-A8C

8D Inner Cooling Twist Drills for Steel

L4 [

Tmax=LC-15XD

LC

140°

Tmax-Recommended Maximum Depth

Solid Carbide Drills |

HOLEMAKING TOOLS

nano

) Continue

Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7)  Lc L4 L d(h6) Stock
D938-A8C-0880 8.80 95 40 142 10 @ D938-A8C-1200 12.00 114 45 162 2 @
D938-A8C-0890 8.90 95 40 142 10 O D938-A8C-1220 1220 133 45 182 14 O
D938-A8C-0900 9.00 95 40 142 10 @ D938-A8C-1250 1250 133 45 182 14 @
D938-A8C-0930 9.30 95 40 142 10 @ D938-A8C-1280 1280 133 45 182 14 O
D938-A8C-0950 9.50 95 40 142 10 @ D938-A8C-1300 13.00 133 45 182 14 @
D938-A8C-0980 9.80 95 40 142 10 O D938-A8C-1350 1350 133 45 182 14 @
D938-A8C-1000 10.00 95 40 142 10 @ D938-A8C-1380 1380 133 45 182 14 @
D938-A8C-1020 1020 114 45 162 2 @ D938-A8C-1400 1400 133 45 182 14 @
D938-A8C-1030 1030 114 45 162 12 O D938-A8C-1420 1420 152 48 203 16 O
D938-A8C-1050 10.50 114 45 162 2 @ D938-A8C-1450 1450 152 48 203 16 O
D938-A8C-1080 10.80 114 45 162 2 @ D938-A8C-1480 1480 152 48 203 16 @
D938-A8C-1100 11.00 114 45 162 2 @ D938-A8C-1500 1500 152 48 203 16 @
D938-A8C-1120 1120 114 45 162 2 @ D938-A8C-1550 1550 152 48 203 16 @
D938-A8C-1150 1150 114 45 162 12 O D938-A8C-1580 1580 152 48 203 16 @
D938-A8C-1180 11.80 114 45 162 2 @ D938-A8C-1600 16.00 152 48 203 16 @

Note: Accept non-standard custom from D3 to D20 tool. Nominal Size Range D(m7) d(hé)

ok O ot pon e e
>6-10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013

Unit(mm)

Workpiece Material
P M K
1234 5 67 123 12 3

Carbon Steels. Alloy

PHand Ferr{te/Martensitic

Grey Cast Iron.

High Alloy Cast Iron

Alloy Steels. Tool Steels )
Steels Stainless Stainless Steel Nodular Cast Iron
(<35HRC) (35-48HRC) (X48HRC) (3RO (35-45HRC)
O O O O O O
©) Most Suitable () Suitable
Recommended Cutting Data 3 P075
GESAC _ 043




HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D938-A12C = i [120{ P D938-A15C =

i frsol B

12D Twist deep Drills for Steel 15D Twist deep Drills for Steel
‘ Tmax=Lc-1.5xD ‘ Tmax=Lc-1.5xD
. = L e S S S L e S S S )
L4 Lc L4 Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
Ordering Code D(h7) Lc L4 L d(h6) Stock Ordering Code D(h7) Lc L4 L d(h6) Stock Ordering Code D(h7) Lc L4 L d(h6) Stock Ordering Code D(h7) Lc L4 L d(h6) Stock
D938-A12C-0300 3 54 36 92 6 O D938-A12C-0700 7 110 36 148 8 O D938-A15C-0300 3 55 36 95 6 O D938-A15C-0650 6.5 127 36 167 8 O
D938-A12C-0330 33 54 36 92 6 O D938-A12C-0800 8 110 36 148 8 @ D938-A15C-0330 33 67 36 106 6 O D938-A15C-0680 6.8 127 36 167 8 O
D938-A12C-0350 35 54 36 92 6 [ ] D938-A12C-0850 85 138 40 180 10 O D938-A15C-0350 35 76 36 116 6 O D938-A15C-0700 7 127 36 167 8 O
D938-A12C-0400 4 64 36 102 6 O D938-A12C-0900 9 138 40 180 10 O D938-A15C-0380 3.8 76 36 116 6 O D938-A15C-0800 8 143 36 183 8 (]
D938-A12C-0460 4.6 64 36 102 6 [ ] D938-A12C-0980 9.8 138 40 180 10 O D938-A15C-0400 4 76 36 116 6 O D938-A15C-0850 85 160 40 204 10 O
D938-A12C-0470 4.7 64 36 102 6 [ ] D938-A12C-1000 10 138 40 180 10 O D938-A15C-0420 4.2 93 36 133 6 O D938-A15C-0900 9 160 40 204 10 (]
D938-A12C-0450 4.8 83 36 121 6 O D938-A12C-1050 10.5 158 45 206 12 O D938-A15C-0450 4.5 93 36 133 6 O D938-A15C-0980 9.8 17T 40 221 10 O
D938-A12C-0500 5 83 36 121 6 @ D938-A12C-1100 11 158 45 206 12 O D938-A15C-0450 4.8 93 36 133 6 O D938-A15C-1000 10 177 40 221 10 O
D938-A12C-0550 5.5 83 36 121 6 [ ) D938-A12C-1200 12 158 45 206 12 [ ) D938-A15C-0500 5 93 36 133 6 O D938-A15C-1050 10.5 198 45 247 12 O
D938-A12C-0560 56 83 36 121 6 O D938-A12C-1250 1255 182 45 230 14 O D938-A15C-0550 5.5 110 36 150 6 O D938-A15C-1100 11 198 45 247 12 O
D938-A12C-0600 6 83 36 121 6 O D938-A12C-1300 13 182 45 230 14 O D938-A15C-0560 5.6 110 36 150 6 O D938-A15C-1200 12 214 45 263 12 O
D938-A12C-0610 6.1 110 36 148 8 O D938-A12C-1400 14 182 45 230 14 O D938-A15C-0600 6 110 36 150 6 O D938-A15C-1250 12.5 248 45 297 14 O
D938-A12C-0630 6.3 110 36 148 8 O D938-A12C-1450 14.5 208 48 230 16 O D938-A15C-0610 6.1 127 36 167 8 O D938-A15C-1300 13 248 45 297 14 O
D938-A12C-0650 6.5 110 36 148 8 O D938-A12C-1500 15 208 48 230 16 O D938-A15C-0630 6.3 127 36 167 8 O D938-A15C-1400 14 248 45 297 14 O
D938-A12C-0680 6.8 110 36 148 8 O D938-A12C-1600 16 208 48 230 16 O Note: Accept non-standard custom from D3 to D20 tool. .
Nominal Size Range D(hT7) d(h6)
Note: Accept non-standard custom from D3 to D20 tool. Nominal Size Range D(h7) d(he) @ Stock O Available upon Order >3—6 0.000/-0.012 0.000/-0.008
' S 0.000/-0.012 0.000/-0.008 >6—10 0.000/-0.015 0.000/-0.009
@ Stock O Available upon Order o 10 0'000/70'015 0'000/70'009 >10-18 0.000/-0.018 0.000/-0.011
>10-18 0:000/-0:018 02000/-02011 >18=20 000070021 0.000/-0.013
>18-20 0.000/-0.021 0.000/-0.013 Unit(mm)
Unit(mm)
Workpiece Material Workpiece Material
1234 5 67 123 12 3 1234 5 67 123 12 3
Carbon Steels. Alloy Alloy Steel | | PH and Ferrite/Martensitic Grey Cast Iron. ioh All Carbon Steels. Alloy Il | | | PH and Ferrite/Martensitic Grey Cast Iron. ioh All
Steels y Steels, Tool Steels Stainless Stainless Steel Nodular Cast Iron High Alloy Cast Iron Steels Alloy Steels, Tool Steels Stainless Stainless Steel Nodular Cast Iron High Alloy Cast Iron
(<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC) (<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC)
O @) O O O O O O O O O O
© Most Suitable () Suitable ©) Most Suitable () Suitable
Recommended Cutting Data % P075 Recommended Cutting Data 3 P075
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D918-A3N E80 D918-A3N

mEn

3D External Cooling Twist Drills for General Purpose 3D External Cooling Twist Drills for General Purpose
Tmax=Lc-1.5xD Tmax=Lc-1.5xD
_ ) . ~ T [ —— s
Ul i B e e——i _— é\’ Ul - - e — e é\*
140° 140°
L4 ‘ ‘ Lc L4 ‘ ‘ Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
) Continue
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7)  Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D918-A3N-0300 3.00 20 36 62 6 @) D918-A3N-0550 5.50 28 36 66 6 o D918-A3N-0780 7.80 41 36 79 8 O D918-A3N-1040 10.40 55 45 102 12 O
D918-A3N-0325 3.25 20 36 62 6 O D918-A3N-0560 5.60 28 36 66 6 o D918-A3N-0800 8.00 41 36 79 8 o D918-A3N-1050 10.50 55 45 102 12 O
D918-A3N-0330 3.30 20 36 62 6 o D918-A3N-0580 5.80 28 36 66 6 o D918-A3N-0810 8.10 47 40 89 10 O D918-A3N-1060 10.60 55 45 102 2 O
D918-A3N-0340 3.40 20 36 62 6 O D918-A3N-0600 6.00 28 36 66 6 o D918-A3N-0840 8.40 47 40 89 10 @ D918-A3N-1080 10.80 55 45 102 2 @
D918-A3N-0350 3.50 20 36 62 6 O D918-A3N-0610 6.10 34 36 79 8 O D918-A3N-0850 8.50 47 40 89 0 @ D918-A3N-1100 11.00 55 45 102 2 @
D918-A3N-0370 3.70 20 36 62 6 O D918-A3N-0620 6.20 34 36 79 8 o D918-A3N-0860 8.60 47 40 89 10 O D918-A3N-1120 11.20 55 45 102 2 O
D918-A3N-0400 4.00 24 36 66 6 O D918-A3N-0630 6.30 34 36 79 8 o D918-A3N-0870 8.70 47 40 89 10 O D918-A3N-1150 11.50 55 45 102 2 O
D918-A3N-0420 4.20 24 36 66 6 o D918-A3N-0650 6.50 34 36 79 8 O D918-A3N-0880 8.80 47 40 89 10 O D918-A3N-1180 11.80 55 45 102 12 O
D918-A3N-0430 4.30 24 36 66 6 O D918-A3N-0660 6.60 34 36 79 8 o D918-A3N-0900 9.00 47 40 89 10 O D918-A3N-1200 12.00 55 45 102 2 O
D918-A3N-0450 4.50 24 36 66 6 o D918-A3N-0680 6.80 34 36 79 8 O D918-A3N-0930 9.30 47 40 89 10 O D918-A3N-1225 12.25 60 45 107 14 O
D918-A3N-0465 4.65 24 36 66 6 O D918-A3N-0690 6.90 34 36 79 8 o D918-A3N-0950 9.50 47 40 89 10 @ D918-A3N-1250 12.50 60 45 107 4 @
D918-A3N-0480 4.80 28 36 66 6 @) D918-A3N-0700 7.00 34 36 79 8 o D918-A3N-0960 9.60 47 40 89 10 O D918-A3N-1270 12.70 60 45 107 14 O
D918-A3N-0500 5.00 28 36 66 6 @) D918-A3N-0720 7.20 41 36 79 8 o D918-A3N-0980 9.80 47 40 89 10 O D918-A3N-1275 12.75 60 45 107 4 @
D918-A3N-0510 5.10 28 36 66 6 (] D918-A3N-0740 7.40 41 36 79 8 @) D918-A3N-1000 10.00 47 40 89 10 O D918-A3N-1280 12.80 60 45 107 14 O
D918-A3N-0520 520 28 36 66 6 o D918-A3N-0750 7.50 41 36 79 8 @) D918-A3N-1025 10.25 55 45 102 2 @ D918-A3N-1300 13.00 60 45 107 4 @
Note: Accept non-standard Customization from D2 to D20 tool. Nominal Size Range D(m7) d(h6) Note: Accept non-standard Customization from D2 to D20 tool. Nominal Size Range D(m7) d(h6)
) >2-3 +0.002/+0.012 0.000/-0.006 >2-3 +0.002/+0.012 0.000/-0.006
@ stock O Available upon Order >376 +0.004/+0.016 | 0.000/-0.008 @ Stock O Available upon Order >3-6 +0.004/+0.016 | 0.000/-0.008
>6-10 +0.006/+0.021 0.000/-0.009 >6—10 +0,006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011 >10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013 >18-20 +0.008/+0.029 0.000/-0.013
Unit(mm) Unit(mm)
Workpiece Material Workpiece Material
1234 5 6 123 12 3 12 3 4 1234 5 6 123 12 3 12 3 4
PH and Ferrite/ Grey Cast Iron. - Wrought S PH and Ferrite/ Grey Cast Iron. . Wrought L
Carbon Steels. | Alloy Steels. P High Alloy Cast L Cast Aluminium Carbon Steels. | Alloy Steels. . High Alloy Cast L Cast Aluminium
Aloy Steels’ | ToolSteels | MANEMSIC  ginjeqg syeel | Nodular Cast | T o I Aluminium Alloys, = UM Copper Alloys Aloy Steels’ | Tool Steels | MANMSIe oo sreel | Nodular Cast | T o P Aluminium Alloys, =2, G0 Copper Alloys
(<35HRC) (35-48HRC) (Z48HRO) (<32HRO) (3545HRC)  piovs (i< (S>12%) (<35HRC) (35-48HRC) (L48HRO) (<32HRO) (3545HRC)  sjiovs (i< 1) | (S>12%)
@) O O O O © O © O O
© Most Suitable () Suitable ©) Most Suitable () Suitable
Recommended Cutting Data % P079 Recommended Cutting Data 3% P076
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D918-A3N E80 D918-A3C

3D External Cooling Twist Drills for General Purpose 3D Inner Cooling Twist Drills for General Purpose

[0l

Tmax=Lc-1.5xD Tmax=Lc-1.5xD

- , . AN
Ul i B e —— Pé\* ° > k ‘P\é\“‘
140°
L4 ‘ ‘ Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
) Continue
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D918-A3N-1310 13.10 60 45 107 14 O D918-A3N-1650 16.50 73 48 123 18 O D918-A3C-0500 5.00 28 36 66 6 O D918-A3C-0710 7.10 41 36 79 8 O
D918-A3N-1350 13.50 60 45 107 14 O D918-A3N-1675 16.75 73 48 123 18 @) D918-A3C-0510 5.10 28 36 66 6 O D918-A3C-0740 7.40 41 36 79 8 O
D918-A3N-1380 13.80 60 45 107 14 O D918-A3N-1680 16.80 73 48 123 18 O D918-A3C-0520 520 28 36 66 6 O D918-A3C-0750 7.50 41 36 79 8 O
D918-A3N-1400 14.00 60 45 107 14 O D918-A3N-1700 17.00 73 48 123 18 O D918-A3C-0550 5.50 28 36 66 6 O D918-A3C-0780 7.80 41 36 79 8 O
D918-A3N-1425 14.25 65 48 115 16 @) D918-A3N-1750 17.50 73 48 123 18 o D918-A3C-0555 5.55 28 36 66 6 O D918-A3C-0800 8.00 41 36 79 8 O
D918-A3N-1450 14.50 65 48 115 16 o D918-A3N-1780 17.80 73 48 123 18 O D918-A3C-0580 5.80 28 36 66 6 O D918-A3C-0810 8.10 47 40 89 10 O
D918-A3N-1475 14.75 65 48 115 16 o D918-A3N-1800 18.00 73 48 123 18 O D918-A3C-0600 6.00 28 36 66 6 O D918-A3C-0840 8.40 47 40 89 10 O
D918-A3N-1480 14.80 65 48 115 16 @) D918-A3N-1850 18.50 79 50 131 20 O D918-A3C-0610 6.10 34 36 79 8 O D918-A3C-0850 8.50 47 40 89 10 O
D918-A3N-1500 15.00 65 48 115 16 O D918-A3N-1880 18.80 79 50 131 20 @) D918-A3C-0620 6.20 34 36 79 8 O D918-A3C-0860 8.60 47 40 89 10 O
D918-A3N-1510 15.10 65 48 115 16 O D918-A3N-1900 19.00 79 50 131 20 @) D918-A3C-0630 6.30 34 36 79 8 O D918-A3C-0870 8.70 47 40 89 10 O
D918-A3N-1550 15.50 65 48 115 16 O D918-A3N-1950 19.50 79 50 131 20 O D918-A3C-0650 6.50 34 36 79 8 O D918-A3C-0880 8.80 47 40 89 10 O
D918-A3N-1580 15.80 65 48 115 16 O D918-A3N-1980 19.80 79 50 131 20 @) D918-A3C-0660 6.60 34 36 79 8 @ D918-A3C-0900 9.00 47 40 89 10 [ ]
D918-A3N-1600 16.00 65 48 115 16 O D918-A3N-2000 20.00 79 50 131 20 @) D918-A3C-0680 6.80 34 36 79 8 O D918-A3C-0930 9.30 47 40 89 10 O
- D918-A3C-0690 6.90 34 36 79 8 O D918-A3C-0950 9.50 47 40 89 10 O
Note: Accept non-standard custom from D2 to D20 tool. Nominal Size Range D(m7) d(h6)
) >2-3 +0.002/+0.012 0.000/-0.006 D918-A3C-0700 7.00 34 36 79 8 O D918-A3C-0960 9.60 47 40 89 10 O
@ Stock O Available upon Order >3-6 +0.004/40.016 0.000/-0.008
;16():112 :g:gg%:g:g; 8:322;:8:822 Note: Accept non-standard custom from D3 to D20 tool. Nominal Size Range D(m7) d(h6)
>18-20 +0.008/+0.029 0.000/-0.013 @ Stock O Available upon Order >2-3 +0.002/+0.012 0.000/-0.006
i >3-6 +0.004/+0.016 0.000/-0.008
Unit(mm) >6-10 +0,006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013
Unit(mm)
Workpiece Material Workpiece Material
1234 5 6 123 12 3 12 3 4 1234 5 6 123 12 3 12 3 4
PH and Ferrite/ Grey Cast Iron. : Wrought . PH and Ferrite/ Grey Cast Iron. ; Wrought -
Carbon Steels. | Alloy Steels. P High Alloy Cast e Cast Aluminium Carbon Steels. | Alloy Steels. e High Alloy Cast oo Cast Aluminium
Alloy Steels Tool Steels M&;ﬁi?g;gc Stainless Steel NOdLljrlgrr] Cast Iron Alcir?tlxllﬂmnllﬁl\t)%s Alloys C(()gg%roﬁlléys Alloy Steels Tool Steels Msatratiir?;t;c Stainless Steel NodL‘J"lgg Cast Iron Alctgr;1t|/r;|lﬂnr:”ﬁlll%s Alloys C?E%%B'A_'“B%ys
(<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC) Alloys (Si<12%) (Si>12%) (<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC) Alloys (Si<12%) (Si>12%)
O O O O O O O O O O O O O O
© Most Suitable () Suitable ©) Most Suitable () Suitable
Recommended Cutting Data % P079 Recommended Cutting Data 3 P079
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D918-A3C {30 [P D918-A5N

3D Inner Cooling Twist Drills for General Purpose 5D External Cooling Twist Drills for General Purpose
Tmax=Lc-1.5xD Tmax=Lc-1.5xD
] AN R : L< 1/~
- S / - / B \/ o _*“F : ~ g o - I X \/ > a e \‘ < : <
7 140° ‘ " 140°
L4 Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
) Continue
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D918-A3C-0980 9.80 47 40 89 10 O D918-A3C-1275 12.75 60 45 107 14 O D918-A5N-0300 3.00 28 36 66 6 [ ) D918-A5N-0550 5.50 44 36 82 6 [ ]
D918-A3C-1000 10.00 47 40 89 10 @) D918-A3C-1280 12.80 60 45 107 14 @) D918-A5N-0325 3.25 28 36 66 6 O D918-A5N-0555 5.55 44 36 82 6 o
D918-A3C-1025 10.25 55 45 102 12 o D918-A3C-1300 13.00 60 45 107 14 O D918-A5N-0330 3.30 28 36 66 6 O D918-A5N-0580 5.80 44 36 82 6 [ )
D918-A3C-1040 10.40 55 45 102 12 O D918-A3C-1310 13.10 60 45 107 14 O D918-A5N-0340 3.40 28 36 66 6 o D918-A5N-0600 6.00 44 36 82 6 @
D918-A3C-1050 10.50 55 45 102 12 O D918-A3C-1350 13.50 60 45 107 14 O D918-A5N-0350 3.50 28 36 66 6 o D918-A5N-0610 6.10 53 36 91 8 O
D918-A3C-1060 10.60 55 45 102 12 O D918-A3C-1380 13.80 60 45 107 14 O D918-A5N-0370 3.70 28 36 66 6 O D918-A5N-0620 6.20 53 36 91 8 o
D918-A3C-1080 10.80 55 45 102 12 O D918-A3C-1400 14.00 60 45 107 14 O D918-A5N-0400 4.00 36 36 74 6 O D918-A5N-0630 6.30 53 36 91 8 O
D918-A3C-1100 11.00 55 45 102 12 O D918-A3C-1425 14.25 65 48 115 16 O D918-A5N-0420 4.20 36 36 74 6 o D918-A5N-0650 6.50 53 36 91 8 O
D918-A3C-1120 11.20 55 45 102 12 O D918-A3C-1450 14.50 65 48 115 16 O D918-A5N-0430 4.30 36 36 74 6 [ ) D918-A5N-0660 6.60 53 36 91 8 O
D918-A3C-1150 11.50 55 45 102 12 O D918-A3C-1475 14.75 65 48 115 16 @) D918-A5N-0450 4.50 36 36 74 6 O D918-A5N-0680 6.80 53 36 91 8 o
D918-A3C-1180 11.80 55 45 102 12 O D918-A3C-1480 14.80 65 48 115 16 O D918-A5N-0465 4.65 36 36 74 6 O D918-A5N-0690 6.90 53 36 91 8 O
D918-A3C-1200 12.00 55 45 102 12 o D918-A3C-1500 15.00 65 48 115 16 @) D918-A5N-0480 4.80 44 36 82 6 O D918-A5N-0700 7.00 53 36 91 8 [ ]
D918-A3C-1225 12.25 60 45 107 14 O D918-A3C-1510 15.10 65 48 115 16 @) D918-A5N-0500 5.00 44 36 82 6 [ ) D918-A5N-0710 7.10 53 36 91 8 O
D918-A3C-1250 12.50 60 45 107 14 O D918-A3C-1550 15.50 65 48 115 16 o D918-A5N-0510 5.10 44 36 82 6 o D918-A5N-0740 7.40 53 36 91 8 O
D918-A3C-1270 12.70 60 45 107 14 O D918-A3C-1580 15.80 65 48 115 16 O D918-A5N-0520 5.20 44 36 82 6 [ ) D918-A5N-0750 7.50 53 36 91 8 O
D918-A3C-1600 16.00 65 48 115 16 -
Note: Accept non-standard custom from D3 to 020 tool, O Note: Accept non-standard Customization from D2 to D20 tool. Nomina>IZSi_zz Range = (I)Jo(zr/rlz)om - Oodg?;i)ooe
@ Stock O Available upon Order Nominal Size Range D(m7) d(h6) @ Stock O Available upon Order >3-6 +O:004/+O:016 o:ooo/.o:oog
>2-3 +0.002/+0.012 0.000/-0.006 >6-10 +0,006/+0.021 0.000/-0.009
>3-6 +0.004/+0.016 0.000/-0.008 >10—18 +0.007/+0.025 0.000/-0.011
>6—10 +0.006/+0.021 0.000/-0.009 >18-20 +0.008/+0.029 0.000/-0.013
>10—18 +0.007/+0.025 0.000/-0.011
>18-20 10.008/+0.029 | 0.000/-0.013 Unit(mm)
Unit(mm)
Workpiece Material Workpiece Material
1234 5 6 123 12 3 12 3 4 1234 5 6 123 12 3 12 3 4
Carbon Steels. | Alloy Steels. PHMaar;tdeﬁiirtrilge/ ) G,(‘egdiﬁf, léggt High Alloy Cast Alum%\/nzzlsﬁgtltoys Cast Aluminium Copper Alloys Carbon Steels. | Alloy Steels. PHM‘;TSGES%'EE/ ) G,(‘egdial]glt, lcrg!t High Alloy Cast Alumvi\ml:n%?\tlloys Cast Aluminium Copper Alloys
Alloy Steels Tool Steels Stainless Stainless Steel Iron Iron Cast Aluminium Alloys (<200HB) Alloy Steels Tool Steels Stainless Stainless Steel iron Iron Cast Aluminiunm Alloys (<200HB)
(<35HRC) (35-48HRC) (<48HRO) (<32HRC) (35-45HRC)  |rlioys (si<izoe) = (SI>12%) (<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC)  lioys (si<120p)  (SI>12%)
O O O O O O O O O ©) O ©) O O
© Most Suitable () Suitable ©) Most Suitable () Suitable
Recommended Cutting Data % P079 Recommended Cutting Data 3 P079
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D918-A5N

5D External Cooling Twist Drills for General Purpose

(5D | D918-A5N

5D External Cooling Twist Drills for General Purpose

Tmax=Lc-1.5xD Tmax=Lc-1.5xD

- , . 1~
U[ ] - N a e, : ~ - \ o _cl - l‘L< N \/ > a — \‘ g : <~
‘ " 140° ‘ " 140°
L4 Lc L4 Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
) Continue ) Continue
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7)  Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D918-A5N-0780 7.80 53 36 91 8 @) D918-A5N-1040 10.40 71 45 118 12 o D918-A5N-1300 13.00 s 45 124 14 O D918-A5N-1650 16.50 93 48 143 18 O
D918-A5N-0800 8.00 53 36 91 8 O D918-A5N-1050 10.50 71 45 118 12 o D918-A5N-1350 13.50 T 45 124 4 @ D918-A5N-1675 16.75 93 48 143 18 O
D918-A5N-0810 8.10 61 40 103 10 o D918-A5N-1060 10.60 71 45 118 12 O D918-A5N-1380 13.80 T 45 124 14 O D918-A5N-1680 16.80 93 48 143 18 O
D918-A5N-0840 8.40 61 40 103 10 O D918-A5N-1080 10.80 71 45 118 12 O D918-A5N-1400 14.00 T 45 124 4 @ D918-A5N-1700 17.00 93 48 143 18 O
D918-A5N-0850 8.50 61 40 103 10 o D918-A5N-1100 11.00 71 45 118 12 O D918-A5N-1425 14.25 83 48 133 16 O D918-A5N-1750 17.50 93 48 143 18 O
D918-A5N-0860 8.60 61 40 103 10 O D918-A5N-1120 11.20 71 45 118 12 @) D918-A5N-1450 14.50 83 48 133 16 O D918-A5N-1780 17.80 93 48 143 18 O
D918-A5N-0870 8.70 61 40 103 10 ([ J D918-A5N-1150 11.50 71 45 118 12 O D918-A5N-1475 14.75 83 48 133 16 O D918-A5N-1800 18.00 93 48 143 18 O
D918-A5N-0880 8.80 61 40 103 10 o D918-A5N-1180 11.80 71 45 118 12 O D918-A5N-1480 14.80 83 48 133 16 @ D918-A5N-1850 1850 101 50 153 20 O
D918-A5N-0900 9.00 61 40 103 10 o D918-A5N-1200 12.00 71 45 118 12 o D918-A5N-1500 15.00 83 48 133 16 O D918-A5N-1900 19.00 101 50 153 20 O
D918-A5N-0930 9.30 61 40 103 10 O D918-A5N-1220 12.20 T 45 124 14 O D918-A5N-1510 15.10 83 48 133 16 O D918-A5N-1950 1950 101 50 153 20 O
D918-A5N-0950 9.50 61 40 103 10 O D918-A5N-1225 12.25 T 45 124 14 O D918-A5N-1550 15.50 83 48 133 16 O D918-A5N-1980 1980 101 50 153 20 O
D918-A5N-0970 9.70 61 40 103 10 o D918-A5N-1250 12.50 T 45 124 14 @ D918-A5N-1580 15.80 83 48 133 16 O D918-A5N-2000 2000 101 50 153 20 O
D918-A5N-0980 9.80 61 40 103 10 @) D918-A5N-1270 12.70 T 45 124 14 O D918-A5N-1600 16.00 83 48 133 16 O
Nominal Size Range D(m7) d(h6)
D918-A5N-1000 10.00 61 40 103 10 @) D918-A5N-1275 12.75 T 45 124 14 O Note: Accept non-standard Customization from D2 to D20 tool. i_z +gggi;+ggﬁ g.ggg;—g.ggg
D918-A5N-1025 1025 71 45 118 12 O DI18-ASN-1280 1280 77 45 124 14 O @ Stock O Available upon Order S6-10 +0.006/+0.021 | 0.000/-0.008
>10—-18 +0.007/+0.025 0.000/-0.011
Accept non-standard custom from D2 to D20 tool. Nominal Size Range D(m7) d(h6) >18-20 +0.008/+0.029 0.000/-0.013
@ Stock O Available upon Order = *0.002/+0.012 | 0.000/-0.006 Unit(mm)
>3-6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013
Unit(mm)
Workpiece Material Workpiece Material
1234 5 6 123 12 3 12 3 4 1234 5 6 123 12 3 12 3 4
PH and Ferrite/ Grey Cast Iron. ] Wrought . PH and Ferrite/ Grey Cast Iron. - Wrought .
Caﬁ)lgn Steels. | Alloy Steels. Martensitic ) Nodular Cast High Alloy Cast Aluminium Alloys, Cast Aluminium Copper Alloys Carbon Steels. | Alloy Steels. Martensitic ) Nodular Cast High Alloy Cast Aluminium Alloys, Cast Aluminium Copper Alloys
y Steels Tool Steels Stainless Stainless Steel Iron Iron Cast Aluminium Alloys (<200HB) Alloy Steels Tool Steels Stainless Stainless Steel iron Iron Cast Aluminium Alloys (<200HB)
(<35HRC) (35-48HRC) (<48HRC) (<32HRC) (B5-45HRC)  |rlioys (si<izop) = (SI>12%) (<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC)  lioys (si<120p)  (SI>12%)
O O O O O ©) O ©) O O
© Most Suitable () Suitable ©) Most Suitable () Suitable
Recommended Cutting Data % P079 Recommended Cutting Data 3 P079
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D918-A5C w30 | D918-A5C <l om] 50

