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D How to choose the right solid carbide drills

BORING TOOL (Drilling Tools

/ How to choose the right solid carbide drills \

o Shape

————o Product category

———® Shape size

series for machining of soft steel, stainless steel —
g a0 PSS —aI
L oS 3
Internal coolant Straight shank l2 ’ s
1’ m: @ B = Lol
Internal coolant Whistle notch shank % B
3
® First choice for drilling soft steel and stainless steel. ]
® Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
diameter| depth. | Co0ing | Shark 3 S T T oo E
e (I/’LJ:I) mode type ype diameter | _length Flute length |"gorm e |shank lengthl @
dz(hs) i3 l2 Is la KDG303
3 Straight 1534ST03C-0300 6 62 20 14 36 *
3.0 5 shank 1536ST05C-0300 6 66 28 23 36 *
5 VWhistlenotch - 17365T05C-0300 6 66 28 23 36 *
3 Straight 1534ST03C-0310 6 62 20 14 36 P
3.1 5 shank 1536ST05C-0310 6 66 28 23 36 %
5 Whistle notch 1736ST05C-0310 6 66 28 23 36 *
3 Straight 1534ST03C-0320 6 62 20 14 36 *
32 5 shank 15365T05C-0320 6 66 28 23 36 *
5 VWhistle noteh 1736ST05C-0320 6 66 28 23 36 %
3 Straight 1534ST03C-0325 6 62 20 14 36 %
3.25 5 'C”;;’;‘:(' shank 1536ST05C-0325 6 66 28 23 36 *
5 Vhistlenotch  1736ST05C-0325 6 66 28 23 36 %
3 Straight 1534ST03C-0330 6 62 20 14 36 %
33 5 shank 1536ST05C-0330 6 66 28 23 36 %
5 VWhistle noteh 1736ST05C-0330 6 66 28 23 36 *
3 Straight 1534ST03C-0340 6 62 20 14 36 *
3.4 5 shank 15365T05C-0340 6 66 28 23 36 %
5 Vhiste noteh 1736ST05C-0340 6 66 28 23 36 %
3 Straight 1534ST03C-0350 6 62 20 14 36 *
35 5 shank 1536ST05C-0350 6 66 28 23 36 *
5 VWhistlerotch) - 17365T05C-0350 6 66 28 23 36 *
Yt Recommended grade ( produce according to order)
"> Applicable material table OVery suitable OSuitable
Workpiece material
| | Grade | g steel C;;Z‘i” Pre-hardened steel, Hardened steel | giijess Castiron | Nodular | Aluminum | Copper re:;ignt
HB=180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! castiron | alloy alloy alloy
KDG303 o o o o

.

p

Cudm

Cutting pa@
C78

Cutig piametrs )

C2

C6 C80-C86
o Applicable workpiece
material range
~——————————= Product features
—e

Specifications @

Type, depth of drilling, cooling system, type

of shank, basic dimensions and grade.

information

Code key, cutting parameters, technical
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C5-C86

C5

C6

Cr7-C73

C74-C79

C80-C86

C87-C103

C88

C89-C97

C98-C99

C100-C101

C102

C103

Drills

Drilling tools overview

Solid carbide drills

Grade introduction for solid carbide drills
Solid carbide drills code key

Solid carbide drills overview
Recommended cutting parameters for solid carbide drills
Technical information for solid carbide drills
Indexable shallow drills

Shallow drills code key

Shallow drills overview

Shallow drills code key

Shallow drilling inserts overview

Technical information for shallow drills

Recommended cutting parameters for shallow drills
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BORING TOOL

/ Drilling tools overview A\
Workpiece material Page
g = IN~01" |00
) (7)) (@]
] S| 3 % | 5
2 ) ] ) vlolaw|lolz || o 5
S Tﬁ‘:iﬁ;f Type Shape of drills = @ $/35/8/8 (3|88 = a
= 3 3 213 |5|3|T |3 |8 ) e
S & & 8(3/8|/s(5\8\58) 5 | 3
@ ] @ | @ o |8 |2 = =
® | @ 3 2|4
o | @ 23 |la )
D 5| @ @
< |2 »
GDO3 | @2025 | O |0 |0 0| 0|0
o)
3 GDO3C 'C";ZL'::; @325 | O © |0 0|00
8
3 | Twist drill GDOS Ezflz'r:;' @225 | O ©| 0|0 0|0 C7-Ca4 | C74-C76
(]
=
S GDO5C Intemall ge o5 |O @ | O |0 | OO
(g cooling
GDO8C toang| @318 | O |0 |0 | 0|00
SS9 1588SL Internal
=0 I 1 - -
S8 Twist drill 12/20/30C cooling @?3220 | O] O | O|O|O|O C45-C51 Cc77
7] — — Internal y
23 1534ST03C SssSs— i, 2392 | 0| 0|0 o)
S »
@ = | Twist drill| 1536ST05C | SN —— 'C"gﬁ[lnni; 23020 | O | O |© o C54-C67 | CT8
[%2]
0 =
PG
ge 17365T0SC | NN = | 93020 | 0| O | © o
External
3| |1105sC03 woing | 22016 o|o
o | Twist drill ces71 | C78
s 1101SC05 Exernal| g5) gr16 olo
=3 cooling
53
z = 1576PCO5 Bxenel gy oo o|o
5 = Straight cooling
z 8 | flute drill cracrs )
s 2 1579PC15C tocing| @5-014 olo
(=]
=
[} —
2 3 ZTD Internal
= [oR = -
g L8 02/03/04/05 g 213950 © | © | O | 0| O C89-C95 | C103
@ & | Shallow
o o | drills -
« ~ g —
= ZD03 P g — metall 1658 | © | © | O | © | O C96-Co7 | €103
= —O n g

OVery suitable OSuitable

Ca
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AICrN substrate composite coating

KDG303

Ultra-fine carbide substrate with high strength,
toughness and wear resistance, in combination
with nano-structured nc-TiAIN coating aiming at
optimizing drilling operations, makes sure the tools
have very high toughness and hardness. Unique
coating technology gives the tools smooth surface
and excellent wear resistance, and outstanding
thermal stability and chemical stability provide
effective protection for the cutting edge.

»Uncoated grade

YK20F

resistance, and long tool life.

KDG3013

New AICrN substrate composite coating, with excellent abrasion
resistance and bonding resistance, improves the stability of the
insert edge.

Unique coating after-treatment technology effectively reduces the
cutting resistance for smoother chip evacuation and higher security.

KDG3013 Conventional coating

Common TiAIN coating nc-TiAIN coating

Ultra-fine grain carbide substrate with high hardness, outstanding wear

THZS N
YK3O0F
Ultra-fine carbide substrate with high strength, toughness and wear resistance
gives the cutting edge perfect strength.

C5

)
)
)
R
o
£
§=
‘o

Grade introduction




BORING TOOL

Drilling Tools

/ Solid carbide drills code key \

Type to tool Mode of cooling Type of shank
GD » General-purpose twist drill © P Intrnal coollng S P slim shank
Default P Extemal coollng Default p» meet DIN6535HA standard

Length code

03 p3d
05 p5d

SpeCIflcatlon
0600 P Nominal diameter in compliance with DIN6535HA regulation

08 p8d
(Code Description h
1 | As per DIN338
2 | As per DIN1897
3 | As per QJ/ZZQ(T0)01.001.002
4 | As per DIN6537K
(" N
5 | As per DIN6537K Code Description
6 | As per DINGSS7K - SL | Deep twist drills
7 | As per the rule ZZC-C in QJ/ZZQ(T0)01.001.002 - - -
8 | As per the rule ZZC-D in QJ/ZZQ(TO)01.001.002 ST Twist drill for soft steel, stainless steel
9 | As per the rule ZZC-E in QJ/ZZQ(T0)01.001.002 PC | Straight flute drill for aluminum, cast iron
Length code ‘ Geometry ‘
p Ve P D
Code Description Code Description
C Internal coolant
! Drills Default| External coolant
Type to tool Mode of cooling
w
=X
=%
8
<
3 [ |
=y
&
o
=3
ou
)
3
= Type of shank Type of drill Specification
Code Description Code Description Code Description ‘
1 | Straight shank 0 | Twistdril ogso | Nominal diameter of
2 | Square head straight shank as per DIN10 3 Multiple functions twist drill drill
3 | Double flattened straight shank as per DIN1809 4 Centering drill
5 | Straight shank as per DIN6535HA 5 Step drill
7 | Whistle notch shank as per DIN6535HE 7 Straight flute drill
L 9 | Tapered shank Y, L 8 Deep drill )

Identification of drilling depth

Cutting depth shown when the tool is non-pilot drill | | Point angle identification shown when tool is pilot drill
Code Description Code Description
82 5421:3; 3 90 pilot drill with 90° point angle
08 (7~8)d
12 (12)d 120 pilot drill with 120° point angle
15 (15)d
20 (20) d
\_ 30 (30) d Y,

Cé
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Long and stable tool life

GD series drill

still usable

B company

tool : GDO05C-0560

workpiece material: C70S6(HRC30)
V=100m/min; f=0.15mm/r; H=27mm
cooling system: water soluble cooling