5D Inner Cooling Twist Drills for General Purpose 5D Inner Cooling Twist Drills for General Purpose

Ut

Tmax=Lc-1.5xD Tmax=Lc-1.5xD

‘ ~7140°
L4 ‘ Lc
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
) Continue
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7)  Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D918-A5C-0500 5.00 44 36 82 6 @) D918-A5C-0710 7.10 53 36 91 8 @) D918-A5C-0980 9.80 61 40 103 10 O D918-A5C-1270 12.70 T 45 124 14 O
D918-A5C-0510 5.10 44 36 82 6 O D918-A5C-0740 7.40 53 36 91 8 O D918-A5C-1000 10.00 61 40 103 10 O D918-A5C-1275 12.75 T 45 124 14 O
D918-A5C-0520 520 44 36 82 6 O D918-A5C-0750 7.50 53 36 91 8 O D918-A5C-1025 10.25 71 45 118 12 O D918-A5C-1280 12.80 T 45 124 14 O
D918-A5C-0550 5.50 44 36 82 6 O D918-A5C-0780 7.80 53 36 91 8 O D918-A5C-1040 10.40 71 45 118 12 O D918-A5C-1300 13.00 T 45 124 14 O
D918-A5C-0555 5.55 44 36 82 6 O D918-A5C-0800 8.00 53 36 91 8 O D918-A5C-1050 10.50 71 45 118 12 O D918-A5C-1350 13.50 T 45 124 14 O
D918-A5C-0580 5.80 44 36 82 6 O D918-A5C-0810 8.10 61 40 103 10 O D918-A5C-1060 10.60 71 45 118 12 (] D918-A5C-1380 13.80 T 45 124 14 O
D918-A5C-0600 6.00 44 36 82 6 O D918-A5C-0840 8.40 61 40 103 10 O D918-A5C-1080 10.80 71 45 118 12 O D918-A5C-1400 14.00 T 45 124 14 O
D918-A5C-0610 6.10 53 36 91 8 @) D918-A5C-0850 8.50 61 40 103 10 @) D918-A5C-1100 11.00 71 45 118 12 O D918-A5C-1425 14.25 83 48 133 16 O
D918-A5C-0620 6.20 53 36 91 8 O D918-A5C-0860 8.60 61 40 103 10 @) D918-A5C-1120 11.20 71 45 118 12 O D918-A5C-1450 14.50 83 48 133 16 O
D918-A5C-0630 6.30 53 36 91 8 O D918-A5C-0870 8.70 61 40 103 10 o D918-A5C-1150 11.50 71 45 118 12 o D918-A5C-1475 14.75 83 48 133 16 O
D918-A5C-0650 6.50 53 36 91 8 O D918-A5C-0880 8.80 61 40 103 10 o D918-A5C-1180 11.80 71 45 118 12 O D918-A5C-1480 14.80 83 48 133 16 O
D918-A5C-0660 6.60 53 36 91 8 @) D918-A5C-0900 9.00 61 40 103 10 @) D918-A5C-1200 12.00 71 45 118 12 O D918-A5C-1500 15.00 83 48 133 16 O
D918-A5C-0680 6.80 53 36 91 8 @) D918-A5C-0930 9.30 61 40 103 10 o D918-A5C-1220 12.20 7 45 124 14 O D918-A5C-1510 15.10 83 48 133 16 O
D918-A5C-0690 6.90 53 36 91 8 @) D918-A5C-0950 9.50 61 40 103 10 @) D918-A5C-1225 12.25 T 45 124 14 O D918-A5C-1550 15.50 83 48 133 16 O
D918-A5C-0700 7.00 53 36 91 8 @) D918-A5C-0960 9.60 61 40 103 10 @) D918-A5C-1250 12.50 7 45 124 14 O D918-A5C-1580 15.80 83 48 133 16 O
Rr—r— Dim7 dthe D918-A5C-1600 16.00 83 48 133 16
Note: Accept non-standard custom from D3 to D20 tool. Ommi N () (h6) Note: Accept non-standard custom from D3 to D20 tool.
>2-3 +0.002/+0.012 0.000/-0.006
@ Stock O Available upon Order >3-6 +0.004/+0.016 0.000/-0.008 @ Stock O Available upon Order Nominal Size Range D(m7) d(h6)
>6-10 +0.006/+0.021 0.000/-0.009 >2-3 +0.002/+0.012 0.000/-0.006
>10-18 +0.007/+0.025 0.000/-0.011 >3-6 +0.004/+0.016 0.000/-0.008
>18-20 +0.008/+0.029 0.000/-0.013 >6-10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
Unit(mm) >18-20 +0.008/+0.029 0.000/-0.013
Unit(mm)
Workpiece Material Workpiece Material
1234 5 6 123 12 3 12 3 4 1234 5 6 123 12 3 12 3 4
Carbon Steels. | Alloy Steels. PHMZTSQEE(QEG/ ) G,(]eg/di?;tr léggt High Alloy Cast Alumw]riﬂrlr%ztlloys Cast Aluminium Copper Alloys Carbon Steels. | Alloy Steels. PHMZTSQEE{QC&/ ' Gl(leoydialztr lcrggt High Alloy Cast Alum\?i]riaﬁztlloys Cast Aluminium Copper Alloys
Alloy Steels Tool Steels Stainless Stainless Steel iron Iron Cast Aluminium Alloys (<200HB) Alloy Steels Tool Steels Stainless Stainless Steel iron Iron Cast Aluminium Alloys (<200HB)
(<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC) Alloys (Si<12%) (Si>12%) (<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC) Alloys (Si<12%) (Si>12%)
O O O O O O O O O O O O O O O O O O
© Most Suitable () Suitable © Most Suitable () Suitable
Recommended Cutting Data % P079 Recommended Cutting Data 3 P079
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D928-A3N EHEE0 D928-A3C

AICKN/
i fo0 B

3D External Cooling Twist Drills for Cast Iron 3D Inner Cooling Twist Drills for Cast Iron
Tmax=Lc-1.5xD ‘ Tmax=Lc-1.5xD
) — T =——Cs=x= s et
‘ \o 140° ‘ ‘ )
L4 Lc L4
L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7)  Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D928-A3N-0300 3.00 20 36 62 6 @) D928-A3N-1050 10.50 55 45 102 12 @) D928-A3C-0500 5.00 28 36 66 6 O D928-A3C-1200 12.00 55 45 102 12 O
D928-A3N-0330 3.30 20 36 62 6 O D928-A3N-1100 11.00 55 45 102 12 O D928-A3C-0600 6.00 28 36 66 6 O D928-A3C-1250 12.50 60 45 107 14 O
D928-A3N-0400 4.00 24 36 66 6 O D928-A3N-1200 12.00 55 45 102 12 O D928-A3C-0680 6.80 34 36 79 8 O D928-A3C-1300 13.00 60 45 107 14 O
D928-A3N-0420 4.20 24 36 66 6 O D928-A3N-1250 12.50 60 45 107 14 O D928-A3C-0700 7.00 34 36 79 8 O D928-A3C-1400 14.00 60 45 107 14 O
D928-A3N-0500 5.00 28 36 66 6 O D928-A3N-1300 13.00 60 45 107 14 O D928-A3C-0800 8.00 41 36 79 8 O D928-A3C-1450 14.50 65 48 115 16 O
D928-A3N-0600 6.00 28 36 66 6 O D928-A3N-1400 14.00 60 45 107 14 @) D928-A3C-0850 8.50 47 40 89 10 O D928-A3C-1500 15.00 65 48 115 16 O
D928-A3N-0680 6.80 34 36 79 8 O D928-A3N-1450 14.50 65 48 115 16 O D928-A3C-0900 9.00 47 40 89 10 O D928-A3C-1600 16.00 65 48 115 16 O
D928-A3N-0700 7.00 34 36 79 8 O D928-A3N-1500 15.00 65 48 115 16 @) D928-A3C-1000 10.00 47 40 89 10 O D928-A3C-1700 17.00 73 48 123 18 O
D928-A3N-0800 8.00 41 36 79 8 O D928-A3N-1600 16.00 65 48 115 16 O D928-A3C-1025 10.25 55 45 102 12 O D928-A3C-1800 18.00 73 48 123 18 O
D928-A3N-0850 8.50 47 40 89 10 O D928-A3N-1700 17.00 73 48 123 18 O D928-A3C-1050 10.50 55 45 102 12 O D928-A3C-1900 19.00 79 50 131 20 O
D928-A3N-0900 9.00 47 40 89 10 O D928-A3N-1800 18.00 73 48 123 18 O D928-A3C-1100 11.00 55 45 102 12 O D928-A3C-2000 20.00 79 50 131 20 O
D928-A3N-1000 10.00 47 40 89 10 @) D928-A3N-1900 19.00 79 50 131 20 @) Nominal Size Range D(m7) )
D928-A3N-1025 1025 55 45 102 12 O D928-A3N-2000 2000 79 50 131 20 O Note: Accept non-standard custom from D3 to D20 tool. >2-3 +0.002/+0.012 | 0.000/0.006
@ Stock O Available upon Order :63:160 iggggggg;i g'ggg;ig'ggg
Note: Accept non-standard custom from D2 to D20 tool. Nominal Size Range Dl (o) >10—18 +0.007/+0.025 0.000/-0.011
>2-3 +0.002/+0.012 0.000/-0.006 ST +0.008/+0.029 0.000/0013
@ Stock O Available upon Order >3-6 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+0.021 0.000/-0.009 Unit(mm)
>10—18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013
Unit(mm)
Workpiece Material Workpiece Material
1234 5 6 123 12 3 12 3 4 1234 5 6 123 12 3 12 3 4
PH and Ferrite/ Grey Cast Iron. ’ Wrought . PH and Ferrite/ Grey Cast Iron. : Wrought .
Carbon Steels. | Alloy Steels. e High Alloy Cast L Cast Aluminium Carbon Steels. | Alloy Steels. e High Alloy Cast L Cast Aluminium
Alloy Steels Tool Steels Msat;tienrlweswst;c Stainless Steel Nodt#grr](iast Iron Alcuag‘g\'lﬂmlﬁllf%s Alloys C?E%%%ﬁlg;ys Alloy Steels Tool Steels Msat;tiir?;t;c Stainless Steel NOdLlJrlgrr] Cast Iron Alclgrgt'/qmmlﬁlf%s Alloys C?g%%%ﬁ“é})ys
(<35HRC) (35-48HRC) (Z28HRO) (<3IHRO) (B545HRC)  yioes (si<ipogy | (SI>12%) (<35HRC) (35-48HRC) (Z48HRO) (<32HRO) (3545HRO) | yions (si<ipop) | (SI>12)
O @) ©) O ©) ©) O O
© Most Suitable () Suitable ©) Most Suitable () Suitable
Recommended Cutting Data % P081 Recommended Cutting Data % P081
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D928-A5N 4l 5D | D928-A5C

AICN/
TiSiN

5D External Cooling Twist Drills for Cast Iron 5D Inner Cooling Twist Drills for Cast Iron
Tmax=Lc-1.5xD Tmax=Lc-1.5xD
o ) e~ L ot . =k e~ o
= ‘ ‘ = - L4 ‘ ‘ Lc 1400
L L

Tmax-Recommended Maximum Depth X
Tmax-Recommended Maximum Depth

Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7)  Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock Ordering Code D(m7) Lc L4 L d(h6) Stock
D928-A5N-0300 3.00 28 36 66 6 @) D928-A5N-1050 10.50 71 45 118 12 @) D928-A5C-0500 5.00 44 36 82 6 O D928-A5C-1200 12.00 71 45 118 12 O
D928-A5N-0330 3.30 28 36 66 6 O D928-A5N-1100 11.00 71 45 118 12 O D928-A5C-0600 6.00 44 36 82 6 O D928-A5C-1250 12.50 T 45 124 14 O
D928-A5N-0400 4.00 36 36 74 6 O D928-A5N-1200 12.00 71 45 118 12 O D928-A5C-0680 6.80 53 36 91 8 O D928-A5C-1300 13.00 T 45 124 14 O
D928-A5N-0420 4.20 36 36 4 6 O D928-A5N-1250 12.50 T 45 124 14 O D928-A5C-0700 7.00 53 36 91 8 O D928-A5C-1400 14.00 T 45 124 14 O
D928-A5N-0500 5.00 44 36 82 6 O D928-A5N-1300 13.00 7 45 124 14 O D928-A5C-0800 8.00 53 36 91 8 O D928-A5C-1450 14.50 83 48 133 16 O
D928-A5N-0600 6.00 44 36 82 6 O D928-A5N-1400 14.00 1 45 124 14 O D928-A5C-0850 8.50 61 40 103 10 O D928-A5C-1500 15.00 83 48 133 16 O
D928-A5N-0680 6.80 53 36 91 8 O D928-A5N-1450 14.50 83 48 133 16 O D928-A5C-0900 9.00 61 40 103 10 O D928-A5C-1600 16.00 83 48 133 16 O
D928-A5N-0700 7.00 53 36 91 8 O D928-A5N-1500 15.00 83 48 133 16 O D928-A5C-1000 10.00 61 40 103 10 O D928-A5C-1700 17.00 93 48 143 18 O
D928-A5N-0800 8.00 53 36 91 8 O D928-A5N-1600 16.00 83 48 133 16 @) D928-A5C-1025 10.25 71 45 118 12 O D928-A5C-1800 18.00 93 48 143 18 O
D928-A5N-0850 8.50 61 40 103 10 O D928-A5N-1700 17.00 93 48 143 18 @) D928-A5C-1050 10.50 71 45 118 12 O D928-A5C-1900 19.00 101 50 153 20 O
D928-A5N-0900 9.00 61 40 103 10 O D928-A5N-1800 18.00 93 48 143 18 O D928-A5C-1100 11.00 71 45 118 12 O D928-A5C-2000 2000 101 50 153 20 O
D928-A5N-1000 10.00 61 40 103 10 @) D928-A5N-1900 1900 101 50 153 20 @) ——
Note: Accept non-standard custom from D2 to D20 tool Nominal Size Range D(mT) dihe)
D928-A5N-1025 10.25 71 45 118 12 O D928-A5N-2000 20.00 101 50 153 20 O ’ ’ >2-3 +0.002/+0.012 0.000/-0.006
@ Stock O Available upon Order ;3:160 :gggg; :ggi g'ggg; :g'ggg
Note: Accept non-standard custom from D2 to D20 tool. Nomina>12$i_z: Range w0 (5)22?012 0 oodé?(?)()os >10—18 +0.007/+0.025 0.000/-0.011
@ Stock O Available upon Order >3-6 +o:004/+o:015 o:ooo/,o:oog ~18-20 *0.008/+0.029 0.000/-0.013
>6-10 +0.006/+0.021 0.000/-0.009 Unit(mm)
>10-18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Unit(mm)
Workpiece Material Workpiece Material
1234 5 6 123 12 3 12 3 4 1234 5 6 123 12 3 12 3 4
PH and Ferrite/ Grey Cast Iron. ’ Wrought . PH and Ferrite/ Grey Cast Iron. - Wrought .
Carbon Steels. | Alloy Steels. e High Alloy Cast L Cast Aluminium Carbon Steels. | Alloy Steels. e High Alloy Cast L Cast Aluminium
Alloy Steels Tool Steels Msat;tiirlweswst;c Stainless Steel Nodt#grr](iast Iron Alcuar;l\r;\mmlﬁlll%s Alloys C?E%%%ﬁ“;)ys Alloy Steels Tool Steels Msat;tﬂ;t;c Stainless Steel NOdL#g; Cast Iron Alclgrgt'/r_]\'lﬂmlﬁllf%s Alloys C?E%%B'A_'“Bo)ys
(<35HRC) (35-48HRC) (Z48HRC) (<32HRC) (35-45HRC) Alloys (S1<12%) (Si>12%) (<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC) Alloys (Si<12%) (Si>12%)
O O O O ©) O O O
© Most Suitable () Suitable © Most Suitable () Suitable
Recommended Cutting Data % P081 Recommended Cutting Data % P081
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D998-Y3N =] 3D [ D713-A5N

3D External Cooling Twist Drills for Hardened Steel 5D External Cooling Straight Fluted Drills for Cast Iron

Tmax=Lc-1.5xD

Tmax=Lc-1.5xD ‘ ‘ /\\

- - = )- E— - Jo D )
140°
\/30°
Lc L4 Lc

L L
Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
Ordering Code D(h7)  Lc L d(h6) Stock Ordering Code D(h7) Lc L d(h6) Stock Ordering Code D(k6) Lc L4 L d(h6) Stock Ordering Code D(k6) Lc L4 L d(h6) Stock
D998-Y3N-0400 4.0 22 55 4 O D998-Y3N-1100 11.0 47 95 11 O D713-A5N-0400 4.00 36 36 T4 6 O D713-A5N-1200 12.00 71 45 118 12 O
D998-Y3N-0500 5.0 26 62 5 O D998-Y3N-1200 12.0 51 102 12 O D713-A5N-0420 4.20 36 36 74 6 O D713-A5N-1300 13.00 T 45 124 14 O
D998-Y3N-0600 6.0 28 66 6 O D998-Y3N-1300 13.0 51 102 13 O D713-A5N-0500 5.00 44 36 82 6 O D713-A5N-1400 14.00 T 45 124 14 O
D998-Y3N-0700 7.0 34 4 7 O D998-Y3N-1400 14.0 54 107 14 O D713-A5N-0600 6.00 44 36 82 6 O D713-A5N-1500 15.00 83 48 133 16 O
D998-Y3N-0800 8.0 37 79 8 O D998-Y3N-1500 15.0 56 111 15 O D713-A5N-0680 6.80 53 36 91 8 O D713-A5N-1550 15.50 83 48 133 16 O
D998-Y3N-0900 9.0 40 84 9 O D998-Y3N-1600 16.0 58 115 16 O D713-A5N-0700 7.00 53 36 91 8 O D713-A5N-1600 16.00 83 48 133 16 O
D998-Y3N-1000 10.0 43 89 10 O D713-A5N-0800 8.00 53 36 91 8 O D713-A5N-1700 17.00 93 48 143 18 O
Nominal Size Range D(h7) d(h6)
>)_3 0.000/-0.010 0.000/-0.006 D713-A5N-0850 8.50 6l 40 103 10 O D713-A5N-1750 17.50 93 48 143 18 O
Note: Accept non-standard custom from D2 to D20 tool. >3i6 0.000/-0.012 0.000/-0.008
@ Stock O Available upon Order S6-10 0.000/-0.015 0.000/-0.009 D713-A5N-0900 9.00 61 40 103 10 O D713-A5N-1800 18.00 93 48 143 18 O
>10-18 0.000/-0.018 0.000/-0.011
ST 0.000/-0.021 0.000/-0.013 D713-A5N-1000 10.00 61 40 103 10 O D713-A5N-1950 1950 101 50 153 20 O
Unit(mm) D713-A5N-1025 10.25 71 45 118 12 O D713-A5N-2000 2000 101 50 153 20 O
D713-A5N-1100 11.00 71 45 118 12 O —
Nominal Size Range D(k6) d(h6)
>2-3 +0.006/+0.000 0.000/-0.006
Note: Accept non-standard custom from D2 to D20 tool. >3 6 +0.009/+0.001 o.oooi—o.oos
@ Stock O Available upon Order >> ﬁ:& :ggigjigggi gggg;gg??
>18-20 +0.015/+0.002 0.000/-0.013
Unit(mm)
Workpiece Material Workpiece Material
1234 5 6 123 12 3 1 2 1234 5 6 123 12 3 12 3 4
PH and Ferrite/ . PH and Ferrite/ Grey Cast Iron. B Wrought .
Carbon Steels.  Alloy Steels. Tool ™ Grey Cast Iron. High Alloy Cast Carbon Steels. | Alloy Steels. e High Alloy Cast L Cast Aluminium
Alloy Steels Steels Msat;tienrl]:;t;c Stainless Steel | Nodular Cast Iron Iron Ha(r%e_r;gc}j_' Stce)els Ha(réj; %(e)?_' gtce)els Alloy Steels Tool Steels Msat;tiirlweswst;c Stainless Steel Nodt#grr](iast Iron Atclggwg\mmlﬁlll:)%s Alloys C?E%%%ﬁlg))ys
(<35HRC) (35-48HRC) (Z48HRO) (<32HRC) (35-45HRC) (<35HRC) (35-48HRC) (Z48HRC) (<32HRC) (35-45HRC) Alloys (S1<12%) (Si>12%)
O O O O O
© Most Suitable () Suitable © Most Suitable () Suitable
Recommended Cutting Data % P083 Recommended Cutting Data ¢ P084
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D713-A5C an | 50 | <P D101-AMN = v P

5D Inner Cooling Straight Fluted Drills for Cast Iron 7 90°NC Centre Dirills

1

T‘max=Lc-1 .5XI‘3 \ /\\
" —— ==K - ——
L4 Lc // >1 * B o

L

Tmax-Recommended Maximum Depth Tmax-Recommended Maximum Depth
Ordering Code D(k6) Lc L4 L d(h6) Stock Ordering Code D(k6) Lc L4 L d(h6) Stock Ordering Code D Lc L d(h6) Stock
D713-A5C-0400 4.00 36 36 4 6 @) D713-A5C-1200 12.00 71 45 118 12 @) D101-AMN-0500 5.00 10 62 5 @
D713-A5C-0420 4.20 36 36 4 6 O D713-A5C-1300 13.00 T 45 124 14 O D101-AMN-0600 6.00 15 66 6
D713-A5C-0500 5.00 44 36 82 6 O D713-A5C-1400 14.00 T 45 124 14 O D101-AMN-0800 8.00 17 79 8 Y
D713-A5C-0600 6.00 44 36 82 6 O D713-A5C-1500 15.00 83 48 133 16 O D101-AMN-1000 10.00 20 89 10 PS
D713-A5C-0680 6.80 53 36 91 8 O D713-A5C-1550 15.50 83 48 133 16 O
D101-AMN-1200 12.00 25 102 12 [ ]
D713-A5C-0700 7.00 53 36 91 8 O D713-A5C-1600 16.00 83 48 133 16 O
D101-AMN-1400 14.00 30 107 14 [ ]
D713-A5C-0800 8.00 53 36 91 8 O D713-A5C-1700 17.00 93 48 143 18 O
D713-A5C0850 850 61 40 103 10 O D713-A5C-1750 1750 93 48 143 18 O DIOL-AMN-1600 16.00 » o 16 b
D713-A5C-0000 900 61 40 103 10 O D713-A5C-1800 1800 93 48 143 18 O D101-AMN-2000 20.00 40 131 20 bt
D713-A5C-1000 10.00 61 40 103 10 O D713-A5C-1950 1950 101 50 153 20 @) Note: Accept non-standard custom from D2 to D20 tool. Unit(mm)
D713-A5C-1025 10.25 71 45 118 12 O D713-A5C-2000 2000 101 50 153 20 O @ Stock O Available upon Order
D713-A5C-1100 11.00 71 45 118 12 @)
Nominal Size Range D(k6) d(h6)
>2-3 +0.006/+0.000 0.000/-0.006
Note: Accept non-standard custom from D3 to D20 tool. >3-6 +0.009/40.001 0.000/-0.008
@ Stock O Available upon Order >6-10 +0.010/+0.001 0.000/-0.009
>10-18 +0.012/+0.001 0.000/-0.011
>18-20 +0.015/+0.002 0.000/-0.013
Unit(mm)
Workpiece Material Workpiece Material
1234 5 6 123 12 3 12 3 4 1234 5 6 123 12 3 12 3 4
Carbon Steels. | Alloy Steels. PHMZTSQE(QEG/ ) G,(‘eg/di?;f, lé:gt High Alloy Cast Alumw]riﬂﬁztlloys Cast Aluminium Copper Alloys Carbon Steels. | Alloy Steels. PHMaar;gEEir{i'ée/ ) G,(]egd%—?;tr 'éggt High Alloy Cast Alum%%%ﬂggtlloys Cast Aluminium Copper Alloys
Alloy Steels Tool Steels Stainless Stainless Steel iron Iron Cast Aluminium Alloys (<200HB) Alloy Steels Tool Steels Stainless Stainless Steel Iron Iron Cast Aluminiunm Alloys (<200HB)
(<35HRC) (35-48HRC) (Z28HRO) (<3IHRO) (B545HRC)  yices (si<ipogy | (SI>12%) (<35HRC) (35-48HRC) (Z28HRO) (<32HRO) (3545HRO) | yiove (si<ipoy) | (SI>12%)
O O @) O O O ©) ©) O O
© Most Suitable () Suitable © Most Suitable () Suitable
Recommended Cutting Data % P084 Recommended Cutting Data % P078
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HOLEMAKING TOOLS | Solid Carbide Drills Solid Carbide Drills | HOLEMAKING TOOLS

D102-ANN = v P D103-APN = v P

120°NC Centre Drills 145°NC Centre Dirills
'cl — = > [a] ﬁ lﬁ ]
S\ ° — _ a ﬁ
\,/120" — a5
Le Lc \’/
L L
Ordering Code D Lc L d(h6) Stock Ordering Code D Lc L d(h6) Stock
D102-ANN-0500 5.00 10 62 5 O D103-APN-0500 5.00 10 62 5 O
D102-ANN-0600 6.00 15 66 6 O D103-APN-0600 6.00 15 66 6
D102-ANN-0800 8.00 17 79 8 @) D103-APN-0800 8.00 17 79 8 @]
D102-ANN-1000 10.00 20 89 10 O D103-APN-1000 10.00 20 89 10 @)
D102-ANN-1200 12.00 25 102 12 O D103-APN-1200 12.00 25 102 12 O
D102-ANN-1400 14.00 30 107 14 @) D103-APN-1400 14.00 30 107 14 @)
D102-ANN-1600 16.00 35 115 16 @) D103-APN-1600 16.00 35 115 16 O
D102-ANN-2000 20.00 40 131 20 O D103-APN-2000 20.00 40 131 20 O
Note: Accept non-standard custom from D2 to D20 tool. Unit(mm) Note: Accept non-standard custom from D2 to D20 tool. Unit(mm)
@ Stock O Available upon Order @ Stock O Available upon Order
Workpiece Material Workpiece Material
1234 5 6 123 12 3 12 3 4 1234 5 6 123 12 3 12 3 4
Carbon Steels. | Alloy Steels. PHMaarr]geEgtri'ée/ ) G,(‘eg/diz?i lcrggt High Alloy Cast Alum\?i]ri%l#r%gtllo < Cast Aluminium Copper Alloys Carbon Steels. | Alloy Steels. PHM%?S;E?{]IEQ/ ) G,(]egd%—?gtr 'éggt High Alloy Cast Alum%%%ﬂggtllo s Cast Aluminium Copper Alloys
Alloy Steels Tool Steels Stainless Stainless Steel Iron Iron CastAluminiur)w/w ’ Alloys (<200HB)y Alloy Steels Tool Steels Stainless Stainless Steel Iron Iron Cast/—\luminiu% ’ Alloys (<200HB)y
(<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC) Alloys (S1<129%) (Si>12%) (<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC) Alloys (Si<12%) (Si>12%)
O O O @} @] O O O O O (©) (©) O O
© Most Suitable () Suitable © Most Suitable () Suitable
Recommended Cutting Data % P078 Recommended Cutting Data % P078
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D612-Y3N =l o[ 30 [ D973-Y5N =Emr]

Triple-angle Drills for Composite Material Twist Drills for Composite and Metal

? = — = —— ] — ST
Lc ! LC -
AL 0AL
. . Linenumber . . Linenumber i . Linenumber /
Ordering Code D(mm) D(in) Lc OAL d /Dla(?;]eter Stock Ordering Code D(mm) D(in) Lc OAL d /Dla(m’eter Stock Ordering Code D(mm) D(in) Lc OAL d B —— Stock
D612-Y3N-0249 249 0.0980 15 60 2.49 — O D612-Y3N-04826 4.826 0.1900 30 75 4.83 — O D973-Y5N-0250 2.50 0.0984 25 75 2.50 - O
D612-Y3N-0270 2.70 0.1063 15 60 2.70 = O D612-Y3N-0491 491 0.1933 30 75 4.91 10# O D973-Y5N-0270 2.70 0.1063 25 5 2.70 — O
D612-Y3N-0300 3.00 0.1181 18 60 3.00 — O D612-Y3N-0500 5.00 0.1969 35 100 5.00 — O D973-Y5N-0300 3.00 0.1181 25 75 3.00 — O
D612-Y3N-0320 3.20 0.1260 20 75 3.20 = O D612-Y3N-0505 5.05 0.1988 35 100 5.05 8# O D973-Y5N-0310 3.10 0.1220 25 5 3.10 — O
D612-Y3N-0326 3.26 0.1283 20 75 326  30# O D612-Y3N-0522 522 0.2055 35 100 5.22 S# O D973-Y5N-0326 3.26 0.1285 35 75 3.26 30# O
D612-Y3N-0400 4.00 0.1575 30 75 4.00 = O D612-Y3N-0600 6.00 0.2362 40 100 6.00 = O D973-Y5N-0400 4.00 0.1575 35 100 4.00 — O
D612-Y3N-0409 4.09 0.1610 30 75 4.09  20# O D612-Y3N-0635 6.35 0.2500 40 100 6.35 — O D973-Y5N-0409 4.09 0.1610 40 100 4.09 204 O
D612-Y3N-0450 4.50 0.1772 30 75 4.50  16# O D612-Y3N-0794 7.94 0.3126 40 100 7.94 = O D973-Y5N-0417 4.17 0.1640 40 100 4.17 — O
D612-Y3N-0480 4.80 0.1890 30 75 4.80  12# O Unit(mm) D973-Y5N-0470 4.70 0.1850 40 100 4.70 13# O
Note: Accept non-standard custom from D1.5 to D16 tool. D973-Y5N-0483 4.83 0.1500 40 100 4.83 - O
@ Stock O Available upon Order D973-Y5N-0500 5.00 0.1969 40 100 5.00 — O
D973-Y5N-0556 5.56 0.2190 40 100 5.56 — O
D973-Y5N-0595 595 0.2344 40 100 5.95 15/64 O
D973-Y5N-0600 6.00 0.2362 40 100 6.00 — O
D973-Y5N-0635 6.35 0.2500 40 100 6.35 1/4 O
D973-Y5N-0750 7.50 0.2953 45 120 7.50 — O
D973-Y5N-0794 7.94 0.3125 45 120 7.94 5/16 O
Note: Accept non-standard custom from D2 to D16 tool. Unit(mm)
@ Stock O Available upon Order
Workpiece Material Workpiece Material
P m 3 N P M N H
1234 5 6 123 12 3 12 3 4 5 1234 5 6 123 12 3 4 5 1234
st Moy | Oy et suiness | Vadirn | WIS il A | Coppr oy Compste Caponsiecs | Aoyt MUSRIE | et ALILAATINT COSMUMINN, copper oy composte | T L0
(<35HRC) (35-48HRC) (<48HRC) (<32HRC) (35-45HRC) Alloys (Si<12%) (Si>120%) (<35HRC) (35-48HRC) (<48HRC) Alloys (Si<12%) (Si>12%) Super Alloys
©) O O @) @) (@) O @]
© Most Suitable () Suitable © Most Suitable () Suitable
Recommended Cutting Data % P085 Recommended Cutting Data 3 P085
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D573-Y3N &1 Recommended Cutting Data

_ , D918S High Performance Twist Drills for Steel
Core Drills for Composite and Metal

; il D1 Ve fn
(m/min) (mm/rev)
—CLK‘J Workpiece
= 7 — = - S
L L n E 3 o4 o6 8 ®10
LC
0AL Low-carbon Steels,Long 44 6350 | 140-100-60 | 0.09-0.13-0.16  0.11-0.15-0.19 | 0.14-0.19-0.23 | 0.19-0.25-0.31 | 0.23-0.30-0.38
Chipping (<125HB)
Low-carbon Steels, Short
. . Linenumber / Chipping, Free-cutting | 100-75-50 @ 140-100-60  0.09-0.13-0.16 | 0.11-0.15-0.19 | 0.14-0.19-0.23 | 0.19-0.25-0.31 | 0.23-0.30-0.38
Ordering Code D(mm) D(in) D1 L1 Lc d OAL Diameter {in) Stock Steels (< 125HB)
D573-Y3N-0400 4.00 0.157 3.26 8.0 40.0 4.00 80 — O High-carbon
Steels,Medium-carbon 90-70-45 | 120-80-60 @ 0.09-0.13-0.16 | 0.11-0.15-0.19 | 0.14-0.19-0.23 | 0.19-0.25-0.31 | 0.23-0.30-0.38
D573-Y3N-0409 4.09 0.161 3.37 8.0 40.0 4.09 80 20# O Steels (<25HRC)
D573-Y3N-0417 4.17 0.164 3.37 8.0 40.0 4.17 80 — O
D573-Y3N-0437 437 0.172 4.10 8.0 40.0 437 80 174 O Aoy St(eiliéHTF:’(%l Steels. | 90,7045 | 110-80-50 | 0.09-0.13-0.16  0.11-0.15-0.19 | 0.14-0.19-023 | 0.19-0.25-031 | 0.23-0.30-0.38
D573-Y3N-0450 4.50 0.177 4.10 8.0 40.0 4.50 100 — O
DOTSEIOET e 04 I 50 00 e 0 = - ey ngeil—sél’Bl:ll—ggl)SteEIs' 80-60-40 90-60-40 | 0.09-0.12-0.14 = 0.10-0.14-0.17 | 0.13-0.17-0.22 | 0.17-0.23-0.29 | 0.21-0.28-0.35
D573-Y3N-0485 4.85 0.191 4.37 8.0 40.0 4.85 100 11# O
D573-Y3N-0500 5.00 0.197 437 10.0 50.0 5.00 100 = @) . .
Austenitic Stainless
D573-Y3N-0518 5.18 0.204 485 10.0 50.0 5.18 100 64 9] Steels(130- 200HB) 40-30-20 80-60-40 | 0.05-0.08-0.10 @ 0.06-0.10-0.12 | 0.07-0.12-0.14 = 0.08-0.13-0.18 | 0.09-0.15-0.20
D573-Y3N-0556 5.56 0.219 4.70 10.0 50.0 5.56 100 = O
High-Strength Austenitic
D573-Y3N-0595 5.95 0.234 5.56 100 50.0 5.95 100 - O M Stainless Steelsand Cast | 40-30-20  80-60-40 | 0.03-0.06-0.08  0.04-0.08-0.10 | 0.05-0.08-0.10 | 0.06-0.10-0.12 | 0.07-0.11-0.14
D573-Y3N-0625 6.25 0.246 595 10.0 50.0 6.25 100 — O Stainless Steels (<25HRC)
D573-Y3N-0754 7.54 0.297 6.35 10.0 50.0 7.54 100 — O :
Duplex Stainless Steels | 35 )5 50 | 60.45.30 | 0.03-0.06-0.08 | 0.04-0.08-0.10 | 0.05-0.08-0.10 | 0.06-0.10-0.12  0.07-0.11-0.14
D573-Y3N-0767 7.67 0.302 6.35 10.0 50.0 7.67 120 — O (<30HRC)
D573-Y3N-0930 9.30 0.366 8.40 10.0 50.0 9.30 120 — O
- Gri{gjﬂgg;” 100-80-60 | 140-120-60 | 0.13-0.17-0.20 0.15-0.20-0.23 0.17-0.25-0.30 | 0.20-0.27-0.35 | 0.23-0.30-0.40
Note: Accept non-standard custom from D3 to D16 tool.
@ Stock O Available upon Order Moderately Difficult Alloy
m Castiron, NodularCast = 100-80-60 | 140-120-60 @ 0.11-0.15-0.18 @ 0.13-0.17-0.20 | 0.15-0.20-0.25 | 0.17-0.25-0.32 ' 0.20-0.28-0.36
Iron (<28HRC)
Difficult High-alloy Cast
Iron, Nodular Cast Iron 90-70-60 | 100-90-60 @ 0.06-0.09-0.11 | 0.08-0.10-0.13 | 0.10-0.13-0.16 | 0.12-0.16-0.20 ' 0.14-0.20-0.26
(<45HRC)
Remark:
Workpiece Material 1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
2. Make sure total indicated run-out(TIR) is less than 0.02mm.
3. The recommended cutting condition is suitable for apply water soluble.
M 4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters according to actual
working conditions during processing.
1234 5 6 123 12 3 4 5 1234
PH and Ferrite/ . L N
Carbon Steels. Alloy Steels. e Wrought Aluminium | Cast Aluminium - Titanium alloy,
Alloy Steels Tool Steels Msi;ﬁer]?es'szc Stainless Steel AIIOYS, Cast Aluminium Alloys C?E%%Bﬁlg;ys C&mtpo§ |Ice Heat-resistant
(<35HRQ) (35-48HRC) (Z48HRO) Alloys (Si<12%) (Si>12%) ateria Super Alloys
O O © © @ @ ©

© Most Suitable () Suitable

Recommended Cutting Data % P085
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Recommended Cutting Data
D918S High Performance Twist Drills for Steel

Recommended Cutting Data
D968S High Performance Twist Drills for Stainless Steel

Ve fn Vc fn
(m/min) (mm/rev) (m/min) (mm/rev)
Workpiece Workpiece
Low-carbon Steels,Long 10 g0 50 ' 140-100-60 0.24-0.33-041  0.28-0.38-045 030-0.42-050 033-0.42-050 0.34-043-0.51 S e
-cal -80- -100- 24-0.33-0. 28-0.38-0. 30-0.42-0. 33-0.42-0. 34-0.43-0. teels,Long Chipping| 100-80-50 | 140-100-60 = 0.09-0.13-0.16 = 0.11-0.15-0.19 = 0.14-0.19-0.23 | 0.19-0.25-0.31 | 0.23-0.30-0.38
Chipping (<125HB) (<125HB)
Low-carbon Steels, Short Low-carbon Steels, Short
Chipping, Free-cutting = 100-75-50 | 140-100-60 | 0.24-0.33-0.41 | 0.28-0.38-0.45 | 0.30-0.42-0.50 | 0.33-0.42-0.50 ' 0.34-0.43-0.51 Chipping, Free-cutting | 100-75-50 | 140-100-60 = 0.09-0.13-0.16 = 0.11-0.15-0.19 = 0.14-0.19-0.23 | 0.19-0.25-0.31 | 0.23-0.30-0.38
Steels (<125HB) Steels (<125HB)
High-carbon n High-carbon
Steels,Medium-carbon  90-70-45 | 120-80-60 = 0.24-0.33-0.41 0.28-0.38-0.45 | 0.30-0.42-0.50 | 0.33-0.42-0.50 ' 0.34-0.43-0.51 Steels,Medium-carbon | 90-70-45 | 120-80-60 | 0.09-0.13-0.16 = 0.11-0.15-0.19 | 0.14-0.19-0.23 | 0.19-0.25-0.31 | 0.23-0.30-0.38
Steels (<25HRC) Steels (<25HRC)
Alloy Steels, Tool Steels Hllgysizes, Teo!
Y & oar | 90-70-45 = 110-80-50 0.24-0.33-0.41 | 0.28-0.38-0.45  0.30-0.42-0.50 | 0.33-0.42-0.50 ' 0.34-0.43-0.51 Steels. 90-70-45 | 110-80-50 = 0.09-0.13-0.16 | 0.11-0.15-0.19 @ 0.14-0.19-0.23 | 0.19-0.25-0.31 | 0.23-0.30-0.38
(<35HRC)
Austenitic Stainless
Alloysggi’skrggSteels' 80-60-40 = 90-60-40  0.22-0.30-0.37 | 0.26-0.35-0.41  0.28-0.37-0.44 | 0.31-0.38-0.46 | 0.31-0.39-0.47 Steels(130-200HB) | 40-30-20 | 80-60-40 | 0.05-0.08-0.10 | 0.06-0.10-0.12 | 0.07-0.12-0.14 | 0.08-0.13-0.18 | 0.09-0.15-0.20
High-Strength
MNSERie SEilass Austenitic Stainless
Steels(130. 200HB) 40-30-20 = 80-60-40 | 0.10-0.17-0.22 | 0.11-0.18-0.24 | 0.12-0.20-0.24 | 0.13-0.22-0.26  0.14-0.24-0.28 M Steels and Cast 40-30-20 = 80-60-40 | 0.03-0.06-0.08 | 0.04-0.08-0.10 | 0.05-0.08-0.10 | 0.06-0.10-0.12 = 0.07-0.11-0.14
Stainless Steels (<
25HRC)
High-Strength Austenitic
M Stainless Steelsand Cast ~ 40-30-20 | 80-60-40 | 0.08-0.13-0.16 | 0.09-0.13-0.18 | 0.10-0.14-0.18 | 0.10-0.14-0.20 ' 0.12-0.16-0.22 Duplex Stainless
Stainless Steels (<25HRC) Steols (<304RC) | 352520 | 60-45:30 | 0.03-0.06-008  004-008-0.10 005008010 006:010-012 | 007-0.11-0.14
D”plex(Sta'”'eSSStee'S 35-25-20  60-45-30 | 0.08-0.13-0.16 0.09-0.13-0.18 0.10-0.14-0.18 | 0.10-0.14-0.20 | 0.12-0.16-0.22 Iron-based Heat-
<30HRC) resistant Alloys(160- - 50-40-25 | 0.03-0.05-0.08 = 0.04-0.07-0.10 = 0.05-0.09-0.10 | 0.06-0.10-0.12 | 0.07-0.12-0.14
260HB)
Grey Castlron Cobalt-based Heat-
LahRe 100-80-60 ' 140-120-60 0.25-0.33-0.45 | 0.28-0.36-0.48 | 0.30-0.40-0.50 | 0.32-0.42-0.52 ' 0.35-0.45-0.55 resistant AlloysCobalt
) , - 50-40-25  0.03-0.05-0.08 = 0.04-0.07-0.10 = 0.05-0.09-0.10 = 0.06-0.10-0.12 | 0.07-0.12-0.14
based Heat-resistant
— Alloys (250-450HB)
Moderately Difficult Alloy B )
Castiron, NodularCast | 100-80-60 ' 140-120-60  0.22-0.30-0.42 | 0.24-0.33-0.45 | 0.25-0.35-0.48 | 0.28-0.38-0.48 | 0.30-0.40-0.50 Nickel-based Heat-
Iron (<28HRC) resistant Alloys(160- . 50-40-25  0.03-0.05-0.07 | 0.04-0.07-0.09 = 0.05-0.09-0.10 = 0.06-0.10-0.12 | 0.07-0.12-0.14
450HB)
Difficult High-alloy Cast -
Iron, NodularCastiron | 90-70-60 = 100-90-60 = 0.16-0.22-0.28 | 0.18-0.24-0.30 | 0.20-0.26-0.32 | 0.22-0.28-0.34 0.23-0.28-0.35 Titanium and
(<45HRC) Titanium Alloys( - 45-35-20 | 0.03-0.04-0.06 | 0.04-0.06-0.08 | 0.05-0.08-0.10 | 0.06-0.09-0.11 | 0.07-0.10-0.12
(300-400HB)

Remark:

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

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

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

4.1f the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters
according to actual working conditions during processing.

Remark:

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

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

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

4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters according to actual
working conditions during processing.
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Recommended Cutting Data
D968S High Performance Twist Drills for Stainless Steel

Recommended Cutting Data
D938 3D/5D Twist Drills for Steel

Ve fn Ve fn
(m/min) (mm/rev) (m/min) (mm/rev)
Workpiece Workpiece
u m 12 14 ®16 ®18 20 n m 3 4 6 8 10
Low-carbon Low-carbon
Steels,Long Chipping ~ 100-80-50 = 140-100-60 = 0.24-0.33-0.41 | 0.28-0.38-045 = 0.30-0.42-0.50 = 0.33-0.42-0.50 = 0.34-0.43-0.51 ngfe'?hmr(‘i 120-80-50 = 140-100-60 = 0.10-0.15020 = 0.10-0.15020  0.14-0.190.25 | 0.16-022:032  0.16-0.22-0.35
(<125HB) Done)
Low-carbon Steels, Low-carbon
short Chipping, Free- 140 75 50 | 140-100-60 | 0.24-033-041 | 0.28-0.38-045 = 0.30-0.42-0.50 = 033-042-0.50 | 0.34-0.43-051 Steels, Short
cutting Steels (< Chipping, Free-| 120-75-50  140-100-60 | 0.10-0.15-020 = 0.10-0.15-020 @ 0.14-0.19-025 0.16-0.22-0.32 = 0.16-0.22-0.35
125HB) cutting Steels (<
High-carbon 125HB)
SteelsMedium-carbon 90-70-45 | 120-80-60 = 0.24-0.33-0.41 | 0.28-0.38-0.45 = 0.30-0.42-0.50 = 0.33-0.42-0.50 = 0.34-0.43-0.51 High-carbon
Steels (<25HRC) Steels,Medium-
; 1207045 = 120-80-60 = 0.10-0.15020 = 0.10-0.15020  0.14-0.190.25 | 0.16-022:030  0.16-0.22-0.32
carbon Steels (<
Alloy Steels, Tool 25HRC)
Steels. 90-70-45 = 110-80-50 = 0.24-0.33-041 028038045 0.30-042-0.50 033042050 0.34-0.43-0.51
(<35HRC) Alloy Steels, Tool
n Steels. 100-70-45 = 110-80-60 = 0.09-0.13-0.16 = 0.09-0.130.16 012-0.17-0.23 | 0.14-020-028  0.14-0.20-0.30
o (<35HRC)
Austenitic Stainless | 4, 3055 | 806040 | 0.100.17022 | 0.11-0.18024 | 012-020-024 013022026 0.14024-028
Steels(130- 200HB)
Alloy Steels, Tool
. Steels. 80-60-35 = 90-60-35  0.08-0.11-0.14 = 0.08-0.11-0.14 = 0.08-0.14-020 & 0.09-0.16-0.25 = 0.09-0.16-0.28
High-Strength (35-48HRC)
Austenitic Stainless
M Steelsand Cast | 40-30-20 | 80-60-40 | 0.08-0.13-0.16 = 0.09-0.13-0.18 = 0.10-0.14-0.18 = 0.10-0.14-0.20 = 0.12-0.16-0.22 P
Stainless Steels (< &l ‘errlte/
55HRO) Martensitic Steels| 70-50-30 = 90-60-30 = 0.05-0.08-0.11 = 0.05-0.08-0.11 = 0.07-0.12-0.17 | 0.08-0.14-020 = 0.08-0.14-0.23
(<35HRC)
Stiifixff?éﬂ?cs) 352520 | 604530 | 0.08-0.13-0.16  0.09-0.13-0.18 = 0.10-0.14-0.18  0.10-0.14-020 = 0.12-0.16-0.22 F',"'jgh’gt;e”g.tth
andFerrite/ | 904555 | 805030 | 0.04-0.06:0.08 | 0.04-0.06-0.08 = 006010014 008013018 008013020
Martensitic Steels
(35-48HRC)
Iron-based Heat-
resistant Alloys(160- - 504025 | 0.08-0.14-0.16 0.09-0.15-0.18 | 0.10-0.17-0.18 0.10-0.16:0.20 = 0.12-0.18-0.22 ey Cast
260HB) (r?gzasRc;O” 140-100-60 = 160-120-60 = 0.13-0.17-020 = 0.15-020-023 = 0.17-0.25-0.30 | 0.20-027-035 = 0.23-0.30-0.40
Cobalt-based Heat-
rff‘Sta”tA“oysc.Oba't' - 50-40-25 | 0.08-0.14-0.16 = 0.09-0.15-0.18 = 0.10-0.17-0.18 0.10-0.16-0.20 = 0.12-0.18-0.22 Moderately
ased Heat-resistant ifficult Al
Alloys (250-450HB) Difficult Alloy Cast
iron, Nodular = 120-80-60 | 140-100-60 = 0.11-0.15-0.18 = 0.13-0.17-0.20 = 0.15-020-025 = 0.17-0.25-0.32 = 0.20-0.28-0.36
Nickel-based Heat- Castlron (<
resistant Alloys(160- - 50-40-25 | 0.08-0.14-0.16  0.09-0.15-0.18 | 0.10-0.17-0.18 0.10-0.16-0.20 = 0.12-0.18-0.22 28HRC)
450HB)
Titanium and Difficult High-alloy
Iron, N 100-70- 100-80- .06-0.09-0.11 | 0.08-0.10-0.1 10-0.13-0.1 112-0.16-0.2 14-0.20-0.2
Titanium Alloys( - 453520 | 008-012-0.14 009013016 0.10-0.14016 0.10-0.150.18 = 0.12-0.16-0.20 Egilgﬂ(@%ﬂgé; 00-70-50 | 100-80-30 ) 0.06:009-0.11 | 008010013 | 0.100.130.16 ) 0.120.160.20 | 0.14-0.20-0.26
(300-400HB)

Remark:

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

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

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

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

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

Recommended Cutting Data Recommended Cutting Data
D938 3D/5D Twist Drills for Steel D938 8D/12D/15D Twist Drills for Steel
Ve fn Ve fn
(m/min) (mm/rev) (m/min) (mm/rev)
Workpiece Workpiece

u H ®12 ®14 P16 @18 20 H ®3 D4 D6 P8

g?(avé_lza[zan Low-carbon Steels,
Chioone (2| 12080-50 | 140-100-60 018028040 = 022-0.32-045 022:032-045 025038050  0.25-038-0.50 Long Chipping (< 140-100-60 0.10-0.15-020 | 0.10-0.15-020 | 0.14-0.19-025  0.16-0.22-0.32
PRI& 125HB)
125HB)
Low-carbon Low-carbon
Steels, Short Steels, Short
Chipping, Free- = 120-75-50 | 140-100-60 = 0.18-0.28-0.40 = 022-0.32-0.45 = 0.22-032-045 = 025:0.38-0.50 = 0.25-0.38-0.50 Chipping, Free- 140-100-60 0.10-0.15-020 | 0.10-0.15-020 | 0.14-0.19-025  0.16-0.22-0.32
cutting Steels (< cutting Steels (<
125HB) 125HB)
High-carbon High-carbon
Steels,Medium- Steels,Medium-
: 120-70-45 | 120-80-60 = 0.18-028-038 = 022-032-045 0.22-0.32-045 & 025-0.38-0.50 = 0.25-0.38-0.50 b ls (< 120-80-60 0.10-0.15-020 | 0.10-0.15-020 | 0.14-0.19-025  0.16-0.22-0.30
carbon Steels (< carbon Steels
25HRC) 25HRC)
Alloy Steels, Tool
Alloy Steels, Tool
Steels. 100-70-45 | 110-80-60 | 015-0.23-0.34 018-025-0.38 = 018-0.25038 = 0.20-030-040 = 0.20-0.30-0.40 n Rl 110-80-60 005-013-0.16 | 009-0.13:0.16 | 012017023 | 0.14-0.20-028
(<35HRC)
(<35HRC)
Alloy Steels, Tool
Alloy Steels, Tool Steels. 90-60-35 0.08-0.11-0.14  0.08-0.11-0.14 | 0.080.14-020 | 0.09-0.16-0.25
Steels. 80-60-35 | 90-60-35 | 0.11-0.19-030 = 0.12-0.22-032 = 0.12-022-0.32 | 0.14-0.24-034  0.14-024-034 (35-48HRC)
(35-48HRC)
PH and Ferrite/
o el R Martensitic Steels 90-60-30 0.05-0.08-0.11 | 0.05-0.08-011 | 007-0.12-017 | 0.08-0.14-0.20
Martensitic Steels  70-50-30 | 90-60-30 | 0.10-0.18-028 | 0.12-020-0.30 = 0.12-0.20-030 = 0.14-024-032 = 0.14-0.24-0.32 (<35HRC)
(<35HRC) High-Strength
High-Strength MPHta”d. tfeg{te/l 80-50-30 0.04-0.06-0.08 | 0040.06-0.08  006:0.100.14  0080.130.18
PHandFerrite/ - 704555 | 805030 | 010018028 | 0.12-020-030 0.12-0.20-030 = 0.14-024-032 014024032 G asHRO)
Martensitic Steels e el ST e LU -HeTU. £V A28, 14-0.24-0. (35—48H_R.C)
(35-48HRC) Austenitic
Selilics 60-50-40 0.04-0.080.10 | 0.04-0.080.10 = 0.06-0.10-0.12 | 0.06-0.10-0.12
Steels(130- Y
Grey Castiron ' 140.100-60 | 160-120-60 | 0.25-0.33-0.45 028036048 = 030-040-050 = 032-042-052 = 0.35-0.45-0.55 200HB)
(<32HRO) :
High-Strength
Austenitic
M;\)ﬁeracte'yt Dificul M | Stainless Steels 60-50-40 0.040.06008 | 004006008 = 006-0.08-0.10 | 0.06-0.08-0.10
YR80 1 190-80-60 | 140-100-60 | 0.22-0.30-0.42 = 0.24-033-0.45 = 025:0.35-048 = 0.28-038-0.48 | 0.30-0.40-0.50
Nodular Cast Iron Steels (<
(<28HRO) 25HRC)
DIiTeLls st oy Duplex Stainless 50-40-30 0.04-0.06-0.08 = 004-0.06-0.08 = 0.06-0.080.10 | 0.06-0.08-0.10
Castlron, Nodular 100-70-50 | 100-80-50 | 0.16-0.22-0.28 = 0.18-0.24-030 = 0.20-026-0.32 = 0.22-0.28-0.34 = 0.23-0.28-035 Steels (<30HRC)
Cast Iron(<45HRC)
Grey Cast Iron
(32HRO) 160-120-60 0.13-0.17-020 | 0.15-020-023 | 0.17-025-030  0.20-0.27-0.35
Remark:
1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks. m Moderately Difficult
2. Make sure total indicated run-out(TIR) is less than 0.02mm. Alloy Cast iron,
3. The recommended cutting condition is suitable for apply water soluble. Nodular Cast Iron 140-100-60 0.11-0.15-0.18 0.13-0.17-0.20 0.15-0.20-0.25 0.17-0.25-0.32
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters according to actual (<28HRC)

working conditions during processing.
& Ep € Difficult High-alloy

Cast Iron, Nodular 100-80-50 0.06-0.09-0.11 0.08-0.10-0.13 0.10-0.13-0.16 0.12-0.16-0.20
Cast Iron(<45HRC)

Remark:

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

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

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

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

074 _ GESAC GESAC _ 075




HOLEMAKING TOOLS | Solid Carbide Drills

Recommended Cutting Data
D938 8D/12D/15D Twist Drills for Steel

Ve
(m/min)
Workpiece

fn

(mm/rev)

@10

P12

D14

D16

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

140-100-60

0.16-0.22-0.35

0.18-0.28-0.40

0.22-0.32-0.45

0.22-0.32-0.45

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

140-100-60

0.16-0.22-0.35

0.18-0.28-0.40

0.22-0.32-0.45

0.22-0.32-0.45

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

120-80-60

0.16-0.22-0.32

0.18-0.28-0.38

0.22-0.32-0.45

0.22-0.32-0.45

Alloy Steels, Tool
110-80-60

0.14-0.20-0.30

0.15-0.23-0.34

0.18-0.25-0.38

0.18-0.25-0.38

Steels.
n (<35HRC)
Alloy Steels, Tool
Steels. 90-60-35

(35-48HRC)

0.09-0.16-0.28

0.11-0.19-0.30

0.12-0.22-0.32

0.12-0.22-0.32

PH and Ferrite/
Martensitic Steels
(<35HRC)

90-60-30

0.08-0.14-0.23

0.10-0.18-0.28

0.12-0.20-0.30

0.12-0.20-0.30

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

80-50-30

0.08-0.13-0.20

0.10-0.18-0.28

0.12-0.20-0.30

0.12-0.20-0.30

Austenitic
Stainless
Steels(130-
200HB)

60-50-40

0.08-0.12-0.16

0.08-0.12-0.16

0.10-0.14-0.18

0.10-0.14-0.18

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

60-50-40

0.08-0.10-0.12

0.08-0.10-0.12

0.10-0.12-0.14

0.10-0.12-0.14

Duplex Stainless

Steels (<30HRC) 50-40-30

0.08-0.10-0.12

0.08-0.10-0.12

0.10-0.12-0.14

0.10-0.12-0.14

Grey Cast Iron

(<32HRC) 160-120-60

0.23-0.30-0.40

0.25-0.33-0.45

0.28-0.36-0.48

0.30-0.40-0.50

m Moderately Difficult
Alloy Cast iron,

Nodular Cast Iron
(<28HRC)

140-100-60

0.20-0.28-0.36

0.22-0.30-0.42

0.24-0.33-0.45

0.25-0.35-0.48

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

100-80-50

0.14-0.20-0.26

0.16-0.22-0.28

0.18-0.24-0.30

0.20-0.26-0.32

Remark:

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

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

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

working conditions during processing.