0 20 40 60 80 100 120
Tool life(m)

wear, still

us
GD series drill

B company tool: GD05C-1000

workpiece material: 45°steel(HB180)
V=150m/min; f=0.25mm/r; H=40mm
cooling system: water soluble cooling

A company

Tool life(m)

outstanding machining precision

quality of hole wall:

tool: GD03C-0820

workpiece material: C70S6(HRC30)
V=120m/min; f=0.23mm/r: H=30mm;
cooling system: water soluble cooling

GD series drill A company

excellent chip breaking performance

chip breaking performance:
tool: GDO05C-0600

workpiece material: 1Cr18Ni9Ti(HB180)
V=75m/min; f=0.2mm/r; H=30mm:
cooling system: water soluble cooling

GD series drill A company




BORING TOOL

GD series General machining ~

- 31407} = - -— s
< .
I2 la
External coolant Straight shank l1
& | :
Internal coolant Straight shank 2 | la
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling Cooling| Shank Basic dimension(mm) Suitable for thread Grade
diameter| depth Type Shank | Overall || oo [Recommended Shank | cytiing taps /
d1(m7) (I i d) mode | type diameter | length 9 drilling depth | length | tread milling | forming taps [KDG3013|
d2(he) 1 l2 I3 la cutters
3 GD03-0200S 3 58 13 9 28 O
5 GD05-0200S 8 58 18 14 28 O
2.0 NO.2-64UNF
3 GD03-0200 4 58 13 9 28 [ J
5 GDO05-0200 4 58 18 14 28 [ J
3 GDO03-0210S 3 58 13 9 28 O
5 GDO05-0210S 3 58 18 14 28 O
21 NO.3-48UNC
3 GDO03-0210 4 58 13 9 28 [ J i
5 GD05-0210 4 58 18 14 28 ° 8
3 GD03-0215S 3 58 13 9 28 0 2
5 : GD05-0215S 3 58 18 14 28 o 5
External | Straight .
2.15 NO.3-56UNF
3 | coolant | shank | Gpo3.0215 4 58 13 9 28 ° "
2
5 GD05-0215 4 58 18 14 28 ) g
o
3 GD03-0220S 3 58 13 9 28 O ©
50 5 GD05-0220S 3 58 18 14 28 O
’ 3 GD03-0220 4 58 13 9 28 °
5 GD05-0220 4 58 18 14 28 [ J
3 GD03-0230S 3 58 13 9 28 O
53 5 GDO05-0230S 3 58 18 14 28 M2.5x0.45 O
’ 3 GD03-0230 4 58 13 9 28 NO.3-56UNF [ ]
5 GD05-0230 4 58 18 14 28 [
Note: For drilling depth (I/d) of 8 ,namely GD0O8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltrelc)a?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | St®! esifien | ey altey alloy
KDG3013 O (©) (©) @) (©) (@) )
COdek{d Cutting para{eteD Technical inf@
C6 C74-C76 C80-C86

C9



BORING TOOL

GD series General machining ~

- 5140} = - -—— s
< .
I2 la
External coolant Straight shank L
¢ | :
Internal coolant Straight shank 2 I la
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling Cooling| Shank Basic dimension(mm) Suitable for thread Grade
diameter| depth Type Shank | Overall |\ 0 oo ReCOMMended| Shank | cytting taps /
du(m?) | (/d) mode | type diameter | length 9" driling depth | length | tread milling | forming taps [KDG3013
d2(hs) l1 l2 I3 la cutters
3 GDO03-0235S 3 58 17 12 28 @)
5 GD05-0235S 3 58 22 17 28 O
2.35 NO.4-40UNC
3 GDO03-0235 4 58 17 12 28 [
5 GD05-0235 4 58 22 17 28 [
3 GDO03-0240S 3 58 17 12 28 @)
5 GD05-0240S g 58 22 17 28 @)
2.4 NO.4-48UNF
3 GDO03-0240 4 58 17 12 28 )
5 GD05-0240 4 58 22 17 28 )
3 GD03-0250S 3 58 17 12 28 O
5 GDO05-0250S 3 58 22 17 28 O
25 M3x0.5
a 3 GD03-0250 4 58 17 12 28 [ J
(w)
@ 5 GDO05-0250 4 58 22 17 28 [ J
g 3 GD03-02555 3 58 17 12 28 0
5 - GD05-0255S 3 58 22 17 28 O
2.55 EX“’]”‘T St;a'g:t NO.4-40UNC
3 coolant | shan GDO03-0255 4 58 17 12 28 ®
5 GD05-0255 4 58 22 17 28 [}
3 GD03-0260S 3 58 17 12 28 @]
5 GD05-0260S 3 58 22 17 28 (@]
2.6 NO.4-48UNF
3 GDO03-0260 4 58 17 12 28 [
5 GD05-0260 4 58 22 17 28 )
3 GDO03-0265S 3 58 17 12 28 O
5 GD05-0265S 3 58 22 17 28 @)
2.65 NO.5-40UNC
3 GDO03-0265 4 58 17 12 28 ®
5 GD05-0265 4 58 22 17 28 )
3 GDO03-0270S 3 58 17 12 28 @)
5 GD05-0270S 3 58 22 17 28 @)
2.7 NO.5-44UNF
3 GD03-0270 4 58 17 12 28 [ J
5 GD05-0270 4 58 22 17 28 )