076 _ GESAC

Recommended Cutting Data

D101/D102/D103 NC Centre Drills

Solid Carbide Drills | HOLEMAKING TOOLS

Ve fn
(m/min) (mm/rev)
Workpiece
®4 ®6 ®8 ®10
Low-carbon Steels,
Long Chipping (< 130-100-60 0.12-0.15-0.18 0.14-0.17-0.20 0.16-0.20-0.26 0.18-0.24-0.3
125HB)
Low-carbon Steels,
short Chipping, | 179 100.60 0.10-0.14-0.18 0.14-0.16-0.20 0.16-0.20-0.24 0.18-0.24-0.3
Free-cutting Steels
(<125HB)
High-carbon
Steels,Medium-
carbon Steels (< 110-80-60 0.10-0.13-0.16 0.12-0.15-0.18 0.14-0.18-0.22 0.16-0.20-0.24
25HRC)
Alloy Steels, Tool
n Steels. 110-80-60 0.10-0.13-0.16 0.12-0.15-0.18 0.14-0.18-0.22 0.16-0.20-0.24
(<35HRC)
Alloy Steels, Tool
Steels. 100-80-60 0.10-0.12-0.16 0.12-0.14-0.18 0.14-0.16-0.20 0.16-0.20-0.24
(35-48HRC)
PH and Ferrite/
Martensitic Steels 100-80-60 0.10-0.12-0.16 0.12-0.14-0.18 0.14-0.16-0.20 0.16-0.20-0.24
(<35HRC)
Grey Cast Iron
(<32HRC) 140-120-60 0.12-0.20-0.26 0.17-0.26-0.32 0.20-0.32-0.40 0.25-0.30-0.36
m Moderately Difficult
Alloy Castiron, |34 145 g 0.12-0.18-0.24 0.15-0.20-0.27 0.17-0.22-0.30 0.20-0.26-0.32
Nodular Cast Iron
(<28HRC)
Difficult High-alloy
CastIron, Nodular 120-90-60 0.10-0.16-0.22 0.10-0.13-0.16 0.13-0.17-0.21 0.15-0.20-0.26
Cast Iron(<45HRC)
Wrought
Aluminium 150-120-60 0.12-0.20-0.26 0.17-0.26-0.32 0.20-0.32-0.40 0.25-0.30-0.36
Alloys(Si<12%)
Cast Aluminium
m Alloys(Si<12%) 150-120-60 0.12-0.18-0.24 0.15-0.20-0.27 0.17-0.22-0.30 0.20-0.26-0.32
Cast Aluminium
Alloys(Si>12%) 150-120-60 0.10-0.13-0.16 0.12-0.15-0.18 0.14-0.18-0.22 0.16-0.20-0.24
Copper, Copper 190 019 0 14. 016 090~
Alloys (<300RB) ~ 150-120-60 0.10-0.12-0.16 0.12-0.14-0.18 0.14-0.16-0.20 0.16-0.20-0.24

[Remark:

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

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

working conditions during processing.
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HOLEMAKING TOOLS | Solid Carbide Drills

Recommended Cutting Data
D101/D102/D103 NC Centre Drills

Ve fn
(m/min) (mm/rev)
Workpiece
12 14 16 20
Low-carbon Steels,
Long Chipping (< 130-100-60 - 0.20-0.26-0.32 0.24-0.30-0.35 0.28-0.34-0.4 0.32-0.38-0.45
125HB)
Low-carbon Steels,
Short Chipping,
Free-cutting Steels 120-100-60 - 0.20-0.26-0.32 0.24-0.28-0.34 0.28-0.34-0.4 0.32-0.38-0.45
(<125HB)
High-carbon
Steels,Medium-
carbon Steels (< 110-80-60 - 0.18-0.24-0.30 0.20-0.26-0.30 0.22-0.28-0.32 0.26-0.32-0.40
25HRC)
Alloy Steels, Tool
Steels. 110-80-60 - 0.18-0.24-0.30 0.20-0.26-0.30 0.22-0.28-0.32 0.26-0.32-0.40
(<35HRC)
Alloy Steels, Tool
Steels. 100-80-60 - 0.18-0.24-0.30 0.20-0.26-0.30 0.22-0.28-0.32 0.26-0.32-0.40
(35-48HRC)
PH and Ferrite/
Martensitic Steels ~ 100-80-60 - 0.18-0.24-0.30 0.20-0.26-0.30 0.22-0.28-0.32 0.26-0.32-0.40
(<35HRC)
Grey Cast Iron
(<32HRC) 140-120-60 - 0.26-0.32-0.38 0.28-0.32-0.40 0.30-0.36-0.42 0.32-0.38-0.44
Moderately Difficult
Alloy Cast iron,
m Nodular Cast Iron 130-105-60 - 0.22-0.28-0.34 0.24-0.30-0.36 0.26-0.32-0.38 0.30-0.36-0.42
(<28HRC)
Difficult High-alloy
CastIron, Nodular ~ 120-90-60 - 0.17-0.22-0.28 0.19-0.26-0.31 0.20-0.27-0.33 0.28-0.29-0.35
Cast Iron(<45HRC)
Wrought
Aluminium 150-120-60 - 0.26-0.32-0.38 0.28-0.32-0.40 0.30-0.36-0.42 0.32-0.38-0.44
Alloys(Si<12%)
Cast Aluminium
m Alloys(Si<12%) 150-120-60 - 0.22-0.28-0.34 0.24-0.30-0.36 0.26-0.32-0.38 0.30-0.36-0.42
Cast Aluminium
Alloys(Si>12%) 150-120-60 - 0.18-0.24-0.30 0.20-0.26-0.30 0.22-0.28-0.32 0.26-0.32-0.40
Copper, Copper
Alloys (<200HB) 150-120-60 - 0.18-0.24-0.30 0.20-0.26-0.30 0.22-0.28-0.32 0.26-0.32-0.40

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

D918 Twist Drills for General Purpose

Workpiece

Ve

(m/min)

Solid Carbide Drills | HOLEMAKING TOOLS

fn
(mm/rev)

@3

4

®6

®8

?10

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

100-80-50

140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

Low-carbon Steels,
Short Chipping,
Free-cutting Steels

(<125HB)

100-75-50

140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

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

90-70-45

120-80-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

Alloy Steels, Tool
Steels.
(<35HRC)

90-70-45

110-80-50

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

Alloy Steels, Tool
Steels.
(35-48HRC)

80-60-40

90-60-40

0.09-0.12-0.14

0.10-0.14-0.17

0.13-0.17-0.22

0.17-0.23-0.29

0.21-0.28-0.35

PH and Ferrite/
Martensitic Steels
(<35HRC)

70-50-30

80-50-30

0.09-0.12-0.14

0.10-0.14-0.17

0.13-0.17-0.22

0.17-0.23-0.29

0.21-0.28-0.35

Austenitic
Stainless
Steels(130-
200HB)

50-40-20

0.05-0.08-0.10

0.06-0.10-0.12

0.07-0.12-0.14

0.08-0.13-0.18

0.09-0.15-0.20

High-Strength
Austenitic
Stainless Steels
and Cast Stainless
Steels (<

25HRC)

55-40-30

0.03-0.06-0.08

0.04-0.08-0.10

0.05-0.08-0.10

0.06-0.10-0.12

0.07-0.11-0.14

Duplex Stainless
Steels (<30HRC)

55-40-20

0.03-0.06-0.08

0.04-0.08-0.10

0.05-0.08-0.10

0.06-0.10-0.12

0.07-0.11-0.14

Grey Cast Iron
(<32HRC)

100-80-60

140-120-60

0.13-0.17-0.21

0.15-0.20-0.26

0.17-0.26-0.32

0.20-0.32-0.40

0.25-0.36-0.42

Moderately Difficult
Alloy Cast iron,
Nodular Cast Iron

(<28HRC)

100-80-60

140-120-60

0.11-0.15-0.18

0.13-0.18-0.22

0.15-0.23-0.27

0.17-0.26-0.38

0.22-0.28-0.38

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

90-70-60

100-90-60

0.06-0.09-0.11

0.08-0.10-0.13

0.10-0.13-0.16

0.13-0.17-0.21

0.15-0.20-0.26

Wrought
Aluminium
Alloys(Si<12%)

315-230-90

0.06-0.09-0.11

0.13-0.20-0.26

0.16-0.22-0.28

0.18-0.26-0.32

0.20-0.30-0.38

Cast Aluminium
Alloys(Si<12%)

315-230-90

0.06-0.09-0.11

0.13-0.20-0.26

0.16-0.22-0.28

0.18-0.26-0.32

0.20-0.30-0.38

Cast Aluminium
Alloys(Si>129%)

270-180-90

0.06-0.09-0.11

0.13-0.20-0.26

0.16-0.22-0.28

0.18-0.26-0.32

0.20-0.30-0.38

Copper, Copper
Alloys (<200HB)

180-135-90

0.06-0.09-0.11

0.13-0.20-0.26

0.16-0.22-0.28

0.18-0.26-0.32

0.20-0.30-0.38

Remark:

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
2. Make sure total indicated run-out(TIR) is less than 0.02mm.
3. The recommended cutting condition is suitable for apply water soluble.
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters according to actual
working conditions during processing.
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Recommended Cutting Data Recommended Cutting Data
D918 Twist Drills for General Purpose D928 Twist Drills for Cast Iron
Ve fn Ve fn
(m/min) (mm/rev) (m/min) (mm/rev)
Workpiece Workpiece
n ﬁ o12 ®14 ®16 ?18 ®20 ﬂ B 3 P4 6 8 10
Low-carbon Steels, Low-carbon Steels,
Long Chipping (< 100-80-50 = 140-100-60 = 024-0.33-041 = 0.28-038-0.45 = 0.30-0420.50 & 0.33-042-0.50 = 0.34-0.43-0.51 Long Chipping (< = 100-80-50 | 140-100-60 ~0.09-0.13-0.16 = 0.11-0.150.19 = 014-0.19-023 = 0190.25-031 = 0.23-0.30-0.38
125HB) 125HB)
Low-carbon Steels, Low-carbon Steels,
sShort Chipping, Fiee- 5 7550 | 140-100-60 | 0.24-033-041 | 028-0.38-045 030-0.42-050 = 033-042-050 = 0.34-0.43-0.51 ShortChipping, | 100.75.50 | 140-100-60 | 0.09-0.13-0.16 = 011015019 = 0.14-019-023 | 019025031 = 0.23-030-0.38
cutting Steels (< Free-cutting Steels
125HB) (<125HB)
High-carbon High-carbon
Steels,Medium- Steels,Medium-

90-70-45 | 120-80-60 = 0.24-0.33-0.41 = 0.28-0.38-0.45 | 0.30-0.42-0.50 = 0.33-0.42-0.50 = 0.34-0.43-0.51 90-70-45 | 100-80-60 = 0.09-0.13-0.16 | 0.11-0.15-0.19 = 0.14-0.19-0.23 0.19-0.25-0.31 = 0.23-0.30-0.38

carbon Steels (< carbon Steels (<

25HRC) 25HRC)
n Alloy Steels, Tool Alloy Steels, Tool
Steels. 90-70-45 = 110-80-50 = 024-033-041 @ 028-038-045 030-042-050 = 033-0.42-050 = 0.34-0.43-0.51 Steels. 90-70-45 = 100-80-60 = 0.09-0.13-0.16 = 0.11-0.15-0.19 = 0.14-0.19-023 = 0.19-0.25-0.31 = 0.23-0.30-0.38
(<35HRC) (<35HRC)
Alloy Steels, Tool Grey Cast Iron
Steels. 80-60-40 = 90-60-40 | 022-030-037 @ 026-035041 = 0.28-0.37-044 = 031-0.38-046 | 0.31-0.39-0.47 ( <y32HRc) 100-80-60  160-140-60 0.13-0.17-021 | 0.15-020-026 = 0.17-026-032 = 020-0.32-040  0.25-0.36-0.42
(35-48HRC)
PH and Ferrite/ ) Moderately
Martensitic Steels | 70-50-30 | 80-50-30  0.22-0.30-0.37 = 026-0.35-041 = 0.28-0.37-0.44 | 0.31-0.38-0.46 | 0.31-0.39-0.47 Difficult Alloy Cast
(<35HRO) iron, Nodular = 100-80-60 | 140-120-60 0.11-0.15-0.18 | 0.13-0.18-0.22 = 0.15-023-027  0.17-0.26-0.38 | 0.22-0.28-0.38
Austenitic Castlron (<
. 28HRC)
Sf;i'l:('gg - 50-40-20 | 0.10-0.17-0.22 | 0.11-0.18-024  012-020-024 = 013-022-026 = 0.14-0.24-0.28 Difficult High-alloy
200HB) Castlron, Nodular 90-70-60 = 100-90-60 =~ 0.06-0.09-0.11 | 0.08-0.10-0.13  0.10-0.13-0.16  0.13-0.17-021  0.15-0.20-0.26
High-Strength Cast Iron(<45HRC)
M Austenitic Wrought
Stainless Steels ; _40- 0.13- 0.13- 20.14- -0.14- 0.16- Aluminium - 315-230-90  0.06-0.09-0.11 = 0.13-0.20-0.26 = 0.16-022-028  0.18-0.26-0.32 = 0.20-0.30-0.38
B Sl 55-40-30  0.08-0.13-0.16 = 0.09-0.13-0.18 | 0.10-0.14-0.18 | 0.10-0.14-020 | 0.12-0.16-0.22 Aoy 55)
Steels (<
25HRC ini
ou lexSta)mleSS m %"f‘%é‘éﬁﬁ'&'%‘ - 315-230-90  0.06-0.09-0.11 | 0.13-0.20-026 = 0.16-022-028  0.18-026-032 | 0.20-0.30-0.38
P - 55-40-20  0.08-0.13-0.16 = 0.09-0.13-0.18 | 0.10-0.14-0.18 | 0.10-0.14-020 | 0.12-0.16-0.22 y

Steels (<30HRC)

Cast Aluminium
G(ﬁégﬁthc'gon 100-80-60 = 140-120-60 = 026-0.38-0.46 = 0.28-0.40-050 = 0.30-0.42-052 | 0.32-0.44-0.54 = 0.36-0.48-0.56 Alloys(Si>12%) - 270-180-90 | 0.06-0.09-0.11 | 0.13-0.20-026 | 0.6-0.22-0.28 | 0.18-026:0.32 | 0.20-0.30-0.38

Moderately Difficult
Alloy Cast iron,
m 100-80-60 | 140-120-60 = 0.22-034-0.42 | 024-035-044 026:0.40-048 = 030-0.40-046 | 0.34-0.43-0.50

Nodular Cast Iron (<
28HRC) Remark:

Difficult High-alloy Cast 1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
Iron, NodularCast = 90-70-60 | 100-90-60 | 0.17-0.22-0.28 | 0.19-0.26-0.31 = 020-0.27-0.33 | 0.23-028-0.34 = 0.23-0.29-0.35 2. Make sure total indicated run-out(TIR) is less than 0.02mm.
Iron(<45HRC) 3. The recommended cutting condition is suitable for apply water soluble.
4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters according to actual
Wrought working conditions during processing.
Aluminium - 315-230-90 | 0.22-0.34-0.42 | 0.24-0.36-0.44 = 0.28-0.38-0.46 0.32-0.40-0.48 0.34-0.42-0.48

Alloys(Si<12%)

Cast Aluminium
m Alloys(Si<12%) - 315-230-90 | 0.22-0.34-0.42 = 0.24-0.36-0.44 = 0.28-0.38-0.46 = 0.32-0.40-0.48 = 0.34-0.42-0.48

Cast Aluminium

Alloys(Si>12%) - 270-180-90 | 0.22-0.34-042 | 0.24-0.36-0.44 | 0.28-0.38-046 = 0.32-040-048 | 0.34-0.42-0.48

Copper, Copper

Alloys (<200HB) = 180-135-90 | 0.22-0.34-0.42 = 0.24-0.36-0.44 | 0.28-0.38-0.46 | 0.32-0.40-0.48 = 0.34-0.42-0.48

Remark:

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

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

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

4. If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters according to actual
working conditions during processing.
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Recommended Cutting Data
D928 Twist Drills for Cast Iron

Recommended Cutting Data
D998 Twist Drills for Hardened Steel

Ve fn Ve fn
(m/min) (mm/rev) (m/min) (mm/rev)
Workpiece Workpiece
n E d12 d14 D16 d18 ®20 H D3 4 b6 d8 ®10
Low-carbon Hardened
ngfgéfhléo?i 100-80-50 | 140-100-60 | 0.24-0.33-0.41 = 0.28-0.38-0.45 | 0.30-0.42-0.50 0.33-0.42-0.50 = 0.34-0.43-0.51 Stzetls"llar?f;ed 40-30-20 , 0.04-0.06-0.08 0.05-0.08-0.10 = 0.06-0.10-0.13 = 0.08-0.12-0.15 = 0.09-0.14-0.16
eels -
125HB) 55HRC)
Low-carbon
Steels, Short Hardened
Chipping, Free- = 100-75-50 | 140-100-60 0.24-0.33-0.41 0.28-0.38-0.45 0.30-0.42-0.50 0.33-0.42-0.50 0.34-0.43-0.51 SteelsHardened 30-20-15 N 0.03-0.05-0.07 0.03-0.06-0.08 0.04-0.08-0.12 0.06-0.10-0.13 0.08-0.12-0.15
cutting Steels (< Steels (55-
125HB) 60HRC)
High-carbon
steelsMedium-_ | g5 70,45 | 100-80-60 | 0.24-0.33-041 028038045 = 030042050 & 033042050 = 0.34-043-0.51
carbon Steels (<
25HRC)
Alloy Steels, Tool Ve fn
Steels. 90-70-45 | 100-80-60 = 0.24-0.33-0.41 = 0.28-0.38-0.45 0.30-0.42-0.50 0.33-0.42-0.50 | 0.34-0.43-0.51 (m/min) (mm/rev)
(<35HRC) Workpiece
G{%gaﬁgon 100-80-60 | 160-140-60 0.26-038-0.46 = 028-0.40-050 = 0.30-042-0.52 | 0.32-0.44-0.54  0.36-0.48-0.56 n 12 14 16 - -
Moderately Hardened
Difficult Alloy Cast SteelsHardened 40-30-20 - 0.10-0.15-0.17 0.10-0.16-0.20 0.10-0.16-0.20 - -
iron, Nodular | 100-80-60 ' 140-120-60 & 0.22-0.34-0.42 = 0.24-0.35-0.44 0.26-0.40-0.48 0.30-0.40-0.46 | 0.34-0.43-0.50 Steels (45-55HRC)
Castlron (< UrEnes
.HZ8HIRC) - SteelsHardened |~ 30-20-15 . 0.09-0.13-0.16 | 0.10-0.14-0.17 = 0.10-0.14-0.17 - -
aﬁéy'ggstt'jr'gn’ Steels (55-60HRC)
Nodular Cast Iron( 90-70-60 | 100-90-60 = 0.17-0.22-0.28 = 0.19-0.26-0.31 0.20-0.27-0.33 0.23-0.28-0.34 | 0.23-0.29-0.35
<45HRC)
Wrought Remark:
Aluminium - 315-230-90 | 0.22-0.34-0.42 = 0.24-0.36-0.44 0.28-0.38-0.46 0.32-0.40-0.48 | 0.34-0.42-0.48 1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
Alloys(Si<12%) 2. Make sure total indicated run-out(TIR) is less than 0.02mm.
N 3. The recommended cutting condition is suitable for apply water soluble.
CAa“st Al(uSanZI(L)J/T ~ 31523090 | 0.22-0.34-0.42 0.24-0.36-0.44 0.28-0.38-0.46 0.32-0.40-0.48 0.34-0.42-0.48 4. Ifthe tool si;le is not i!1 the table,lplease refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters according to actual
oys(al 0 working conditions during processing.
Cast Aluminium
Alloys(Si>12%) - 270-180-90 = 0.22-0.34-0.42 = 0.24-0.36-0.44 0.28-0.38-0.46 0.32-0.40-0.48 | 0.34-0.42-0.48

Remark:

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
2. Make sure total indicated run-out(TIR) is less than 0.02mm.
3. The recommended cutting condition is suitable for apply water soluble.

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

working conditions during processing.
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Solid Carbide Drills

Recommended Cutting Data
D713 Straight Flute Drills for Cast Iron

Ve fn
(m/min) (mm/rev)
Workpiece
>4 »6 »8 ®10 ®12
G(%gaséc';‘m 100-80-60 = 140-110-60 | 0.13-0.20-0.26 = 0.16-022:028 = 0.18-0.26-0.32  0.20-0.30-0.38 = 0.22-0.34-0.42
Moderately Difficult
Alloy Castiron, 100-80-60 | 120-100-60 = 0.13-0.18-022 | 0.15-0.20-0.26 0.16-0.22-0.28 | 0.18-0.26-0.32 = 0.22-0.30-0.38
Nodular Cast Iron (< : : . ’ ) : : . : ) : : ’ : .
28HRC)
Difficult High-alloy Cast
Iron, NodularCast =~ 90-70-60 | 100-90-60 | 0.08-0.10-0.13 | 0.10-0.13-0.16 = 0.13-0.17-0.21 = 0.15-0.20-0.26 = 0.17-0.22-0.28
Iron(<45HRC)
Cast Aluminium
m Aloys(sicloy) | 1008060 140-110-60 | 013020026 | 016:022-028 018026032  020030-033 022034042
\e fn
(m/min) (mm/rev)
Workpiece
©14 16 18 20 :
GreyCastion 1506060 | 140-110-60  0.24-0.36-0.44 | 0.28-0.38-046 0.32-0.40-048 = 0.34-042-0.48 -
(<32HRC)
Moderately Difficult
Alloy Cast iron, 100-80-60 | 120-100-60 | 0.24-0.32-0.40 | 0.26-0.32-0.40 028036042 = 0.30-0.38-0.46 -
Nodular Cast Iron (<
28HRC)
Difficult High-alloy Cast
Iron, NodularCast =~ 90-70-60 | 100-90-60 | 0.19-0.26-0.31 | 0.20-0.27-0.33 023-028034  0.23-0.29-0.35 -
Iron(<45HRC)
CastAluminium 15, 05 60 | 140-110-60 | 024-0.36-0.44 | 028-0.38-046  032-040-048 = 0.34-0.42-048 .
Alloys(Si<12%)

Remark:

1. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
2. Make sure total indicated run-out(TIR) is less than 0.02mm.
3. The recommended cutting condition is suitable for apply water soluble.

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

working conditions during processing.
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Recommended Cutting Data
D612 Triple-angle Drill for Composite Material
L : Ve fn
Application Workpiece
m/min mm/rev
Drilling m CFRP. GFRP 60 0.08
D973 Twist Drills for Composite and Metal
o ) Ve fn
Application Workpiece
m/min mm/rev
m CFRP+Aluminium Alloys 60 0.08
m B CFRP+Titanium alloy 20 0.05
Drilling m Aluminium Alloys 60 0.08
E Titanium alloy 15 0.05
M Stainless Steel 15 0.05
D573 Core Drills for Composite and Metal
o . Ve fn
Application Workpiece
m/min mm/rev
m CFRP 60 0.08
m CFRP+Aluminium Alloys 60 0.08
m E CFRP+Titanium alloy 20 0.05
Drilling
m Aluminium Alloys 60 0.08
B Titanium alloy 15 0.05
M Stainless Steel 15 0.05
Remark:
CFRP: Glass fiber reinforced plastics GFRP: Glass fiber reinforced plastics
1. Please use the pneumatic tools with better rigidity, drill set and ensure processing stability
2. When using the small size cutting tool, reduce the tool feed 20%-30%
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Indexable Drilling

e e

e TN AT TN

Indexable Drilling | HOLEMAKING TOOLS

Spade Drill Inserts

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

@ Strengthen cutting edges @ Reducing cutting width

@ Increasing stability @ Reducing drilling torque

Double Screw holes — — — — — — — Np—— Positioning slot

@ Safe and reliable clamping

@ Ensuring radial accuracy

@ Ensuring drilling Stability

DrillingCore = = === === == — — — |
@® Thinner Drilling Core, effectively
reduce the axial resistance

@ Better self-centering

L - Double flank

® Reduce the friction
with the workpiece
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|dentification of Spade Dirill Spade Drill Inserts

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

(@, (@, (@, (@, (@, (@, Ordering Code Di(a mm nti';er Th(i;kr?sss Grade Ordering Code Di(a nT rﬁt)er Th(ir%knr?sss Grade

GM3225 GM3225
MCMG013003-DS 13.00 ° MCMG025004-DS 25.00 °
@Drill Type (®Bore Diameter ®Shank Size ®Groove Type MCMG013503-DS 13.50 ( J MCMG025504-DS 25.50 ( J
o | GESACSpade sy | Efecive driing S Ev—— | el MCMGOl4003:DS 14.00 ° MCMGOZ6004:DS 26.00 °
Drills depth is 8D MCMGO014503-DS 14.50 ° MCMG026504-DS 26.50 °
FMT 2 3 4 s Staight MCMGO15003-DS 15.00 ° MCMG027004-DS 27.00 °
(@Bore Diameter @shank Type MCMG015503-DS 15.50 18 ° MCMG027504-DS 27.50 °
Dia.of mqunting FC Flange-Plat MCMG016003-DS 16.00 o MCMG028004-DS 28.00 o
2 qffzsgln??n M—Morse taper MCMGO16503-DS 16.50 ° MCMG028504-DS 28.50 °
FuT shank MCMGO17003-DS 17.00 ° MCMG029004-DS 29.00 °
MCMGO17503-DS 17.50 ° MCMG029504-DS 29.50 °
MCMGO180T3-DS 18.00 ° MCMG030004-DS 30.00 °
MCMGO185T3-DS 18.50 ° MCMG030504-DS 30.50 476 °
e . MCMGO190T3-DS 19.00 ° MCMG031004-DS 31.00 °
Identification of Spade Drill Inserts MCMGO195T3-DS 19.50 ° MCMG031504-DS 31.50 °
MCMG0200T3-DS 20.00 ° MCMG032004-DS 32.00 °
MCMG0205T3-DS 20.50 ° MCMG032504-DS 32,50 °
MCMG0210T3-DS 21.00 . ° MCMG033004-DS 33.00 °
MCMG0215T3-DS 21.50 ° MCMG033504-DS 33.50 °
M C M G 0 2 O 0 T3 - D S - G M 3 2 25 MCMG0220T3-DS 22.00 ° MCMG034004-DS 34.00 °
MCMG0225T3-DS 22,50 ° MCMG034504-DS 3450 °
MCMG0230T3-DS 23.00 ° MCMG035004-DS 35.00 °
MCMG0235T3-DS 23.50 ° MCMG035504-DS 35.50 °
(®) (®) (®, (@) (@) (@) (®) () MCMG0240T3-DS 24.00 ° MCMG036004-DS 36.00 °
MCMG0245T3-DS 24.50 °
MShape ®Tolerance (®Diameter @Chip breaker Symbol @ Stock O Available upon order
M Spadedil M 0200 | 200mm ndictes the ctting properties
@Relief Angle @Chipst;:izﬁr/Hole ®Thickness(mm) ®Grade
C T G Double-sided T3 3.97 GM3225 ‘
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The Lateral Fixation Type Flange Shank and Helical Flute Holder

— — :

The Lateral Fixation Type Flange Shank and Straight Flute Holder

] (]::) B
o

L) o <

E B F B
E E
) ) Shank ) ) Shank
Drill Insert Max. Drill Overall = Drill Insert Max. Drill Overall B
Ordering Code Range Depth Length Screw Wrench Ordering Code Range Depth Length Screw Wrench
A B E A B E g
Dia. Length Dia. Length
GSD-125-04D-FC20 63.5 142.1 GSD-125-01D-FC20-S 222 97.6
GSD-125-07D-FC20 13.0~15.0 1143 192.9 GSD-125-02D-FC20-S 30-150 34.9 1135
GSD-125-11D-FC20 17738 256.4 00 c00 PSI52M025060- STTo8PC GSD-125-19D-FC20-S ’ ' 295.0 373.9
GSD-150-03D-FC20 63.5 142.1 ‘ ' 03712C GSD-125-25D-FC20-S 387.0 466.0 00 500 PSIS2M025060- | prrocne
GSD-150-06D-FC20 155~17.5 114.3 192.9 GSD-150-01D-FC20-S 222 97.6 ’ ' 03712C
GSD-150-10D-FC20 177.8 256.4 GSD-150-02D-FC20-S P 34.9 1135
GSD-175-05D-FC25 1175 210.8 GSD-150-16D-FC20-S ’ ‘ 295.0 3739
GSD-175-07D-FC25 18.0~215 168.3 261.6 GSD-150-22D-FC20-S 387.0 466.0
GSD-175-12D-FC25 269.9 363.2 550 6.0 PSI52M030075- BTTO9PC GSD-175-02D-FC25-S 47.6 131.8
GSD-215-04D-FC25 1175 210.8 ’ ' 04212C GSD-175-03D-FC25-S 15015 66.7 163.2
GSD-215-07D-FC25 22.0~24.0 168.3 261.6 GSD-175-21D-FC25-S ) ' 457.0 550.5
GSD-215-11D-FC25 269.9 363.2 GSD-175-26D-FC25-S 569.0 658.5 . w60 PSISZMO30075 | prroon
GSD-245-04D-FC32 136.5 239.4 GSD-215-01D-FC25-S 476 131.8 ’ ' 04212C
GSD-245-06D-FC32 25.0 ~29.0 1873 290.2 GSD-215-02D-FC25-S N 66.7 1632
GSD-245-09D-FC32 288.9 391.8 0 600 PSI52M040095- ST 158PC GSD-215-19D-FC25-S S 457.0 550.5
GSD-295-03D-FC32 136.5 239.4 ’ ' 05218C GSD-215-23D-FC25-S 569.0 658.5
GSD-295-05D-FC32 30.0 ~36.0 187.3 290.2 GSD-245-01D-FC32-S 57.2 1485
GSD-295-08D-FC32 288.9 391.8 GSD-245-02D-FC32-S 25 0-290 85.7 188.6
GSD-245-17D-FC32-S ) ' 511.0 614.1
@ Stock O Available upon order
GSD-245-23D-FC32-S 692.0 795.1 :
320 60.0 PSIS2ZM040095- | pr1y5gpc
GSD-295-01D-FC32-S 57.2 1485 05218C
GSD-295-02D-FC32-S 85.7 188.6
30.0 ~36.0
GSD-295-14D-FC32-S 511.0 614.1
GSD-295-19D-FC32-S 692.0 795.1
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The Morse Taper-shank and Helical Flute Holder The Morse Taper-shank and Straight Flute Holder

L - e ——

Drill Insert Max. Drill Overall Shank Drill Insert Max. Drill Overall Shank
Ordering Code Range Depth Length F Screw Wrench Ordering Code Range Depth Length r Screw Wrench
A B E A B E
GSD-125-02D-FMT2 35.0 164.3 GSD-125-02D-FMT2-S 13.0~15.0 35.0 164.3 T PSIS2MO2S060- | o oenc
GSD-125-04D-FMT2 30~ 150 635 192.9 GSD-150-02D-FMT2-S 155~175 35.0 164.3 03712C
GSD-125-07D-FMT2 o 1143 243.7 GSD-175-03D-FMT3-S 18.0~215 69.8 2325 T3 PSISIMO30075- | oo
GSD-125-11D-FMT2 177.8 3072 - PSISZMO25060- | oo GSD-215-02D-FMT3-S 22.0~24.0 69.8 2325 04212C
GSD-150-02D-FMT2 35.0 164.3 03712C GSD-245-02D-FMT4-S 25.0~29.0 85.7 273.8 - PSIS2MO40095- | o1 cgnc
GSD-150-03D-FMT2 s 1re 63.5 192.9 GSD-295-02D-FMT4-S 30.0~350 85.7 281.0 05218C
65D-150-06D-FMT2 114.3 2431 @ Stock O Available upon order
GSD-150-10D-FMT2 177.8 3072
GSD-175-03D-FMT3 69.8 2325
GSD-175-05D-FMT3 015 120.7 2833
GSD-175-07D-FMT3 ) ' 1715 3342 Spade Drill Body Parts
GSD-175-12D-FMT3 273.1 4358 .
VT3 PSI52M030075 BTTO9PC

GSD-215-02D-FMT3 69.8 2325 04212C
GSD-215-05D-FMT3 120.7 2833

22.0~24.0
GSD-215-07D-FMT3 1715 3342
GSD-215-11D-FMT3 273.1 43538
GSD-245-02D-FMT4 85.7 2738
GSD-245-04D-FMT4 136.5 3246

25.0~29.0
GSD-245-06D-FMT4 187.3 3754
GSD-245-09D-FMT4 289.0 477.0 .

FMT4 P5'502'\404%095 PTT158PC Srew Wrench
GSD-295-02D-FMT4 85.7 281.0 5218
GSD-295-04D-FMT4 R 1365 3318 Type Ordering Code Type Ordering Code
65D995.05D-FMT4 0~35. 1873 3006 SI52M2.5*6.0 PSI52M025060-03712C T08 PTTOSPC
) p— ) SI52M3.0*7.5 PSI52M030075-04212C T09 PTTO9PC
SI52M4.0*9.5 PSI52M040095-05218C T15 PTTI5PC

@ Stock O Available upon order
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Recommended Cutting Data Indexable Deep Drill Body Identification
GSD series spade drill
Workpiece Material Recommended Feed (mm/rev)*Refer toDiameter Range *
Material Hardness Cutting Speed
aterials (HB) ) @13.0-17.5 ?18.0-24.0 ©25.0-35.0
o GD 600 A -016.10 S E 4
Low Carbon Steel 85-275 80 - 120 0.18-0.22 0.24-0.28 0.25-0.30 o
Medium Carbon Steel 125-325 80(?01)05 0.18-0.22 0.21-0.28 0.28-0.32
(80)
Alloy Steel 125-375 0.12-0.16 0.16-0.22 0.22-0.28
60- 100
P @l P P €B Ech Ech ;ch
High Alloy Steel 225-400 5(()7_02)0 0.120.16 0.150.20 0.20-0.25
Structural Steel 100- 350 (80) 0.16-0.20 0.18-0.22 022028
60-100 B e e ®Tool Type @Mlnor Serles Code ®Tube Type ®Connectlon Type @Thread Number
i i _ (60) y g y Indexable Deep Slngle External 4Start
Stainless Steel 300 Series 135-275 40 -70 0.12-0.16 0.16-0.20 0.22-0.26 GD " A SubfamllyA S Tube £ Thread 4 Threads
(50) Double Connection
MM staintess Steel 400 Series . 185350 0 60 0.15-0.18 0.18-0.22 0.22-0.26 other | standard D Fube Internal
@Major Serles Code | Thread
; (40) Connectlon
Duplex Stainless Steel 135-275 30- 50 0.10-0.15 0.15-0.18 0.18-0.22 :
-5 600 | Indexable Type @Tool Diameter
. (100)
Forged castiron 150 - 230 80-120 0.18-0.25 0.25-0.30 0.30-0.35 602 Brazed Type 016.10 Dla.= @16.10
m Gray cast iron 150 - 230 \oD) 0.18-0.25 0.25-0.30 0.30-0.35
Y 80-120 e o U
Nodular cast iron 160 - 260 (80) 0.15-0.20 0.25-0.28 0.28-0.38
60-100
Indexable Deep Drill Body List
el it n dlitieroi Szt Type Series Figure Application Advantage
Length of different holders
Parameters > Dri > Dri > Dri illi
Drill Depth < 8D 8D = Drill Depth | 12D = Drill Depth | 16D = Drill Depth 20D > Drill Depth Deep hole drilling for general Screw Locking
< 12D < 16D < 20D materials ; S,
GD600 . High productivity, Lowest cost per
Speed Refer to the above sheet 0.9 0.85 0.8 0.75 Dia.: ®38 ~ ®107mm hole, Good performance consistence
Max. Depth: 100xD ’
Feed Refer to the above sheet 0.95 0.9 0.9 Indexable
Deep Drill .
Note: The parameters recommended in the table are based on the premise of perfect equipment and efficiency. Please according to the actual equipment situation, reduce Deep hole drilling for general
the speed and feed (speed reduced by 20%, feed reduced by 10%) when application. GD602B materials Brazed
Dia.: < ®25mm Multi-edge design, highly polish hole
Max. Depth: 100xD
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GD600 %% G DGOO

Deep Hole Drill Body

TPMT

Deep Hole Drill Inserts

dl

S Ordering Code D L L1 dl d2
T Crade Dimension(mm) ctock GDBOO-XXX.XXSE4 38.00-39.60 85 37 27 30
D S R | W GDBOO-XXX.XXSE4 39.61-43.00 85 37 30 33
TPMT140308-ED GA4230 8.45 3.50 0.80 - o GDBO0-XXXXXSE4 ©43.01-47.00 95 37 33 36
UL p0ebD . — — — - o GDBO0-XXX.XXSE4 §47.01-51.70 95 37 36 39
TPMT24050D GA4230 14.20 550 1.20 - d GDBOO-XXX.XXSE4 ©51.71-56.20 100 41 39.5 43
U280 LD e L il — - o GDBO0-XXX.XXSE4 56.21-60.60 110 41 435 47
@ Stock O Order GDBO0-XXX.XXSE4 960.61-65.00 110 7 47 52
GDBO0-XXX.XXSE4 265.01-66.99 150 7 47 52
GDBOO-XXXXXSE4 @67.00-72.99 150 7 53 58
N P M T GDBO0-XXX.XXSE4 §73.00-79.99 150 7 58 63
GDBOO-XXX.XXSE4 80.00-86.99 180 100 64 70
Deep Hole Drill Inserts GDBOO-XXXXXSE4 87.00-99.99 180 100 71 77
GDBO0-XXX.XXSE4 ©100.00-106.99 180 100 83 89
Note: Al deep hole drill bodies are non-standard customized, requiring the customer to provide the diameter and interface form, the default
is sandvik interface form.
GD600 Series
ModelType Grade Dimension{mm) Stock Insert Assembly RIS Q)
D S R w 238.0039.60  ©39.61-43.00 §43.01-47.00 @47.01-51.70 @51.71-56.20 56.21-60.60
NPMTO0803DD GA4230 8.00 318 0.80 8.36 O Internal NPMT0803DD NPMT0803DD NPMT0803DD TPMT140308-ED  TPMT140308-ED TPMT140308-ED
@ Stock O Order Insert | Central NPMT0803DD NPMT0803DD TPMT140308-ED  TPMT140308ED  TPMT140308-ED TPMT1704DD
External NPMT0803DD TPMT140308-ED TPMT140308-ED TPMT140308-ED TPMT1704DD TPMT1704DD

Diameter (mm)

Insert Assembly

260.61-65.00 265.01-66.99 @67.00-72.99 @73.00-79.99 280.00-86.99 287.00-99.99 100.00-106.99

Internal TPMT1704DD TPMT1704DD TPMT1704DD TPMT2405DD TPMT2405DD TPMT2405DD TPMT280716-ED

Insert Central TPMT1704DD TPMT1704DD TPMT1704DD TPMT2405DD TPMT2405DD TPMT2405DD TPMT280716-ED
External TPMT1704DD TPMT1704DD TPMT2405DD TPMT1704DD TPMT2405DD TPMT280716-ED TPMT2405DD
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Recommended Cutting Data
Indexable Deep Hole Drill GD600

Feed (mm/rev)

. Vc
Workpiece
Matepnals HB  Speed 338.00 @40.00  ©52.00 = ©6400  ©85.00
(m/min) 3999 51.99 63.99 8499  -106.99
Nor- 0.1-0.25%C Annealed 125 | 60120 008015 0102 | 013023 015025 0.18023
allosl/ 0.25-0.55%C Annealed 190 | 60-120  0.080.15 0102 | 013023 015025 0.18023
steel,
cast | 0.25-0.55%C Qﬁ“mcg;dej”d 250 | 60-120 008015 0102 | 013023 015025 01803
Stceftlt’i‘:ze 0.55-0.80%C Annealed 220 60-120 @ 008015 | 0102 @ 013023 015025 01803
steel | 055.0800c =~ Quenchedand aps e 00 008:015 | 0102 | 013023 015-025  0.18-0.3
tempered
E Annealed 200 60-100 @ 008015 | 0102 @ 013023 015025 01803
Low alloy steel and cast 275 60-100 = 008-0.15 | 0102 @ 013023 015025 01803
steel(less than 5% of Quenched and
alloying elements) tempered 300 50-100 @ 008015 | 0102 @ 013023 015025 01803
350 50-100 | 008015 | 0102 @ 013023 015025 01803
High alloy steel, cast steel . Annialjd ! 200 60-120 @ 008015 | 0102 @ 013023 015025 01803
and tool steel uenchedan _ . . i . :
tempered 325 60-120 | 008015 | 01-02 @ 013023 015025 01803
MFe”'“C./ 200  60-110 = 008015 0102 @ 0.13-023 | 015025 0.1803
. artensite
Stainless steel and cast .
M <toel Martensite 240 60-110 = 008-0.15 | 01-0.2 @ 013023 015025 01803
Austenite 180 = 60-110  0.080.15 0102 | 013-023 015025 0.180.3
Ferritic/ 130 60-100  0.08-0.13 & 0.1-0.15 0.13-0.18 0.15-02 018023
Malleable Cast Iron Martensite
Pearlitic 230 60-100 = 008013 = 01015 @ 013018 01502 018023
Ferritic 160 | 60-100  0.080.13 01015 013018 01502 0.180.23
Gray Cast Iron(GG) —
Pearlitic 250 60-100 = 0.08-0.13 = 0.1-0.15 @ 0.13-0.18 01502 0.18023
Ferritic 180 = 60-100  0.080.13 = 01015 013-0.18 01502 0.18-0.23
Nodular Cast Iron(GGG) -
Pearlitic 260 60-100 = 008013 = 01015 @ 013018 01502 018023
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GD602B Series

ZOMR

Deep Hole Drill Inserts

Ind

exable Drilling | HOLEMAKING TOOLS

w
/
/
{
R ||
R~F Dimension(mm)
Type Grade Stock
S R | w | L
ZOMRO0502-PA GN9125 2.2 0.35 4.0 5.0 O
ZOMR0402-PA GN9125 2.2 0.4 4.1 6.1 @)
ZOMR0302-PA GN9125 2.2 0.4 3.3 4.5 @)
@ Stock O Order
Guide Pad
R
| 1=
L s
Dimension(mm)
Type Grade Stock
w s | L R
PAD-04080A GT20A 3.8 2.05 8.00 0.5 O
@ Stock O Order
Deep Hole Drill body
@|
N
b u
L
Dimension(mm)
Type
D L L1 | d1 o)
GD602B-XXX.XXSE4 16.08 42.58 25.00 10.80 12.60
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Recommended Cutting Data Indexable Drill Body Identification System
Indexable Deep Hole Drill GD602A/B
Ve f (mm/rev)
Workpiece Material HB Speed(m/
min) 28.00-15.59 ©15.60-19.99 @20.00-25.00
0.1-0.25%C Annealed 125 70-120 0.05-0.13 0.08-0.15 0.1-0.17 G H D 200 3 D FC 25 06 A
Non-alloy | 0-25-0.55%C Annealed 190 70-120 0.05-0.13 0.08-0.15 0.1-0.17 Q
steel, cast | 95.05505c = Quenchedand g, 40-70 0.05-0.13 0.08-0.15 0.1-0.17
steel, free tempered
cutting steel  0.55-0.80%C Annealed 220 70-120 0.05-0.13 0.08-0.15 0.1-0.17
Quenched and
| 0, - - - |
oomne. INNYC w0 mw e | omon oo O NN o NI Xeleolol®
E Annealed 200 70-100 0.05-0.13 0.08-0.15 0.1-0.17
Low all(lloy stehel agg cafst 275 55-100 0.05-0.1 0.08-0.12 0.1-0.15
steel(less than 5% o uenched and
a“oy|ng elements) Q tempered 300 55-100 0.05-0.1 0.08-0.12 0.1-0.15
350 55-100 0.05-0.1 0.08-0.12 0.1-0.15 ®Tool type (®Aspect Ratio ®Shank size @Cutting edge length
High alloy steel, cast steel Annealed 200 50-85 0.05-0.13 0.08-0.15 0.1-0.17 6HD lindexable il 2D/30/4D/50 ©0 025 04. 05. 06. 07
and tool steel Quenchedand ' 355 55109 0.05-0.1 0.08-0.12 0.1-0.15 09, 11, 13, 15
tempered ) ) ) : e 32 D40
Ferritic/Martensite. 200 60-100 0.05-0.13 0.08-0.15 0.1-0.28 - - ,
Stainless steel and X il @shank type @Drill type
M Martensite 240 60-100 0.05-0.13 0.08-0.15 0.1-0.28
cast steel R ®14-051 Q] h
Austenite 180 60-100 0.05-0.12 0.05-0.12 0.08-0.25 ange . FC Flange-Flat nsert shape A General
Malleable cast iron Ferritic/Martensite 130 80-100 0.05-0.13 0.08-0.15 0.1-0.17 W Flange-Weldone 0 ‘ D D Customer-made
Pearlitic 230 80-100 0.05-0.13 0.08-0.15 0.1-0.17
. FH Flange-Whistle
Ferritic 160 60-100 0.05-0.13 0.06-0.13 0.08-0.18
Gray cast iron(GG)
Pearlitic 250 60-100 0.05-0.13 0.06-0.13 0.08-0.18
Ferritic 180 50-100 0.05-0.13 0.06-0.13 0.08-0.18
Castiron nodular(GGG) —
Pearlitic 260 50-100 0.05-0.13 0.06-0.13 0.08-0.18
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QPMG Drilling Inserts

Fist shape cuttingedge —— »

e Having better performance of
Cooling groove design

e Perfect cooling performance

chip control and cutting stability

Same insert can be used —>

asinside or outside insert . _
Local wide cutting edge and

small rake angle
e Having better fracture resistance

e Convenient for tools management

GHD Drill Body

*—— ¢ High-quality alloy steel
—Superior rigidity and fracture resistance

* Optimized structure design
— Better stability and less noise

/ » Advanced spiral groove design

3 and manufacturing technology
— Improving chipremoval performance

o Nickel-coated surface treatment
— Great corrosion resistance
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GHD-2D

Indexable Drill (Patented)

oy

_

Indexable Drilling

HOLEMAKING TOOLS

Dia. Drilling body pimension Insert
D d a s L L1 L
®14.0 GHD-140-2D-FC20-Q04A 14.0 20 25 50 46 30 9%
®14.5 GHD-145-2D-FC20-Q04A 145 20 25 50 46 30 9%
®15.0 GHD-150-2D-FC20-Q04A 150 20 25 50 48 2 98 QPHIG040204
®15.5 GHD-155-2D-FC20-Q04A 155 20 25 50 48 2 98
®16.0 GHD-160-2D-FC20-Q05A 160 20 25 50 50 34 100
®16.5 GHD-165-2D-FC20-Q05A 165 20 25 50 50 34 100
®17.0 GHD-170-2D-FC25-Q05A 17.0 25 ) 56 57 37 113
®17.5 GHD-175-2D-FC25-Q05A 175 25 ) 56 57 37 113 QPHG050204
®18.0 GHD-180-2D-FC25-Q05A 180 25 ) 56 59 39 115
®185 GHD-185-2D-FC25-Q05A 185 25 2 56 59 39 115
®19.0 GHD-190-2D-FC25-Q06A 19.0 25 2 56 61 41 117
®19.5 GHD-195-2D-FC25-Q06A 195 25 2 56 61 41 117
©20.0 GHD-200-2D-FC25-Q06A 200 25 2 56 63 43 119
®20.5 GHD-205-2D-FC25-Q06A 205 25 ) 56 63 43 119
®21.0 GHD-210-2D-FC25-Q06A 21.0 25 32 56 65 45 121 QPHIG060204
®21.5 GHD-215-2D-FC25-Q06A 215 25 32 56 65 45 121
®22.0 GHD-220-2D-FC25-Q06A 22.0 25 32 56 67 47 123
®22.5 GHD-225-2D-FC25-Q06A 25 25 32 56 67 47 123
®23.0 GHD-230-2D-FC25-Q07A 23.0 25 32 56 69 49 125
235 GHD-235-2D-FC25-Q07A 235 25 3 56 69 49 125
®24.0 GHD-240-2D-FC25-Q07A 24.0 25 32 56 71 51 127
®24.5 GHD-245-2D-FC25-Q07A 24.5 25 3 56 71 51 127
®25.0 GHD-250-2D-FC25-Q07A 25.0 25 ) 56 73 53 129 QPMGOTT306
®25.5 GHD-255-2D-FC32-Q07A 25.5 ) 4 60 81 56 141
®26.0 GHD-260-2D-FC32-Q07A 26.0 ) 4 60 81 56 141
®26.5 GHD-265-2D-FC32-Q07A 26.5 ) 4 60 81 56 141
®27.0 GHD-270-2D-FC32-Q07A 27.0 ) ) 60 83 58 143
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GHD-2D

Indexable Drill (Patented)

GHD-2D

Indexable Drill (Patented)

Indexable Drilling

HOLEMAKING TOOLS

-

[\d ‘\-‘ ! o 3 ® \ ! ol B
Dia. Drilling body pimension Insert Dia. Drilling body pimension Insert
D d d L L2 U L p | d | & | s | 2 | u | L

®27.5 GHD-275-2D-FC32-Q09A 275 3 ) 60 83 58 143 ®40.5 GHD-405-2D-FC40-Q13A 405 40 48 70 116 86 186

®28.0 GHD-280-2D-FC32-Q09A 28.0 32 ) 60 85 60 145 ®41.0 GHD-410-2D-FC40-Q13A 410 40 48 70 118 88 188

®28.5 GHD-285-2D-FC32-Q09A 285 3 ) 60 85 60 145 ®4L5 GHD-415-2D-FC40-Q13A 415 40 48 70 118 88 188

®29.0 GHD-290-2D-FC32-Q09A 29.0 3 ) 60 87 62 147 ®42.0 GHD-420-2D-FC40-Q13A 4.0 40 48 70 120 90 190

®29.5 GHD-295-2D-FC32-Q09A 295 3 ) 60 87 62 147 42,5 GHD-425-2D-FC40-Q13A 025 40 48 70 120 90 190

®30.0 GHD-300-2D-FC32-Q09A 30.0 3 ) 60 89 64 149 ®43.0 GHD-430-2D-FC40-Q13A 43.0 40 48 70 122 ) 192 QPNG130408
®30.5 GHD-305-2D-FC32-Q09A 305 ) ) 60 89 64 149 QPMGO9T308 435 GHD-435-2D-FC40-Q13A 435 40 48 70 122 ) 192

®31.0 GHD-310-2D-FC32-Q09A 31.0 3 ) 60 91 66 151 ®44.0 GHD-440-2D-FC40-Q13A 44.0 40 48 70 124 94 194

®315 GHD-315-2D-FC32-Q09A 315 ) ) 60 91 66 151 ®44.5 GHD-445-2D-FC40-Q13A 445 40 48 70 124 94 194

®32.0 GHD-320-2D-FC32-Q09A 32.0 3 ) 60 93 68 153 ®45.0 GHD-450-2D-FC40-Q13A 45.0 40 48 70 126 % 196

®32.5 GHD-325-2D-FC32-Q09A 325 ) 48 60 93 68 153 ®45.5 GHD-455-2D-FC40-Q15A 455 40 48 70 126 % 196

®33.0 GHD-330-2D-FC40-Q09A 33.0 40 48 70 100 70 170 ®46.0 GHD-460-2D-FC40-Q15A 46.0 40 48 70 128 98 198

®33.5 GHD-335-2D-FC40-Q11A 335 40 48 70 100 70 170 ®46.5 GHD-465-2D-FC40-Q15A 465 40 48 70 128 98 198

®34.0 GHD-340-2D-FC40-Q11A 34.0 40 48 70 103 73 173 ®47.0 GHD-470-2D-FC40-Q15A 47.0 40 48 70 130 100 200

®34.5 GHD-345-2D-FC40-Q11A 345 40 48 70 103 73 173 ®47.5 GHD-475-2D-FC40-Q15A 475 40 48 70 130 100 200

®35.0 GHD-350-2D-FC40-Q11A 35.0 40 48 70 105 75 175 ®48.0 GHD-480-2D-FC40-Q15A 48.0 40 48 70 132 102 202 G150 12
®35.5 GHD-355-2D-FC40-Q11A 355 40 48 70 105 75 175 ®48.5 GHD-485-2D-FC40-Q15A 485 40 48 70 132 102 202

®36.0 GHD-360-2D-FC40-Q11A 36.0 40 48 70 107 1 177 ®49.0 GHD-490-2D-FC40-Q15A 49.0 40 49 70 134 104 204

®36.5 GHD-365-2D-FC40-Q11A 36.5 40 48 70 107 7 177 ®49.5 GHD-495-2D-FC40-Q15A 495 40 49 70 134 104 204

®37.0 GHD-370-2D-FC40-Q11A 37.0 40 48 70 109 79 179 QPHGLIO08 ®50.0 GHD-500-2D-FC40-Q15A 50.0 40 50 70 136 106 206

®37.5 GHD-375-2D-FC40-Q11A 375 40 48 70 109 79 179 ®50.5 GHD-505-2D-FC40-Q15A 50.5 40 50 70 136 106 206

®38.0 GHD-380-2D-FC40-Q11A 38.0 40 48 70 111 81 181 ®51.0 GHD-510-2D-FC40-Q15A 51.0 40 51 70 138 108 208

®38.5 GHD-385-2D-FC40-Q11A 385 40 48 70 111 81 181

®39.0 GHD-390-2D-FC40-Q11A 39.0 40 48 70 113 83 183

®39.5 GHD-395-2D-FC40-Q11A 39.5 40 48 70 113 83 183

®40.0 GHD-400-2D-FC40-Q11A 40.0 40 48 70 116 86 186
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GHD-3D

Indexable Drill (Patented)
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Indexable Drilling
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GHD-3D

Indexable Drill (Patented)

Indexable Drilling

HOLEMAKING TOOLS

Dia. Drilling body pimension Insert
D d a s L L1 L
?14.0 GHD-140-3D-FC20-Q04A 14.0 20 25 50 60 44 110
®14.5 GHD-145-3D-FC20-Q04A 14.5 20 25 50 60 44 110
?15.0 GHD-150-3D-FC20-Q04A 15.0 20 25 50 63 47 113 OPMG050204
®15.5 GHD-155-3D-FC20-Q04A 15.5 20 25 50 63 47 113
?16.0 GHD-160-3D-FC20-Q05A 16.0 20 25 50 66 50 116
?16.5 GHD-165-3D-FC20-Q05A 16.5 20 25 50 66 50 116
?17.0 GHD-170-3D-FC25-Q05A 17.0 25 32 56 4 54 130
®17.5 GHD-175-3D-FC25-Q05A 17.5 25 32 56 4 54 130 OPNG050204
?18.0 GHD-180-3D-FC25-Q05A 18.0 25 32 56 T 57 133
®18.5 GHD-185-3D-FC25-Q05A 18.5 25 32 56 i 57 133
®19.0 GHD-190-3D-FC25-Q06A 19.0 25 32 56 80 60 136
®19.5 GHD-195-3D-FC25-Q06A 19.5 25 32 56 80 60 136
®20.0 GHD-200-3D-FC25-Q06A 20.0 25 32 56 83 63 139
®20.5 GHD-205-3D-FC25-Q06A 20.5 25 32 56 83 63 139
®21.0 GHD-210-3D-FC25-Q06A 21.0 25 32 56 86 66 142 QPMG060204
®21.5 GHD-215-3D-FC25-Q06A 215 25 32 56 86 66 142
®22.0 GHD-220-3D-FC25-Q06A 22.0 25 32 56 89 69 145
®22.5 GHD-225-3D-FC25-Q06A 22.5 25 32 56 89 69 145
®23.0 GHD-230-3D-FC25-Q07A 23.0 25 32 56 92 72 148
®23.5 GHD-235-3D-FC25-Q07A 235 25 32 56 92 2 148
®24.0 GHD-240-3D-FC25-Q07A 24.0 25 32 56 95 75 151
®24.5 GHD-245-3D-FC25-Q07A 24.5 25 32 56 95 75 151
®25.0 GHD-250-3D-FC25-Q07A 25.0 25 32 56 98 78 154 QPMGO7T306
®25.5 GHD-255-3D-FC32-Q07A 25.5 32 42 60 107 82 167
®26.0 GHD-260-3D-FC32-Q07A 26.0 32 42 60 107 82 167
®26.5 GHD-265-3D-FC32-Q07A 26.5 32 42 60 107 82 167
®27.0 GHD-270-3D-FC32-Q07A 27.0 32 42 60 110 85 170
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Dia. Drilling body pimension Insert
D d . s L2 LU L
®27.5 GHD-275-3D-FC32-Q09A 275 3 ) 60 110 85 170
©28.0 GHD-280-3D-FC32-Q09A 28.0 32 ) 60 113 88 173
®28.5 GHD-285-3D-FC32-Q09A 285 3 ) 60 113 88 173
©29.0 GHD-290-3D-FC32-Q09A 29.0 3 ) 60 116 91 176
®29.5 GHD-295-3D-FC32-Q09A 295 3 ) 60 116 91 176
®30.0 GHD-300-3D-FC32-Q09A 30.0 ) ) 60 119 94 179
®30.5 GHD-305-3D-FC32-Q09A 305 &) ) 60 119 94 179 QPHGO9T308
®31.0 GHD-310-3D-FC32-Q09A 31.0 3 ) 60 122 97 182
®31.5 GHD-315-3D-FC32-Q09A 315 ) ") 60 124 97 182
®32.0 GHD-320-3D-FC32-Q09A 32,0 &) ) 60 125 100 185
®32.5 GHD-325-3D-FC32-Q09A 325 2 ) 60 125 100 185
®33.0 GHD-330-3D-FC40-Q09A 33.0 40 48 70 133 103 203
®335 GHD-335-3D-FC40-Q11A 335 40 48 70 133 103 203
®34.0 GHD-340-3D-FC40-Q11A 34.0 40 48 70 137 107 207
®34.5 GHD-345-3D-FC40-Q11A 345 40 48 70 137 107 207
®35.0 GHD-350-3D-FC40-Q11A 35.0 40 48 70 140 10 210
®35.5 GHD-355-3D-FC40-Q11A 355 40 48 70 140 10 210
®36.0 GHD-360-3D-FC40-Q11A 36.0 40 48 70 143 13 213
®36.5 GHD-365-3D-FC40-Q11A 36.5 40 48 70 143 113 213
®37.0 GHD-370-3D-FC40-Q11A 37.0 40 48 70 146 16 216 QPMGLIOA08
®37.5 GHD-375-3D-FC40-Q11A 375 40 48 70 146 16 216
®38.0 GHD-380-3D-FC40-Q11A 38.0 40 48 70 149 19 219
®38.5 GHD-385-3D-FC40-Q11A 385 40 48 70 149 119 219
®39.0 GHD-390-3D-FC40-Q11A 39.0 40 48 70 152 )
®39.5 GHD-395-3D-FC40-Q11A 39.5 40 48 70 152 122 22
®40.0 GHD-400-3D-FC40-Q11A 40.0 40 48 70 156 126 226
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GHD-3D

Indexable Drill (Patented)

GHD-4D

Indexable Drill (Patented)

Indexable Drilling

HOLEMAKING TOOLS

-

[\d ‘\-‘ ! o 3 ® \ ! ol B
: - Dimension ; . Dimension
Dia. Drilling body o ‘ q ‘ m ‘ P ‘ B ‘ 5 ‘ . Insert Dia. Drilling body 5 ‘ g ‘ 0 ‘ 2 ‘ 5 ‘ B ‘ ) Insert
405 GHD-405-3D-FC40-Q13A 405 40 48 70 156 126 226 ©14.0 GHD-140-4D-FC20-Q04A 140 20 25 50 74 58 14
®41.0 GHD-410-3D-FC40-Q13A 410 40 48 70 159 129 229 145 GHD-145-4D-FC20-Q04A 145 20 % 50 72 58 14
®41.5 GHD-415-3D-FC40-Q13A 415 40 48 70 159 129 229 ©15.0 GHD-150-4D-FC20-004A 150 20 ) o - 0 g QPMG040204
42.0 GHD-420-3D-FC40-Q13A 420 40 48 70 162 132 232 ©155 GHD-155-4D-FC20-Q04A 155 20 %5 50 78 6 128
42,5 GHD-425-3D-FC40-Q13A 45 40 48 70 162 132 232 OPHC130408 ©16.0 GHD-160-4D-FC20-Q05A 160 20 25 50 © 66 132
®43.0 GHD-430-3D-FC40-Q13A 430 40 48 70 165 135 235 0165 GHD-165-4D-FC20-Q05A 165 20 %5 50 © 66 132
435 GHD-435-3D-FC40-Q13A 435 40 48 70 165 135 235 ©17.0 GHD-170-4D-FC25-Q05A 170 25 3 56 o1 n 147
®44.0 GHD-440-3D-FC40-Q13A 440 40 48 70 168 138 238 P GHD-175-4D-FC25-005A 75 " - 5 - - g Q°Ve0=0204
445 GHD-445-3D-FC40-Q13A 445 40 48 70 168 138 238 ©18.0 GHD-180-4D-FC25-Q05A 180 25 3 56 95 75 151
®45.0 GHD-450-3D-FC40-Q13A 450 40 48 70 171 141 241 ©185 GHD-185-4D-FC25-Q05A 185 5 o 56 95 75 151
455 GHD-455-3D-FC40-Q15A 455 40 48 70 171 141 241 ©19.0 GHD-190-4D-FC25-006A 190 5 1 56 99 19 155
$46.0 GHD-460-3D-FC40-Q15A 46.0 40 48 70 174 144 244 ©195 GHD-195-4D-FC25-006A 195 e 0 o6 9% 79 155
465 GHD-465-3D-FC40-Q15A 465 40 48 70 174 144 244 ©200 GHD-200-4D-FC25-Q06A 200 5 i~ 56 103 83 159
P47.0 GHD-470-3D-FC40-Q15A 470 40 48 70 177 147 247 ©205 GHD-205-4D-FC25-Q06A -~ - o G 103 &3 56
D475 GHD-475-3D-FC40-Q15A 475 40 48 70 177 147 247 ©21.0 GHD-210-4D-FC25-Q06A 10 - » o 107 p 163 QPMG060204
$48.0 GHD-480-3D-FC40-Q15A 480 40 48 70 180 150 250 OPG150512 215 GHD-215-4D-FC25-Q06A )15 25 0 56 107 87 163
485 GHD-485-3D-FC40-Q15A 485 40 48 70 180 150 250 ©220 GHD-220-4D-FC25-006A 220 2% 0 56 111 o1 167
$49.0 GHD-490-3D-FC40-Q15A 49.0 40 49 70 183 153 253 225 GHD-225-4D-FC25-Q06A 25 25 0 56 11 o1 167
®49.5 GHD-495-3D-FC40-Q15A 49.5 40 49 10 183 153 253 $23.0 GHD-230-4D-FC25-Q07A 23.0 25 32 56 115 95 1
$50.0 GHD-500-3D-FC40-Q15A 50.0 40 50 70 186 156 256 235 GHD-235-4D-FC25-Q07A 235 25 3 56 115 95 171
®50.5 GHD-505-3D-FC40-Q15A 50.5 40 50 70 186 156 256 ®24.0 GHD-240-4D-FC25-Q07A 24.0 25 32 56 119 99 175
— n LS LA — i 2L i — L | B ®24.5 GHD-245-4D-FC25-Q0TA 245 25 2 56 119 99 175
$25.0 GHD-250-4D-FC25-Q07A 25.0 25 2 56 123 103 179 QPMGO7T306
255 GHD-255-4D-FC32-Q07A 255 2 ) 60 133 108 193
$26.0 GHD-260-4D-FC32-Q07A 26.0 kY] ) 60 133 108 193
26.5 GHD-265-4D-FC32-Q07A 26.5 2 £ 60 133 108 193
®27.0 GHD-270-4D-FC32-Q07A 27.0 2 ) 60 137 112 197
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GHD-4D GHD-4D

Indexable Drill (Patented) Indexable Drill (Patented)

-

T e e——

Dia. Drilling body pimension Insert Dia. Drilling body pimension Insert
Db d d L 12 U L Db d d Lk L u L

@275 GHD-275-4D-FC32-Q09A 275 ) ") 60 137 112 197 ®40.5 GHD-405-4D-FC40-Q13A 405 40 48 70 196 166 266

©28.0 GHD-280-4D-FC32-Q09A 28.0 3 ) 60 141 116 201 ®41.0 GHD-410-4D-FC40-Q13A 410 40 48 70 200 170 270

285 GHD-285-4D-FC32-Q09A 285 3 ) 60 141 16 201 ®415 GHD-415-4D-FC40-Q13A 415 40 48 70 200 170 270

©29.0 GHD-290-4D-FC32-Q09A 29.0 3 ) 60 145 120 205 ®42.0 GHD-420-4D-FC40-Q13A 4.0 40 48 70 204 174 214

®29.5 GHD-295-4D-FC32-Q09A 29.5 ) ) 60 145 120 205 42,5 GHD-425-4D-FC40-Q13A 25 40 48 70 204 174 214

®30.0 GHD-300-4D-FC32-Q09A 30.0 ) ) 60 149 124 209 ®43.0 GHD-430-4D-FC40-Q13A 43.0 40 48 70 208 R R
®30.5 GHD-305-4D-FC32-Q09A 305 ) ) 60 149 124 209 QPMG09T308 435 GHD-435-4D-FC40-Q13A 435 40 48 70 208 178 2718

®31.0 GHD-310-4D-FC32-Q09A 31.0 ) ) 60 153 128 213 ®44.0 GHD-440-4D-FC40-Q13A 44.0 40 48 70 212 182 282

®31.5 GHD-315-4D-FC32-Q09A 315 3 ) 60 153 128 213 ®44.5 GHD-445-4D-FC40-Q13A 44.5 40 48 70 212 182 282

®32.0 GHD-320-4D-FC32-Q09A 32.0 &) ) 60 157 132 217 ®45.0 GHD-450-4D-FC40-Q13A 45.0 40 48 70 216 186 286

®32.5 GHD-325-4D-FC32-Q09A 325 &) ) 60 157 132 217 ®45.5 GHD-455-4D-FC40-Q15A 455 40 48 70 216 186 286

®33.0 GHD-330-4D-FC40-Q09A 33.0 40 48 70 166 136 236 ®46.0 GHD-460-4D-FC40-Q15A 46.0 40 48 70 220 190 290

®335 GHD-335-4D-FC40-Q11A 335 40 48 70 166 136 236 ®46.5 GHD-465-4D-FC40-Q15A 465 40 48 70 220 190 290

®34.0 GHD-340-4D-FC40-Q11A 34.0 40 48 70 171 141 241 ®47.0 GHD-470-4D-FC40-Q15A 470 40 48 70 224 194 294

®34.5 GHD-345-4D-FC40-Q11A 345 40 48 70 171 141 241 D475 GHD-475-4D-FC40-Q15A 475 40 48 70 224 194 294

®35.0 GHD-350-4D-FC40-Q11A 35.0 40 48 70 175 145 245 ®48.0 GHD-480-4D-FC40-Q15A 48.0 40 48 70 228 198 2% e
®35.5 GHD-355-4D-FC40-Q11A 355 40 48 70 175 145 245 ®48.5 GHD-485-4D-FC40-Q15A 485 40 48 70 228 198 298

®36.0 GHD-360-4D-FC40-Q11A 36.0 40 48 70 179 149 249 ®49.0 GHD-490-4D-FC40-Q15A 49.0 40 49 70 232 202 30

®36.5 GHD-365-4D-FC40-Q11A 36.5 40 48 70 179 149 249 QPHGL10408 ®49.5 GHD-495-4D-FC40-Q15A 495 40 49 70 232 202 30

®37.0 GHD-370-4D-FC40-Q11A 37.0 40 48 70 183 153 253 ®50.0 GHD-500-4D-FC40-Q15A 50.0 40 50 70 236 206 306

®37.5 GHD-375-4D-FC40-Q11A 375 40 48 70 183 153 253 ®50.5 GHD-505-4D-FC40-Q15A 505 40 50 70 236 206 306

®38.0 GHD-380-4D-FC40-Q11A 38.0 40 48 70 187 157 257 ®51.0 GHD-510-4D-FC40-Q15A 51.0 40 51 70 240 210 310

®38.5 GHD-385-4D-FC40-Q11A 385 40 48 70 187 157 257

®39.0 GHD-390-4D-FC40-Q11A 39.0 40 48 70 191 161 261

®39.5 GHD-395-4D-FC40-Q11A 39.5 40 48 70 191 161 261

®40.0 GHD-400-4D-FC40-Q11A 40.0 40 48 70 196 166 266

110 _ GESAC GESAC _ 111




HOLEMAKING TOOLS |

GHD-5D

Indexable Drill (Patented)

-

"—

| =N

Indexable Drilling

di

GHD-5D

Indexable Drill (Patented)

-

—-"—

: = G

Indexable Drilling

HOLEMAKING TOOLS

Dia. Drilling body pimension Insert
D d a s L L1 L
?14.0 GHD-140-5D-FC20-Q04A 14.0 20 25 50 88 2 138
?14.5 GHD-145-5D-FC20-Q04A 14.5 20 25 50 88 2 138
?15.0 GHD-150-5D-FC20-Q04A 15.0 20 25 50 93 T 143 QPMG040204
?15.5 GHD-155-5D-FC25-Q04A 155 25 32 56 102 82 158
?16.0 GHD-160-5D-FC25-Q05A 16.0 25 32 56 102 82 158
?16.5 GHD-165-5D-FC25-Q05A 16.5 25 32 56 102 82 158
®17.0 GHD-170-5D-FC25-Q05A 17.0 25 32 56 108 87 164
Pd17.5 GHD-175-5D-FC25-Q05A 17.5 25 32 56 108 87 164 QPHIG050204
®18.0 GHD-180-5D-FC25-Q05A 18.0 25 32 56 113 93 169
®18.5 GHD-185-5D-FC25-Q05A 18.5 25 32 56 113 93 169
®19.0 GHD-190-5D-FC25-Q06A 19.0 25 32 56 118 98 174
®19.5 GHD-195-5D-FC25-Q06A 19.5 25 32 56 118 98 174
®20.0 GHD-200-5D-FC25-Q06A 20.0 25 32 56 123 103 179
®20.5 GHD-205-5D-FC25-Q06A 20.5 25 32 56 123 103 179
321.0 GHD-210-5D-FC25-Q06A 21.0 25 32 56 128 108 184 QPHMG060204
®21.5 GHD-215-5D-FC25-Q06A 215 25 32 56 128 108 184
$22.0 GHD-220-5D-FC25-Q06A 22.0 25 32 56 133 113 189
225 GHD-225-5D-FC25-Q06A 22.5 25 32 56 133 113 189
®23.0 GHD-230-5D-FC32-Q07A 23.0 32 42 56 143 118 203
235 GHD-235-5D-FC32-Q07A 235 32 42 56 143 118 203
24.0 GHD-240-5D-FC32-Q07A 24.0 32 42 56 148 123 208
®24.5 GHD-245-5D-FC32-Q07A 24.5 32 42 56 148 123 208
®25.0 GHD-250-5D-FC32-Q07A 25.0 32 42 56 153 128 213 QPMGO7T306
255 GHD-255-5D-FC32-Q07A 255 32 42 56 153 128 213
$26.0 GHD-260-5D-FC32-Q07A 26.0 32 42 60 159 134 219
®26.5 GHD-265-5D-FC32-Q07A 26.5 32 42 60 159 134 219
®27.0 GHD-270-5D-FC32-Q07A 27.0 32 42 60 164 139 224
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Dia. Drilling body pimension Insert
D d ks L2 UL
®27.5 GHD-275-5D-FC32-Q09A 275 3 ) 60 164 139 224
©28.0 GHD-280-5D-FC32-Q09A 28.0 32 42 60 169 144 229
©28.5 GHD-285-5D-FC32-Q09A 285 3 ) 60 169 144 229
©29.0 GHD-290-5D-FC32-Q09A 29.0 3 ) 60 174 149 234
®29.5 GHD-295-5D-FC32-Q09A 295 3 ) 60 174 149 234
®30.0 GHD-300-5D-FC32-Q09A 30.0 3 ) 60 179 154 239
®30.5 GHD-305-5D-FC32-Q09A 305 3 ) 60 179 154 g3y (OPME09TI08
®31.0 GHD-310-5D-FC32-Q09A 31.0 ) ) 60 184 159 244
®31.5 GHD-315-5D-FC32-Q09A 315 3 ) 60 184 159 244
®32.0 GHD-320-5D-FC32-Q09A 32.0 3 ) 60 194 164 254
®32.5 GHD-325-5D-FC40-Q09A 325 40 48 60 199 169 269
®33.0 GHD-330-5D-FC40-Q09A 33.0 40 48 60 199 169 269
®335 GHD-335-5D-FC40-Q11A 335 40 48 70 199 169 269
®34.0 GHD-340-5D-FC40-Q11A 34.0 40 48 70 205 175 275
®34.5 GHD-345-5D-FC40-Q11A 345 40 48 70 205 175 275
®35.0 GHD-350-5D-FC40-Q11A 35.0 40 48 70 210 180 280
®35.5 GHD-355-5D-FC40-Q11A 355 40 48 70 210 180 280
®36.0 GHD-360-5D-FC40-Q11A 36.0 40 48 70 215 185 285
365 GHD-365-5D-FC40-Q11A 36.5 40 48 70 215 185 285
®37.0 GHD-370-5D-FC40-Q11A 37.0 40 48 70 220 190 g0 MOHI0H08
®37.5 GHD-375-5D-FC40-Q11A 375 40 48 70 220 190 290
®38.0 GHD-380-5D-FC40-Q11A 38.0 40 48 70 225 195 295
®38.5 GHD-385-5D-FC40-Q11A 385 40 48 70 225 195 295
®39.0 GHD-390-5D-FC40-Q11A 39.0 40 48 70 230 200 300
®39.5 GHD-395-5D-FC40-Q11A 39.5 40 48 70 230 200 300
®40.0 GHD-400-5D-FC40-Q11A 40.0 40 48 70 236 206 306
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GHD-5D QPMG

Indexable Drill (Patented) Indexable Drill Insert (Patented)

-

| =N

- Drilling bod Dimension T
a. ritling body nse Grade Dimension
D ‘ d ‘ dl ‘ Ls ‘ L2 ‘ L1 ‘ L Type Dia. of Drill

®40.5 GHD-405-5D-FC40-Q13A 405 40 48 70 236 206 306 GA4230 | GS4130 co ot A

410 GHD-410-5D-FC40-Q13A 410 40 48 70 241 211 311 QPMG040204-DP b o 47 23 04 2.2 ®14.0~ 159

415 GHD-415-5D-FC40-Q13A 415 40 48 70 241 211 311 QPMG050204-DP i L 51 25 0.4 2.6 ¢16.0 ~ ©18.9

42.0 GHD-420-5D-FC40-Q13A 420 40 48 70 246 216 316 QPMG060204-DP ot L 6.5 2.5 0.4 2.6 ©19.0 ~ 922.5

425 GHD-425-5D-FC40-Q13A 425 40 48 70 246 216 316 QPMOL30408 QPMGOTT306-DP L L .94 35 0.6 2.85 $22.6 ~ 021.0

®43.0 GHD-430-5D-FC40-Q13A 43.0 40 48 70 251 21 321 QPMGO9T308-DP ot o 9.7 3.97 08 3.5 271~ 0330

®43.5 GHD-435-5D-FC40-Q13A 435 40 48 70 251 21 01 QPMG110408-DP d b 115 476 0.8 44 $33.1 ~ ©40.0

®44.0 GHD-440-5D-FC40-Q13A 440 40 48 70 256 226 326 QPMG130408-DP hd d 132 ke 0.8 44 ®40.1 ~ ¢45.0

D445 GHD-445-5D-FC40-Q13A 445 40 48 70 256 226 326 PG LD bt d 152 — — 28 WESL 5L

®45.0 GHD-450-5D-FC40-Q13A 45.0 40 48 70 261 231 331 GA4230—Universal Grade @ stock O Order

GS4130—Suitable for titanium alloys and heat resistant alloys, and unstable conditions

455 GHD-455-5D-FC40-Q15A 455 40 48 70 261 231 331

$46.0 GHD-460-5D-FC40-Q15A 46.0 40 48 70 266 236 336

465 GHD-465-5D-FC40-Q15A 465 40 48 70 266 236 336

P47.0 GHD-470-5D-FC40-Q15A 47.0 40 48 70 21 241 341 Drill Body Parts

475 GHD-475-5D-FC40-Q15A 475 40 48 70 271 241 341

©48.0 GHD-480-5D-FC40-Q15A 48.0 40 48 70 276 246 346

QPMG150512

485 GHD-485-5D-FC40-Q15A 485 40 48 70 276 246 346

©49.0 GHD-490-5D-FC40-Q15A 49.0 40 49 70 281 251 351

495 GHD-495-5D-FC40-Q15A 495 40 49 70 281 251 351

$50.0 GHD-500-5D-FC40-Q15A 50.0 40 50 70 286 256 356

Scre: Wrench
®50.5 GHD-505-5D-FC40-Q15A 505 40 50 70 286 256 356 W . N-m
Insert Type e ‘ Ordering Code Tvoe Ordering Torque

®51.0 GHD-510-5D-FC40-Q15A 51.0 40 51 70 291 261 361 yP & P Code
QPMG040204 SI60M020050-02704 PSI60M020050-02704K TTO6P PTTO6PK 0.6
QPMG050204 SI60M022055-03107 PSI60M022055-03107K TTO7P PTTOTPK 08
QPMG060204 SI60M022055-03107 PSI60M022055-03107K TTO7P PTTOTPK 08
QPMGO7T306 SI60M025070-03509 PSI60M025070-03509K TTO8P PTTOSPK 08
QPMGO9T308 SI60M030080-04210 PSI60M030080-04210K TTO9P PTTO9PK 12
QPMG110408 SI60M040100-05510 PSI60M040100-05510K TT15P PTT15PK 20
QPMG130408 $I60M022055-03107 PSI60M022055-03107K TT15P PTT15PK 20
QPMG150512 SI60M050110-07212 PSI60M050110-07212K TT20P PTT20PK 25
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SPMG Recommended Cutting Data
) Indexable Drill
General Drill Insert
)
R " Material e Feed (mm/rev)*Refer to Diameter Range *
KT = Workpiece Hardness Recommended
r Materials (HB) CuttingSpeed  140-225  ©23.0-27.0 @27.5-33.0 @335-51.0
- \J A (m/min)
g Low Carbon Steel 80 - 170 16(5‘_‘03)00 0.04-0.06 0.04-0.06 0.04-0.08 0.04-0.08
IC L
High Carbon Steel | 170 -250 N 4(01§02)20 0.04-0.10 0.04-0.12 0.06-0.16 0.08-0.18
Grade Dimension o o
Type R - c . ; i ia. of bl n LowAlloySteel  140-260 180 0.04-0.10 0.06-0.12 0.08-0.16 0.08-0.18
SPMG050204-DM ) ) 5 238 0.4 22 ©13.0 ~ ©15.0 (160)
SPMGOB0204-DM ° ° . 538 04 oy ©15.5 ~ D15 High Alloy Steel 180-300 e 0.04-0.10 0.06-0.12 0.08-0.16 0.08-0.18
SPMGO7T308-DM () ) 7.94 3.97 08 28 ©22.0 ~ ©27.5 (160)
Cast Steel 180 -300 140200 0.05-0.08 0.06-0.12 0.08-0.14 0.08-0.16
SPMG090408-DM ® ® 9.8 43 08 423 ©28.0 ~ ©33.0 -
SPMG110408-DM () ® 115 476 0.8 4.4 33.0 ~ D41.0 (Fer/Mar) 150 - 270 (140) 0.04-0.10 0.06-0.12 0.06-0.14 0.06-0.16
Stainless Stee 120-200
SPMG140512-DM ® o 14.3 5.2 12 575 D42.0 ~ ©50.0 M
- (140)
A3 Univereol Grade ® Stock O Order Austenitic 150 - 270 110 - 900 0.04-0.10 0.06-0.12 0.06-0.14 0.06-0.16
GS4130—Suitable for titanium alloys and heat resistant alloys, and unstable conditions
Forged Cast Iron 150 - 230 1z(ol§02)zo 0.04-0.10 0.06-0.14 0.06-0.16 0.08-0.20
Gray Cast Iron 150230 (180) 0.04-0.10 0.06-0.14 0.06-0.16 0.08-0.20
140-230 R Lo DA Lo
Nodular Castlron 160 - 260 (160) 0.04-0.12 0.06-0.16 0.08-0.18 0.08-0.20
130-210
General Drill Insert E (Ni+/Fe+/Co+)HRSA 130 - 400 3(05_0520 0.04-0.06 0.04-0.08 0.04-0.10 0.06-0.12
(Ti+)HRSA 130 - 400 3%5707)0 0.04-0.08 0.04-0.10 0.06-0.12 0.08-0.11
% m Hardened Steel 400 - 3(04—5e30 0.04-0.08 0.04-0.10 0.06-0.12 0.08-0.14

dl

Dimension
Type Grade Dia. of Drill Stock
IC t r dl
WCMT030208-DU GA4230 5.56 2.38 0.8 2.8 ®15.0 ~ $20.5 o
WCMT040208-DU GA4230 6.35 2.38 0.8 2.9 ©21.0 ~ ®24.5 o
WCMTO050308-DU GA4230 7.94 3.18 0.8 3.4 ©25.0 ~ $30.0 o
WCMTO06T308-DU GA4230 9.52 3.97 0.8 3.8 ®30.5 ~ $39.5 o
WCMTO080412-DU GA4230 12.7 4.76 1.2 4.4 ®40.0 ~ $60.0 o

@ Stock O Order

116 _ GESAC GESAC _ 117




HOLEMAKING TOOLS |  Indexable Drilling

ES Eccentric Sleeve

Indexable Boring Tools

T Dimension Adjustment
d ®D1 ®D2 L1 12 L3 L4 Range
ES2025A 20 25 40 45 5 36 3.0 0.2-+04
ES2532A 25 32 50 48 5 38 25 0.2-+04
E£S3240A 32 40 60 55 5 43 25 0.2-+04
ES4050A 40 50 70 65 5 49 3.0 0.2-+04
Instructions for ES Eccentric Sleeve
N0, 2mnf B 0 K0, Ammfir B
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Indexable Boring Tools

Modular Boring System

BT-GCK Boring Adapter

GCK Extension Adaptor

GCK Reduction Adapto

RB Rough Boring Tool

FB Finishing Boring Tool

Rough Boring Tool
Insert Holder

SFB Finishing Boring Tool

Finishing Boring Tool
Insert Holder

/

GRB Large Diameter
Rough Boring tool

RB Rough Boring Tool

120 _ GESAC

GST-FB Large Diameter
Finishing Boring Tool

Finishing Boring Tool
Insert Holder

GBJ16 Fining Boring Tool

RB

Rough Boring Body

Indexable Boring Tools | HOLEMAKING TOOLS

Oréjoedrieng d L Screw A Screw B Wrench Weight Stock
RB19 11 21.5 PSCAM040160D PSCAM040160D PTHO3LD 0.16 (]
RB25 14 40 PSCAM040160D PSCAM040160D PTHO3LD 0.33 o
RB32 18 52 PSCAM050100D PSCAM050200D PTH40LD 0.49 o
RB40 22 48 PSCAM060120D PSCAM060200D PTH50LD 0.98 o
RB50 28 62 PSCAM050120D PSCAM060250D PTH50LD 1.60 (]
RB63 36 60 PSCAM050160D PSCAMO080300D PTH60LD 193 o
RB80 36 60 PSCAM050160D PSCAMO080300D PTHE0LD 0.56 (]

5 [——

Fining Boring Tool
Insert Holder

@ Standard Stock O Available Upon Order
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DZA/DZB DZA/DZB

Rough Boring tool Insert Holder Rough and Back Boring tool Insert Holder

- e -
e e
.l N
£ S -
ulul ulu > -

Ordering code ; : Btaci)cokl it;gelptg e WL W2 Bl Adgpter Insert Sccrew Wrench | Weight = Clamp Stock
Highflute Lowflute e w1 w2 o  5ofing  Boring Insert Screw Wrench Weight Stock holder C fange | sz
insert holderinsert holde range  adapter

i 8 DZCF2936 25 4 11 2936  RB25 CCMT0602 PSI55M060025-35010D PTTOSPD 001  YB25 °
DZA2026  DZB2026 17.0 132 130 052 2026  RB19 CCMT0602 PSIS5M060025-35010D PTTOSPD 0.01 @ DG 25200 IO T 0 o 20 R 250 ICCHIT0c 02 e 0002 o o0 O T RO E DN ICIO2 N B B2 bt
DZA2533  DZB2533 209 132 130 052 2533  RBI9 CCMT0602 PSIS5M060025-35010D PTTOSPD 0.01 @ DZCF3645 32 5 11 3645 RB32Z CCMT0602 PSI55M060025-35010D PTTOS8PD 002  YB32 d
DZA2936  DzB2936 25 117 115 052 2936  RB25 CCMT0602 PSI55M060025-35010D PTTOSPD 0.17 @ DZCF4453 38 9 11 4453 RB32 CCMT0602 PSIS5M060025-35010D PTTOSPD ~ 002~ YBS2 L
DZA3542 DZB3542 30 117 115 052 3542  RB25 CCMT0602 PSI55M060025-35010D PTTOSPD 019 @ DZCF4556 40 5 15 4556 RB40 CCMTO9T3 PSIGOM100040-57010D PTTISPD 004  YBA4O b
DZA3645 DZB3645 32 117 115 052 3645  RB32 CCMT0602 PSI55M060025-35010D PTTOS8PD 037 @ DZCF5566 405 12 15 5566 ~ RB40  CCMTOSTS = PSI60M100040-57010D PTTISPD =~ 005 = YBA4O bt
DZA4453  DZB4453 38 117 115 052 4453  RB32 CCMT0602 PSI55M060025-35010D PTTOS8PD 037 @ DZCF5674 49 11 17 56-74 RBSO CCMTO9T3 PSIGOM100040-57010D PTTISPD 007  YBSO b
DZA4556  DZB4556 40 156 154 053 4556  RB40  CCMTO9T3 PSIGOM100040-57010D PTTISPD 0.56 @ DZCFr4%2 62 17 17 7492 RBSO CCMTO9TS PSI60M100040-57010D PTTISPD 009  YBSO i
DZAS566  DZB5566 405 156 154 053 5566  RB40  CCMTO09T3 PSIGOM100040-57010D PTTISPD 058 @ DZCF7050 60 12 21 7090 RB63 CCMTI204 PSI45M110050-700100 PTT20PD 013 YB63 b
DZAS674  DZBS674 49 176 174 053 5674  RBS0  CCMTO9T3 PSIGOM100040-57010D PTTISPD 110 @ DzCF90110 78 22 21 90-110 RBE3 CCMTI204 PSI45M110050-70010D PTT20PD 0.8  VYBE3 bt
DZA7492 DZB7492 62 17.6 174 053 7492  RB50 CCMTO9T3 PSIGOM100040-57010D PTTISPD 114 @ DZCF90130 82 24 21.5 90130 RB8O CCMT1204 PSI45M110050-70010D PTT20PD 018 YB8O hd
DZAT090  DZBT0S0 60 226 294 054 7090  RBE3  CCMTI204 PSM45MI10050-700100 PTT20PD 178 @ DZCF130170 1025 24 215 130-170 RBSO CCMT1204 PSI45M110050-70010D PTT20PD 028  YBSO °
DZAY0110 DZB90110 78 22.6 224 054 90110 RB63 CCMT1204 PSI45M110050-70010D PTT20PD 190 @ @ Standard Stock O Available Upon Order
DZA90130 DZB90130 82 22.6 224 054 90130 RB8O CCMT1204 PSI45M110050-70010D PTT20PD 230 @
DZA130170 DZBI30170 99.5 22.6 224 054 130170 RB80 CCMT1204 PSI45M110050-70010D PTT20PD 244 @

@ Standard Stock O Available Upon Order
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RB RB

Rough Boring Tool Rough Back-boring Tool

qOp
A

Do
Ordering code d L Boring range Ads?feter Insert holder Weight Stock Ordering code D1 L Bacrlgrt])germg Ads?feter Insert holder Weight =~ Clamp Stock
GCK1-RB19-M 19 325 20-26 GCK1 DZA2026 DZB2026 0.09 [ ) GCK2-RB25-MF 25 50 29-36 GCK2 DZCF2936 0.17 YB25 o
GCK1-RB19-L 19 325 25-31 GCK1 DZA2533 DZB2533 0.1 [ ) GCK2-RB25-LF 25 50 35-42 GCK2 DZCF3542 0.19 YB25 o
GCK2-RB25-M 25 50 29-36 GCK2 DZA2936 DZB2936 0.17 [ ) GCK3-RB32-MF 32 63 36-45 GCK3 DZCF3645 0.37 YB32 o
GCK2-RB25-L 25 50 35-42 GCK2 DZA3542 DZB3542 0.19 @ GCK3-RB32-LF 32 63 44-53 GCK3 DZCF4453 0.37 YB32 o
GCK3-RB32-M 32 65 36-45 GCK3 DZA3645 DZB3645 0.37 [ ) GCK4-RB40-MF 40 63 45-56 GCK4 DZCF4556 0.56 YB40 o
GCK3-RB32-L 32 65 44-53 GCK3 DZA4453 DZB4453 0.37 @ GCK4-RB40-LF 40 63 55-66 GCK4 DZCF5566 0.58 YB40 o
GCK4-RB40-M 40 63 45-56 GCK4 DZA4556 DZB4556 0.56 [ ) GCK5-RB50-MF 50 80 56-74 GCK5 DZCF5674 1.10 YB50 o
GCK4-RB40-L 40 63 55-66 GCK4 DZA5566 DZB5566 0.58 @ GCK5-RB50-LF 50 80 74-92 GCK5 DZCFT7492 1.14 YB50 o
GCK5-RB50-M 50 80 56-74 GCK5 DZA5674 DZB5674 1.10 [ ) GCK6-RB63-MF 64 80 70-90 GCK6 DZCF7090 1.78 YB63 o
GCK5-RB50-L 50 80 74-92 GCK5 DZAT492 DZBT492 1.14 @ GCK6-RB63-LF 64 80 90-110 GCK6 DZCF90110 1.90 YB63 o
GCK6-RB63-M 64 82 70-90 GCK6 DZAT090 DZB7090 1.78 [ ) GCK6-RB80O-MF 80 80 90-130 GCK6 DZCF90130 2.30 YB80 o
GCK6-RB63-L 64 82 90-110 GCK6 DZA90110 DZB90110 1.90 [ ) GCK6-RB80-LF 80 80 130-170 GCK6 DZCF130170 244 YB80 o
GCK6-RB80-M 80 82 90-130 GCK6 DZA90130 DZB90130 2.30 [ ) )
Remarks: Quotation with the insert holder @ Standard Stock O Available Upon Order

GCK6-RB80-L 80 82 130-170 GCK6 DZA130170 DZB130170 2.44 [ )

Remarks: Quotation with the insert holder @ Standard Stock O Available Upon Order
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LRB FB

Large Diameter Rough Boring Tool Finishing Boring Tool

Insert Seat

E L2 L3
E
— =
™ 5 G
T 0. © 0
0 9 @
Zm:,
] Borin Back Borin
Ordering code H Sl Adqpter Insert holder Insert Weight Stock Ordering code  Insert holder & range D & range D Insert Screw Wrench Weight = Stock
range size 11 L B L2 L3
GCA-LRB148-200 102 148-200 GCA CC**1204\CN**1606 3.86 o DPZFB1-A 20-26 - 006 @
GCA-LRB198-250 102 198-250 GCA CC**1204\CN**1606 439 o GCK1-FB20-36 = DPZFB1-B 129.532.5 25-31 10 105 19 - 006 @
GCA-LRB248-300 102 248-300 GCA CC**1204\CN**1606 487 () DPZFB1-C 30-36 30-36 006 @
GCB-LRB298-380 114 298-380 GCB CC**1204\CN**1606 8.97 o DPZFB2-A 25-33 - 012 | @
DPZRBCC12 e x PSI65M050020-
GCB-LRB378-460 119 378-460 GCB DPZRBCNIE CC**1204\CN**1606 10.73 O GCK2-FB25-47 = DPZFB2-B 132.5/355| 32-40 125 11.5 21 36-40 = TPGT080202 570100 PTTO6PD 012 | @
GCB-LRB458-540 124 458-540 GCB CC**1204\CN**1606 12.66 O DPZFB2-C 39-47 39-47 012 | @
GCB-LRB538-780 198 538-780 GCB CC**1204\CN**1606 25.11 O DPZFB3-A 32-42 - 020 @
GCB-LRB778-1020 218 778-1020 GCB CC**1204\CN**1606 36.30 O GCK3-FB32-60 = DPZFB3-B 35 40 4151 16 10 | 25 46-51 020 @
GCB-LRB1018-1260 218 1018-1260 GCB CC**1204\CN**1606 4373 O DPZFB3-C 50-60 50-60 020 | @
_ DPZFB4-A 41-54 - 039 @
Remarks: Quotation with the spare parts @ Standard Stock O Available Upon Order
GCK4-FB41-74 DPZFB4-B | 43 47  50-63 20 14 29 53-63 039 | @
DPZFB4-C 61-74 61-74 03 | @
DPZFB5-A 53-70 62-70 080 @
GCK5-FB53-95 | DPZFB5-B 53 57 @ 65-82 255 19 34 65-82 PSI55M070030- 080 | @
TCMT110204 40010D
DPZFB5-C 78-95 78-95 | (Standard) (Standard) o ooon 080 @
C ) ) TPGH110304 | PSI55M060025-
Ordering code H Parts Adapter size Insert holder DEZFES 68100 80-100 (Optional) 35010D L5 bt
GCK6-FB68-150 DPZFB6-B 672 71 | 94-126 (325 22 (452 94-126 (Optional) 175 | @
DPZRBCC12 CCMT120408 PSI145M110050-70010D 0.25 DPZFB6-C 118-150 118-150 1.75 Y
STMC1604 PTT20PD DPZFB6-A 110-153 112-153 247 | @
STML0828 PTH30LD/ PTH40LD
DPZRBCN16 CNMG1606 STMX0822 03 GCK7-FB100-203 DPZFB6-B 672 71 |126-179 45.5 22 452 126-179 247 | @
STMY0823 DPZFB6-C 150-203 150-203 247 | @
1.Quotation with 1 PC insert holder DPZFBX-A,while DPZFBX-B and DPZFBX-C shall be ordered separately @ Standard Stock O Available Upon Order
2. Back boring need to meet the condition as follow
C>B+D/2

C: Minimum through-hole diameter B: Boring cutter radius D: Back boring machining
Spindle reverses rolling when reverse boring.
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DPZFB LFB

Insert Seat Large Diameter Finishing Boring Tool

@)
Ordering code Figure Insert Boring head Stock ! Boring Adapter Back Back boring .
Ordering code H range size Boringrange depth Weight Stock
1-A ®
GCA-LFB148-215 109 148-215 GCA 38-105 30 3.18 [ J
1-B GCK1-FB20-36 o
Lc ° GCA-LFB198-265 109 198-265 GCA 88-155 30 3.71 [ J
o ° GCA-LFB248-315 109 248-315 GCA 148-205 30 4.19 [ J
GCB-LFB298-395 113 298-395 GCB 188-285 25 9.5 O
2-B TPGH080202 GCK2-FB25-47 (]
P ° GCB-LFB378-475 118 378-475 GCB 268-365 25 11.26 O
A ° GCB-LFB458-555 123 458-555 GCB 348-445 25 25.64 O
GCB-LFB538-795 197 538-795 GCB 428-685 25 13.19 O
3-B GCK3-FB32-60 o
ac ° GCB-LFB778-1035 217 778-1035 GCB 668-925 25 36.83 O
DPZFB GCB-LFB1018-1275 217 1018-1275 GCB 908-1165 25 44.26 O
4-ATP/TC o
4-B-TP/TC GCK4-FB41-74 () Remarks: Quotation with the spare parts @ Standard Stock O Available Upon Order
4-C-TP/TC o
5-A-TP/TC TCMT110204 ®
(Standard)
5-B-TP/TC TPGHL10304 GCK5-FB53-95 o
5-C-TP/TC (Optional) (]
6-A-TP/TC o
6-B-TP/TC GCK6-FB68-150 P
GCKT-FB100-203 .
6-C-TP/TC °® Insert Seat Insert Screw Wrench Weight
Remarks: @ Standard Stock O Available Upon Order DPZFB5-B-TC TCMT110204 PSI55M070030-40010D 0088 0.04
1.Quotation with 1 PC insert holder DPZFBX-1,while DPZFBX-2 and DPZFBX-3 shall be ordered separately
2.0ver DPZFB4 with TCMTT11 and TPEH11 two different types it can be selected according to actual working condition DPZFB5-B-TP TPGH110304 PSI55M060025-35010D 0.04
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SFB SFB

Micro-boring Tool Micaro -boring Bar

L1

L — o
5 L2
= | =gt - -
8 l 5 Y +
la30,002mm S|o —e ::D<M © © o A
f | o ~ . e E Y
= BM8
Type dl L Boringrange = Adaptersize  Insert holder Weight Stock Oréjoedr;ng L1 L2 E:;)rr]geg Adapter size Insert holder Screw Wrench Weight  Stock
GCK2-SFB25-M 25 50 29-38 GCK2 DPZ2938 0.15 O DG1606-21 65 21 6-9 WBGT0201..L PSI55M040020-27010D PTTO6PD 0.04 O
GCK3-SFB32-M 32 63 36-52 GCK3 DPZ3652 0.33 O DG1608-28 63 28 8-11 TBGTO0601..L PSI55M040020-27010D PTTO6PD 0.04 O
GCK4-SFB40-M 40 63 48-68 GCK4 DPZ4868 0.53 O DG1610-35 63 35 10-13 TBGTO0601..L PSI55M040020-27010D PTTO6PD 0.05 O
GCK5-SFB50
GCK5-SFB50-BM 50 80 57-80 GCK5 DPZ5780 1.02 O DG1612-42 73 42 12-15 GCK6-SFB63 TPEH0902..L PSI55M060025-35010D PTTO8PD 0.06 O
GCK6-SFB63-BMA 64 8 70-110 GCK6 DPZ70110 1.70 @) DG1614-50 785 50 14-17 GCK6-SFB8O0  TPEHN902.L  PSIS5M060025-35010D  PTTO8PD  0.08 O
GCK6-SFB80-BMB 80 100 110-150 GCK6 DPZ110150 3.50 O DG1616-60 88 60 16-20 TPEH0902..L PSI55M060025-35010D PTTO8PD 0.11 O
) ) o . DG1620-65 92 65 20-24 TPEH1103..L PSI55M070030-40010D PTTO8PD 0.06 O
Remarks: Quotation with SFB series insert holder @ Standard Stock O Available Upon Order
DG1624-68 95 68 24-28 TPEH1103..L PSI55M070030-40010D PTTO8PD 0.20 O

@ Standard Stock O Available Upon Order

SFB

Boring Tool Insert Holder

B f
~
T T
Ordering code h f Bl Agaisiter Insert holder Screw Wrench Weight  Stock
range size

2938 11 27 29-38  GCK2-SFB25 TPGH0902..L  PSI55M060025-35010D PTTO8PD 0.01 @)

3652 13 35 36-52  GCK3-SFB32 TPGH0902..L  PSI55M060025-35010D PTTO8PD 0.02 O

0Pz 4868 13 43 48-68  GCK4-SFB40 TPGHO0902.L  PSI55M060025-35010D PTTO8PD 0.03 O

5780 20 54 57-80  GCK5-SFB50 TPGH1103.L  PSI55M070030-40010D PTTO8PD 0.09 O

70110 20 66 70-110  GCK6-SFB63  TPGH1103.L  PSI55M070030-40010D PTTO8PD 0.14 O

110150 20 106 110-150 GCK6-SFB80 TPGH1103.L  PSI55M070030-40010D PTTO8PD 0.25 O

@ Standard Stock O Available Upon Order
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GBJ16 | GBJ16

Micro-boring Head Micro-boring Tool Kit

®0.01mm
j) —H
™ 5 6
"N
Ordering Dial Micro | Adapter = Boring ) . .
code D|d|L distance | precision| size | Range Screw Screw Wrench ~ Weight = Stock Ordering code Range Adapter Weight Stock
GBJ16 63|16 |50 0.01 5 GCK6 | 8-50 PSTCM0100110D PSTCM0100070D | PTH50PK 1.14 o BT40-GBJ16-8PCS 8-50 BT40-GCK6-55 3.68 [ J
Remarks:Quotation without holder ,recommend to change the holder to BT40/BT50 GCK6-55 @ Standard Stock O Available Upon Order BT50-GBJ16-8PCS 8-50 BT50-GCKe-85 6.74 ®

@ Standard Stock O Available Upon Order

GBJ16

Micro-boring Bar

GBH2084

Micro-boring head

L1 L2 d2

T

Ordering code D (Dl |Ll| L2 | L Insert Egﬂgg Screw Wrench Weight | Stock
1606-24 6 16 24 34 66 TBGTO0601.L 6-8  PSI55M040020-27010D  PTTO6PD 0.06 o
1608-32 8 16 32 32 64 TBGT060l.L 811  PSI55M040020-27010D PTTO6PD 0.07 o
1610-40 10 16 40 32 72 TBGTO60l.L  10-13  PSI55M040020-27010D PTTO6PD 0.07 o Orderi Bori
rdering : : oring : . ) :
161253 12 16 53 32 85 TPGHO902.L 12-17 PSI55M060025-35010D PTTOSPD 009 @ code B e el er L hlgeekEmes | a2 Dlall precliion Adlpiilze UGN St
GBJ 1616-68 16 16 68 32 100 TPGH0902.L  16-21  PSI55M060025-35010D  PTTO8PD 0.13 o 28 8-280 001 GBH-AB
1620-83 20 16 83 32 115 TPGHO0902.L  20-26 PSI55M070030-40010D  PTTO8PD 0.20 o L )
GBH2084 84 | 20 | 35 | 60 | 80 | Adjustingscrew Wrench Locking screw Wrench 2.74 O
1625-90 25 16 90 32 122 TPGHI1102.L  25-32 PSI55M070030-40010D  PTTO8PD 0.25 o
PSTCMO080160D PTH40PK PSTCMO0120140D PTH60PK
1630-90 30 16 90 32 122 TPGH1102.L  30-42 PSI55M070030-40010D PTTO8PD 0.25 o
1640-90 40 16 90 32 122 TPGH1102.L  40-50 PSI55M070030-40010D PTTO8PD 0.26 () Remarks:Quotation with holder ,please confirm the type of the machine spindle interface with our staff.

@ Standard Stock O Available Upon Order
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GBH2084 BT-GCK

Micro-boring bar Boring Adapter
el

e d5f o
\\M\W%EJ
A

I i
5
Z.
Il i

- ‘SI B Tﬁ
7
=
| | gi == [
B - L2
Orderingcode | D | D1 | L1 | L | Figure Insert Range Screw Wrench Weight | Stock
Ordering code Diagram D di d L1 L2 L Screw Wrench ~ Weight  Stock
200832 8 20 32 74 A TBGTOBOLL 811  PSIS5M04002027010D  PTTO6PD 009 @
201040 10 20 40 75 A TBGTO60L  10-13  PSIS5M040020-27010D  PTTOSPD 010 @ GLKI-TO0 AL - 1 805 - 70 PSTEMOS0050D  PTH2SLD - 103 b
201253 12 20 53 8 A  TPGHO902L  12-17  PSIS5M060025-35010D  PTTOSPD 012 @ e b
gy 201668 16 20 63 103 A TPEHO902L 1621  PSISSMOG0025-35010D  PTTOSRD 016 @ Gekrisob B 19 5 ML 505 60 130 PSTCMOS000D - PTH25LD 118 hd
202083 20 20 83 115 A  TPEMLI03L  20-26  PSIS5M070030-40010D  PTTOSPD 022 @ GG I N O W - O O o s b
202596 25 20 96 131 A TPEHIl03L 25135  PSI55M070030-40010D  PTTO8PD 035 @ k210 A 24 - 4 662 - 100 PSTCMOS0060D  PTH2SLD - 118 hd
2030-115 30 20 115 159 A TPGHIl03L  30-140  PSIS5M070030-40010D  PTTOSPD 052 @ R N bt
2012097 30 20 - 97 B  TPGHIl03L 120280  PSIS5M070030-40010D  PTTOSPD 025 @ GekoleoL B 24 336 14 662 75 160 PSTCMOS006OD - PTH25LD 149 hd
GCK3-80 A 31 - 18 8 - 8  PSTCMOS000D  PTH3OLD 122 °
@ Standard Stock O Available Upon Order
GCK3-100 A 31 - 18 8 - 100  PSTCM060090D  PTH30LD 132 °
GCK3-135L B 31 345 18 8 75 135  PSTCMOG00SD  PTH30LD 154 °
GCK3-165L B 31 397 18 8 85 165  PSTCMOG009D  PTH30LD 176 °
frg | OCKATO A 39 - 2 10 - 70  PSTCM080120D  PTH40LD 121 °
GCK4-100 A 39 - 22 10 - 100  PSTCMO80120D  PTH40LD 146 °
GCK4-150L B 39 434 22 10 85 150  PSTCM080120D  PTH40LD 190 °
GCK4-170L B 39 469 22 10 95 170  PSTCM080120D  PTH40LD  2.16 °
GCK5-60 A 50 - 28 13 - 60  PSTCM100160D  PTHS0LD ~ 122 °
GCK5-80 A5 - 28 13 - 80  PSTCMI00160D  PTHS0LD 152 °
GCK5-100 A 50 - 28 13 - 100  PSTCM080120D  PTHSOLD  1.80 °
G B H 2 0 84 GCKS-150 A 50 - 28 13 - 150  PSTCM100160D  PTHSOLD 252 °
Micro-boring Tool Kit GCK5-180 A 50 - 28 13 - 180 PSTCM100160D  PTH50LD  2.90 {
GCK6-55 A 6 - 36 16 - 55  PSTCM1202000  PTHEOLD 122 °
‘ , GCK6-100 A 64 - 36 16 - 100  PSTCM1202000  PTHEOLD 229 °
Ordering code Range Adapter Weight Stock
GCK6-150 A 64 - 36 16 - 150  PSTCM1202000  PTHGOLD  3.50 °
BT40-GBH2084-8PCS 8-280 BT40- GBH-AS0 6.4 ° GCK6-180 A 64 - 36 16 - 180  PSTCM1202000  PTHGOLD 4.2 °
BT50-GBH2084-8PCS 8-280 BTS50- GBH-AS0 8.89 ° GCK1-80 A 19 - 11 505 - 8  PSTCMO50050D  PTH25LD 3.0 °
_ GCKI-115L B 19 207 11 505 50 115  PSTCMOS0050D  PTH25LD  3.73 °
@ Standard Stock O Available Upon Order
GCK1-145L B 19 26 11 505 60 145  PSTCMOS0050D  PTH25LD 420 °
BTS0O  GCK2-105 A 24 - 14 662 - 105  PSTCMOS0060D  PTH25LD 3.8 °
GCK2-135L B 24 266 14 662 65 135  PSTCMOS0060D  PTH25LD  3.89 °
GCK2-165L B 24 319 14 662 75 165  PSTCMOS0060D  PTH25LD 408 °
GCK3-110 A 31 - 18 8 - 110  PSTCMO60090D  PTH30LD  3.95 °

@ Standard Stock O Available Upon Order

134 _ GESAC GESAC _ 135




HOLEMAKING TOOLS | Indexable Boring Tools Indexable Boring Tools | HOLEMAKING TOOLS

BT-GCK GC

Boring Adapter Large Diameter Boring Adaptor
. =
. AL
1 ! ‘ |I_EjD 0____ ) )
A - ZI:IH»EI an
i -
{1 - |
. —= L
Ordering code Diagram D d1 d L1 L2 L Screw Wrench ~ Weight = Stock Ordering code b ‘ d ‘ L ‘ D1 ‘ Weight ‘ Stock
GCK3-140L B 31 327 18 8 75 140  PSTCMO060090D  PTH30LD  4.09 ° BT50-GCA-55 100 40 55 66.7 428 ot
GCK3-170L B 31 38 18 8 85 170 PSTCMO060090D ~ PTH30LD  4.31 ° BT50-GCA-150 100 40 150 66.7 8.63 bt
GCK4-100 A 39 - 2 10 - 100 PSTCMOG00SOD ~ PTH30LD  3.98 ° BT50-GCA-200 100 40 200 66.7 10.92 o
GCK4-160L B 39 425 22 10 8 160  PSTCMOS0120D  PTH40LD 450 ° BT50-GCA-250 100 40 250 66.7 1321 L
GCK4-205L B 39 50 22 10 95 205  PSTCMO0S0120D  PTH40LD 5.3 ° BT50-GCA-300 100 40 300 66.7 155 O
GCK5-90 A 50 - 28 13 -9 PSTCM080120D  PTH40LD 430 ° BT50-GCB-85 160 40 85 1016 8.9 o
GCK5-165 A 50 - 28 13 - 165  PSTCM100160D  PTH50LD 520 ° BT50-GCB-150 160 40 150 1016 116 O
GCK5-210L B 50 578 28 13 120 210  PSTCM100160D  PTHS0LD 592 ° BT50-GCB-200 160 40 200 1016 13.69 O
GCK5-270L B 50 684 28 13 120 270  PSTCM100160D  PTHS0LD  7.23 ° BT50-GCB-250 160 40 250 1016 15.77 O
GCK6-85 A 64 - 3% 16 - 8 PSTCM100160D  PTHS0LD 428 ° BT50-GCB-300 160 40 300 1016 17.85 O
BT50  GCK6-155 A 64 - 3% 16 - 155 PSTCM120200D  PTH60LD 597 ° @ Standard Stock O Available Upon Order
GCK6-215 A 64 - 3% 16 - 215  PSTCM120200D  PTH60LD  7.43 ° G S D
GCK6-250 A 64 - 3% 16 - 250  PSTCM120200D  PTH60LD 827 ° L
GCK6-300L B 64 805 36 16 160 300  PSTCM120200D  PTH60LD  10.21 ° Alloy Anti-vibration tool Holder
GCK6-350L B 64 90 36 16 160 350  PSTCM120200D  PTH60LD  12.90 e . L
GCKT7-85 A 90 - 46 1915 - 85 PSTCM120200D  PTHI00LD  4.96 ° i 1 7 /
GCK7-150 A 90 - 4 1915 - - PSTCM200290D  PTHI00LD ~ 6.52 ) Di e SE E \%
GCK7-210 A 90 - 4 1915 - - PSTCM200290D  PTH100LD 855 ° tlle
GCKT7-250 A 90 - 4 1915 - - PSTCM200290D  PTH100LD 1035 e T
GCK7-300 A 90 - 46 1915 - - PSTCM200290D  PTH100LD  12.55 ) , ‘ ‘ ‘ ‘ ‘ ‘ ‘ ,
Ordering code D d L1 L2 Adapter Range Weight Stock
GCKT7-350 A 90 - 46 1915 - - PSTCM200290D  PTHI00LD  13.25 °
@ Standard Stock O Available Upon Order C19-GERIL50 19 1 10 325 0.2 ©
C19-GCK1-200 19 11 200 325  GCKL-FB20-36 20-36 0.7 O
C19-GCK1-250 19 11 250 325 0.9 O
C24-GCK2-200 24 14 200 355 1.0 O
GSD C24-GCK2-250 2 14 250 355  GCK2-FB25-47 2547 12 O
C24-GCK2-300 2 14 300 355 15 O
C31-GCK3-250 31 18 250 40 18 O
C31-GCK3-300 31 18 300 40 GCK3-FB32-60 3260 22 O
C31-GCK3-400 31 18 400 40 3.0 O
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GCK GCK

Extension Adaptor Reduction Adaptor

I T
—— 7 3lo

Ordering code D di d2 L Screw Wrench Weight Stock Ordering code D1 D2 d1 d2 L1 L Screw Wrench Weight = Stock
1-1-30 19 11 11 30 PSTCMO050050D PTH25LD 0.06 o 2-1-36 11 19 14 24 30 36 PSTCM050050D PTH25LD 0.08 (]
2-2-30 24 14 14 30 PSTCM050060D PTH25LD 0.09 ) 3-1-41 11 19 18 31 30 41 PSTCM050050D PTH30LD 0.12 [ ]
3-3-30 31 18 18 30 PSTCM060090D PTH30LD 0.14 () 3-2-37 14 24 18 31 25 37 PSTCM050060D PTH30LD 0.13 ®
4-4-45 39 22 2 45 PSTCM080120D PTH40LD 0.29 ) 4-1-58 11 19 22 39 40 58 PSTCM050050D PTH40LD 0.24 [ ]

GCK 4-4-60 39 22 22 60 PSTCM080120D PTH40LD 0.47 ) 4-2-50 14 24 22 39 36 50 PSTCM050060D PTH40LD 0.22 o
5-5-60 50 28 28 60 PSTCM100160D PTH50LD 0.75 ) 4-3-50 18 31 22 39 37 50 PSTCM060090D PTH40LD 0.30 o
5-5-90 50 28 28 90 PSTCM100160D PTH50LD 1.18 ) 5-1-60 11 19 28 50 40 60 PSTCM050050D PTH50LD 0.38 o
6-6-60 64 36 36 60 PSTCM120200D PTH60LD 1.46 ) 5-2-54 14 24 28 50 35 54 PSTCM050060D PTH50LD 0.38 o
6-6-100 64 36 36 100 PSTCM120200D PTH60LD 2.35 [ ) 5-2-74 14 24 28 50 55 4 PSTCM050060D PTH50LD 0.45 o

@ Standard Stock O Avallable Upon Order 5-3-47 18 31 28 50 29 47 PSTCM060090D PTH50LD 0.46 o
5-3-72 18 31 28 50 54 72 PSTCM060090D PTH50LD 0.54 o

oeK 5-4-42 22 39 28 50 25 42 PSTCM080120D PTH50LD 0.43 o
5-4-67 22 39 28 50 50 67 PSTCM080120D PTH50LD 0.62 o

6-1-70 11 19 36 64 40 70 PSTCM050050D PTH60LD 0.90 [ ]

6-2-63 14 24 36 64 45 63 PSTCM050060D PTH6E0LD 0.66 [ ]

6-2-93 14 24 36 64 75 93 PSTCM050060D PTH6E0LD 0.71 [ ]

6-3-56 18 31 36 64 39 56 PSTCM060090D PTH6E0LD 0.70 [ ]

6-3-96 18 31 36 64 79 96 PSTCM060090D PTH60LD 0.91 [ ]

6-4-51 22 39 36 64 35 51 PSTCM080120D PTH60LD 0.76 [ ]

6-4-101 22 39 36 64 85 101 PSTCM080120D PTH60LD 1.19 [ ]

6-5-41 28 50 36 64 25 41 PSTCM100160D PTH60LD 0.712 o

6-5-91 28 50 36 64 75 91 PSTCM100160D PTH60LD 1.46 [ ]

@ Standard Stock O Available Upon Order
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Insert Screw Wrench R733-C o EGJ

Reamer forComposite Mmaterial

d 0D 02 D1

OAL

Ordering code D(mm) D (in) D1 L1 D2 L2 Lc OAL d Wire
Insert Connector ‘ Screw ‘ Wrench ‘ Stock R733-C-0326 3.26 0.128 3.10 6.5 - - 35 75 3.26 30#
TBGTO601.L PSI55M040020-27010D PTTO6PD PS R733-C-0357 3.57 0.141 3.26 6.5 3.45 13.0 35 75 3.57 284
TPGTOSCLL PSI5EM050020-270100 FTT08PD ° R733-C-0400 400 0157 345 6.5 3.86 13.0 35 75 4.00 -
TPGH0902..L PSI55M060025-35010D PTTO8PD () R733-C-0417 4.17 0.164 3.86 6.5 4.00 13.0 40 100 4.17 -
TPGH1103..L PSI55M070030-40010D PTTO8PD @ R733-C-0450 4.50 0.177 4.17 6.5 4.39 13.0 40 100 4.50 -
TCMT1102 PSI55M060025-35010D PTTO8PD [ ] R733-C-0485 4.85 0.191 4.50 6.5 4,70 13.0 40 100 4.85 11#
CCMTO0602 PSI55M060025-35010D PTTO8PD o R733-C-0500 5.00 0.197 470 6.5 485 13.0 40 100 5.00 -
CCMTO9T3 PSI60M100040-57010D PTTI5PD ® R733-C-0536 5.36 0.211 4.85 6.5 5.20 130 40 100 5.36 64
CCMT1204 PSI45M110050-70010D PTT20PD @
GCK1 PSTCMO050050D PTH25LD O Unit. (mm)
GCK2 PSTCM050060D PTH25LD O
GCK3 PSTCM060090D PTH30LD O
GCK4 PSTCM080120D PTH40LD O
GCK5 PSTCM100160D PTH50LD O
GCK6 PSTCM120200D PTH6E0LD O
@ Standard Stock O Available Upon Order
Work Piece
1234 5 6 123 12 3 4 5
Forged aluminium .
Carbon steel Alloy steel . Cast al .
Alloy steel Tool steel I\Fjlgrigr?s":teergltfe/l Stainless steel | et a1y ni:l:iim alloy o ZAiaH{)ny| nam C?Egggaléc)’y C%n;{; ?.Sa'fe
(<35HRC) (35-48HRC) : (Si< 120 (Si>12%) i
O

© Most Suitable O Suitable

Recommended Cutting Data % P128
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R733-CM

Reamer for Composite and Metal

Indexable Boring Tools

AICKN/
TiSiN

Indexable Boring Tools | HOLEMAKING TOOLS
Recommended Cutting Data
Indexable boring system
Finishing-Boring Roughing
ok o pl ey (mirei:jev) Ap (mm) (m/X’]in) (mirei:jev) (nﬁﬁw)
25-33 110-140 0.05-0.15 0.05-0.3 100-300 0.15-0.25 22
3242 115-150 0.05-0.15 0.05-0.3 105-140 0.15-0.3 27
Carbon 40-55 115-150 0.05-0.15 0.06-0.35 105-150 0.15-0.3 2.7
steel 52-70 115-150 0.15-0.2 0.06-0.35 105-150 0.25-0.35 43
120-164 115-150 0.15-0.2 0.7-0.5 105-150 0304 43
160-204 115-150 0.15-0.2 0.7-0.5 105-150 0304 43
n 2533 100-130 0.05-0.15 0.05-0.15 90-120 0.15-0.25 22
3242 110-140 0.05-0.15 0.05-0.15 100-130 0.15-0.3 37
Alloy 40-55 110-150 0.05-0.15 0.05-0.15 100-130 0.2-0.3 37
steel 52-70 110-150 0.15-0.2 0.15-0.2 100-130 0.25-0.35 43
120-164 110-150 0.15-0.2 0.15-0.2 100-130 0304 43
160-204 110-150 0.15-0.2 0.15-0.2 100-130 0304 43
2533 70-100 0.07-0.15 0.07-0.15 60-90 0.12-0.2 22
32-42 80-110 0.07-0.15 0.07-0.15 70-100 0.15-0.25 3.7
Stainless 40-55 80-110 0.07-0.15 0.07-0.15 70-100 0.15-0.25 3.7
M steel 52-70 80-110 0.1-0.2 0.1-0.2 70-100 02-0.3 43
120-164 80-110 0.1-0.2 0.1-0.2 70-100 0.25-0.35 43
160-204 80-110 0.1-0.2 0.1-0.2 70-100 0.25-0.35 43
25-33 70-100 0.07-0.15 0.12-0.35 60-110 02-0.3 22
32-42 80-110 0.07-0.15 0.12-0.35 60-110 0.25-0.35 37
m ot o 40-55 80-110 0.07-0.15 02-0.5 60-110 0.25-0.35 3.7
52-70 80-110 0.12-0.2 0.2-0.5 60-110 0304 43
120-164 80-110 0.12-0.2 0.25-0.75 60-110 0.3-0.45 43
160-204 80-110 0.12-0.2 0.25-0.75 60-110 0.3-0.45 43
2533 150-300 0.05-0.15 0.12-0.35 120-300 02-0.3 22
3242 150-360 0.1-0.2 0.12-0.35 150-370 0.25-0.35 37
m Aluminium 40-55 150-360 0.1-0.2 0.2-0.5 150-370 0.25-0.35 37
alloy 52-70 150-360 0.1-0.2 02-0.5 150-370 0304 43
120-164 150-360 0.1-0.25 0.25-0.75 150-370 0.3-0.45 43
160-204 150-360 0.1-0.25 0.25-0.75 150-370 0.3-0.45 43
2533 30-40 0.07-0.15 0.12-0.35 2535 0.12-0.2 22
High 32-42 40-45 0.07-0.15 0.12-0.35 30-40 0.15-0.25 3.7
E temgﬁg?,ture 40-55 40-45 0.07-0.15 02-05 30-40 0.15-0.25 3.7
and heat 52-70 40-45 0.1-0.2 02-05 30-40 02-03 43
resistant
alloy 120-164 40-45 0.1-0.2 0.25-0.75 30-40 0.25-0.35 43
160-204 40-45 0.1-0.2 0.25-0.75 30-40 0.25-0.35 43

d Db D2 D1
— 1/77 - e
— e ]
‘ L1
L2
LC
0AL

Ordering code D(mm) D (in) D1 L1 D2 L2 Lc OAL d Wire
R733-C-0326 3.26 0.128 3.10 6.5 - - 35 75 3.26 30#
R733-C-0357 3.57 0.141 3.26 6.5 3.45 13.0 35 75 3.57 28#
R733-C-0400 4.00 0.157 3.45 6.5 3.86 13.0 35 75 4.00 -
R733-C-0417 4.17 0.164 3.86 6.5 4.00 13.0 40 100 4.17 -
R733-C-0450 4.50 0.177 4.17 6.5 4.39 13.0 40 100 4.50 -
R733-C-0485 4.85 0.191 4.50 6.5 4.70 13.0 40 100 4.85 114#
R733-C-0500 5.00 0.197 4.70 6.5 4.85 13.0 40 100 5.00 -
R733-C-0536 5.36 0.211 4.85 6.5 5.20 13.0 40 100 5.36 6#

Unit (mm)
Work Piece
1234 5 6 123 12 3 4 5
Forged aluminium .

Carbon steel Alloy steel . I Cast aluminium :
Aloy steel Toolsieel | [RANEETIE | Stainlesssteel  coseatuminiumalloy o A1) s | ol
(<35HRC) (35-48HRC) (Si< 1250 (Si>12%)

O
© Most Suitable O Suitable

Recommended Cutting Data % P129
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Recommended Cutting Data

R733-Reamer for Composite Mmaterial

Ap (mm) Feed (mm/rev)

Application Work Piece
m/min mm/rev

Reaming m CFRP. GFRP 60 0.08 T h rea d i n g TO O IS

CFRP: Carbon Fiber Reinforced Plastic  GFRP: Glass Fiber Reinforced Plastic
1.Please use the pneumatic tools with better rigidity, drill set, ensure processing stability.
2.When using the small size cutting tool, reduce the tool feed 209%-30%.

R733-CM Reamer for Composite and Metal

Ap (mm) Feed (mm/rev)

Application Work Piece
m/min mm/rev

m CFRP 60 0.08
m Aluminium alloy 60 0.08
m B Titanium alloy 20 0.05
Aluminium
60 0.08
alloy
B Titanium alloy 15 0.05

M Stainless steel 15 0.05

Reaming

CFRP: Carbon Fiber Reinforced Plastic  GFRP: Glass Fiber Reinforced Plastic
1.Please use the pneumatic tools with better rigidity, drill set, ensure processing stability.
2.When using the small size cutting tool, reduce the tool feed 20%-30%.
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T100 High performance helical groove tap for steel

e Suitable for processing steel , machining hardness reaches 32HRC.

e New groove design for smoother chipping removal

e Optimized cutting edge processing method, better accuracy retention

e High-performance powder metallurgical high-speed steel with new coating, making it super toughness and

wear resistance

146 _ GESAC
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T100

High performance helical groove tap for steel

o lc e
= [— ] _ | L
| |
L
tk } lk
In
In
L
L
picture 1 picture 2
) Size of square
Size of Lengthof  Lengthof Length Overall Diameter Number head Diameter
Precision ' cuttingcone thread ofneck length ofshank  Figure of bottom  Stock
thread of groove
lc [ In L D LK a hole
M3*0.5 6H 6 17 46 4 Figure 1 6 3.2 2.5 [ J
M4*0.7 6H 7.5 21 52 5 Figure 1 T 4 3.3 o
M5*0.8 6H 9 25 60 55 Figure 1 7 4.5 4.2 o
M6*1 6H 5 ep 11 29 62 6 Figure 1 3 7 4.5 5 o
M8*1.25 6H ’ 13 34 70 6.2 Figure 2 8 5 6.8 o
M10*1.5 6H 16 38 75 T Figure 2 8 55 8.5 { ]
M12*1.75 6H 18 - 82 8.5 Figure 2 9 6.5 10.3 O
M14*2 6H 20 - 88 10.5 Figure 2 11 8 12 O
@ Standard Stock O Available Upon Order
Cutting parameter recommendation
Material Cutting speed(m/min)
Low-carbon steel C < 0.25% 8~13
Medium- carbon steel C=(0.25-0.45)% 7T~12
High-carbon steel C > 0.45% 6~9
Alloy steel SCM 7T~12

This table is for general choice. When processing, please adjust the cutting parameters according to the actual situation.
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Workpiece Material Table

i Tensile Brinell  Rockwell
IS0l MC Workpiece Material Content Strength Hardness = Hardness
Group N/mm2 HB HRC
. P1 Low-carbon Steels, Long Chipping C<0.25% <530 <125
Low-carbon Steels, Short Chipping, Free-
/ \ p p e n d I X P2 cutting Steels C<0.25% <530 <125
P3 High-carbon Steels, Medium-carbon Steels C>0.25% >530 <220 <25
n P4 Alloy Steels, Tool Steels. C>0.25% 600-850 <330 <35
Steels
P5 Alloy Steels, Tool Steels. C>0.25% 850-1400 340-450 35-48
Ferritic Stainless Steels, Martensitic Stainless =
. Steels, PH Stainless Steels C=(0-04% S-S =l e
High-strength Ferritic Stainless Steels, Martensitic -
P Stainless Steels, PH Stainless Steels. C=(0.1-06)% 900-1350 330-450 35-48
M1 Austenitic Stainless Steels C=(0.05-0.15)% <600 130-200
M High-Strength Austenitic Stainless Steels and _
A M2 Cast Stainless Steels C=(0.05-0.15)% 600-800 150-230 <25
Stainless
Steels M3 Duplex Stainless Steels C=(0.05-0.20)% <800 135-275 <30
K1 Grey Cast Iron 125-500 120-290 <32
Moderately Difficult Alloy Cast iron, Nodular
m K2 Cast Iron. <600 130-260 <28
CastIron
K3 Difficult High-alloy Cast Iron, Nodular Cast Iron >600 180-350 <43
N1 Wrought Aluminium Alloys <520 60-90
N2 Cast Aluminium Alloys Si<12% <350 70-100
m N3 Cast Aluminium Alloys Si>12% 200-320 60-120
Non-ferrous N4 Copper, Copper Alloys 200-650 60-200
Materials
Graphite, CFK, CFRP Graphite, Composite
NS Materials 600-1500
GFK, CFKAluminium-based Composite
N6 Materials (MMCs) <100 <210
S1 Iron-based Heat-resistant Alloys 500-1200 160-260 25-48
H S2 Cobalt-based Heat-resistant Alloys 1000-1450 250-450 25-48
Heat-resistant
SSSG:EISII()Syi\r] S3 Nickel-based Heat-resistant Alloys 600-1700 160-450 <48
Titanium Alloys
S4 Titanium and Titanium Alloys 900-1600 300-400 33-48
H1 Hardened Steels 45-55
m H2 Hardened Steels 55-60
Hardened H3 Hardened Steels 60-65
Materials
H4 Hardened Steels >65
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The Structure of Shank-DIN Standard

Appendix | HOLEMAKING TOOLS

Cutting Calculations and Definitions

Parameter and Unit

D Diameter (mm) Fn Feed per Revolution (mm/rev)
ap Cutting Depth (mm) fz Feeding per Teeth (mm/tooth)
ae Cutting Width (mm) 7 Number of Teeth
Vf Feed Rate (mm/min) n Spindle Speed (rev/min)
Vc Cutting Speed (m/min) L Length (mm)
Q Rate of Metal Removal (cm?/min) Tc Processing Time (min)
General Formula
n Spindle Speed n= w (rev/min)
Ve Cutting Speed Ve = &(m/min)
1000
Vf Feed Rate Vf= fZ*Z*n (mm/min)
fz Feed per Teeth fz= z\/ifn (mm)
Q Rate of Metal Removal Q =% (cm®/min)
Tc Processing Time Te= V;f(min)

DIN 6535-HA
(" T d1hs2‘3‘4‘5 6‘810 12\14 16‘18 20 25 32
O_L '“"g 28 36 40 45 48 50 56 60
I
DIN 6535-HB
b+ &1 1 |2
o +0.05 0 Iy ) )
b, o 0 1 i 0 0
— [ Aus 60 42 51
{ ; 2R : : 18.0 : 36.0
i A 8.0 55 6.9
L& dy
4 10 7.0 20.0 85 40.0
12 10.4
d=6~20mm 8.0 225 450
14 127
=l : 16 142
i 10.0 24.0 480
(— ; i 18 162
! P
| 20 11.0 25.0 182 50.0
L 4,
L 25 120 320 23.0 56.0 17.0
dy=25=32em 32 14.0 36.0 30.0 60.0 19.0
DIN 6535-HE
(b:) di (b2) (bs) (he) (he) s ls ls ra
6.0 43 51
o 360 | 250 | 180
7 8.0 55 69
X o, 10 71 85 400 280 | 200 12
d1=6~20mm 12 8.2 104
450 330 225
14 8.1 127
(by) 16 10.1 14.2
= 480 360 | 240
- 18 10.8 162
A o2 20 11.4 18.2 50.0 38.0 25.0 16
— £ 25 136 93 230 241 | 560 | 440 320
U 32 155 9.9 300 312 | 600 | 480 | 350
d;=25-—_32mm
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Comparison Table for Tensile Strength , Brinell Hardness and Rockwell Service of Tool Regrinding

Hardness
Through the system of grinding process and strict process quality control,Xiamen GESAC will let your wear tool to recover full new state.
N/mm2 HV10 HB HRC N/mm2 HV10 HB HRC One more time to regrinding, to extend the tool life.Practical data show,reasonable tool grinding can save more than 50% of the total
investment cost of tool.
240 75 71 920 287 2713 28

Regrinding process can not only helps you save investment, reduce inventory, but also effectively avoid the waste of materials, saving
255 80 76 940 293 278 29 resources and protecting the environment.
Xiamen GESAC cutter grinding service will help you achieve the dream of processing.

210 85 81 910 302 287 30 You only need to contact the nearest Xiamen GESAC agents to make your tool to restore as new!
285 90 86 995 310 295 31
305 95 90 1020 317 301 32 100% |
320 100 95 1050 327 311 33 90% | e he
335 105 100 1080 336 319 34 80% L — tron 505
350 110 105 1110 345 328 35 70% | —
370 115 109 1140 355 337 36 g 60% — (
o
385 120 114 1170 364 346 37 3 50% 1 —
400 125 119 1200 373 354 38 40% —
415 130 124 1230 382 363 39 30%  —
10/
430 135 128 1260 392 372 40 20% 1 —
10% |
450 140 133 1260 403 383 41
0% ‘ ‘
465 145 138 1330 413 393 42 0 No First of Second of Third of
480 150 143 1360 3 402 43 regrinding regarding regarding regarding
495 155 147 1400 434 413 44 » Please follow these steps
510 160 152 1440 446 424 45
530 165 157 1480 458 435 46 Contact the nearest GESAC office.
545 170 162 1530 473 449 47
560 175 166 1570 484 460 48
575 180 171 1620 497 472 49
595 185 176 1680 514 488 50 A professional re-grinding R
610 190 181 1730 527 501 51 team will repair your tool s
and send it back to you.
625 195 185 1790 544 517 52
640 200 190 1845 560 632 53
660 205 195 1910 578 549 54
Please put the regrinding tool into
675 210 199 1980 596 567 55 .
the box with the GESAC mark, and
690 215 204 2050 615 584 56 pay attention to prevent the tool
705 220 209 2140 639 607 57 from bumping.
720 225 214 655 622 58
740 230 219 675 59
755 235 223 698 60 _ - —
Fill out the "Tool Regrinding and
770 240 228 720 61 Recoating Power of Attorney", and
785 245 233 745 62 with the re—gr[nding tool to the
nearest to the Xiamen Golden Egret
800 250 238 2 773 63 agents.
820 255 242 23 800 64 ) o ) )
» GESAC provides regrinding services for a wide range of
835 260 247 24 829 65 [ d . [ d
860 268 255 25 864 66 to? pr‘? ucts’ Including
« Solid carbide drill
870 272 258 26 900 67 + Solid carbide endmill
900 280 266 27 940 68 » Solid carbide step drill
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XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.

Factory Add: No.1601-1629 Jicheng Road Industrial
Concentration Area Tongan Xiamen CHINA

Tel: +86-0592-7255172

Fax: +86.0592-7107322 www.gesac.com.cn
PC: 361006

Email: gesac@cxtc.com 400-998'6858)

Http://www.gesac.com.cn
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