@ Stock available O Make-to-order

Ci0



BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
. Drill | Drilling ST - Basic dimension(mm) Suitable for thread Grade
d(ljalr(nn:;(;r d(le/‘ét)h mode | type Type dg']:gtker %Vne;tah" Flute length Rgfc“mgmd?lgﬁd E?I;agrt]fl\( ?:Jetgggnﬁlilli)r?g/ forming taps [KDG3013
d2(he) l1 l2 3 la LIS
3 GD03-0280S 3 58 17 12 28 o
5 GD05-0280S 3 58 22 17 28 o)
28 3 GD03-0280 4 58 17 12 28 M3x05 °
5 GD05-0280 4 58 22 17 28 °
3 GD03-0285S 3 58 17 12 28 o
5 GD05-0285S 3 58 22 17 28 o)
285 3 GD03-0285 4 58 17 12 28 NO-6-32UNC °
5 GD05-0285 4 58 22 17 28 °
3 | External GD03-0290S 3 58 17 12 28 0
5 | coolant GD05-0290S 3 58 22 17 28 NO.5-40UNC| O
29 3 GD03-0290 4 58 17 12 28 NO5-44UNF| @
5 GD05-0290 4 58 22 17 28 °
3 GD03-0295S 3 58 17 12 28 o
5 GD05-0295S 3 58 22 17 28 ¢
295 1y GD03-0295 4 58 17 12 gg || EAOUNE °
5 GD05-0295 4 58 22 17 28 °
""""""""""""" 3 Straight|  GD03-0300S 3 62 20 14 36 o
5 shank | 5p05-0300S 3 66 28 23 36 o
3 | Internal GD03C-0300S 3 62 20 14 36 o
5 | coolant GD05C-0300S | 3 66 28 23 36 @ ’,
3.0 3 | extornal GD03-0300 6 62 20 14 36 ° §
5 | coolant GD05-0300 6 66 28 23 36 ° =
3 GD03C-0300 6 62 20 14 36 ° =
5 ':Otglr::t' GDO5C-0300 6 66 28 23 36 ° &
8 GD08C-0300 6 72 34 29 36 £
3 | extornal GD03-0310S 4 62 20 14 36 ° =
5 | coolant GD05-0310S 4 66 28 23 36 °
3 | internal GD03C-0310S 4 62 20 14 36 °
5 | coolant GDO05C-0310S 4 66 28 23 36 °
3.1 3 | External GD03-0310 6 62 20 14 36 o
5 | coolant GD05-0310 6 66 28 23 36 o
3 GD03C-0310 6 62 20 14 36 o
5 'gslg‘:t' GD05C-0310 6 66 28 23 36 o
8 GD08C-0310 6 72 34 29 36
Note: For drilling depth (I/d) of 8 ,namely GDOSC series, tolerance of shank diameter is hs. ® Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel | Carbon | Pre-hardened steel, Hardened steel | gioinjess . Nodular | Aluminum | Copper caL
HB<180 Allgt)?géel ~40HRC | ~50HRC | ~60HRC | steel | C2T" | castiron | alioy altey re;lsé;m
KDG3013 O (@) (@) @) (@} @} @)
Codm Cutting pa@ Technical inf@
Cc6 C74-C76 C80-C86

Cul
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BORING TOOL

Drilling Tools

GD series General machining

\
- g[1407} - —-—ts
: I3
I2 la
External coolant Straight shank [F1
y - 8
Internal coolant Straight shank l2 n la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. Drill | Drilling S P Basic dimension(mm) Suitable for thread Grade
dameter) dop 00T per | P ol | g P oo R B o 0 s kDG3013
d2(he) l1 l2 I3 l4 TS
3 | External GD03-0315S 4 62 20 14 36 °
5 | coolant GD05-0315S 4 66 28 23 36 °
3 | internal GDO03C-0315S 4 62 20 14 36 °
5 | coolant GDO05C-0315S 4 66 28 23 36 °
3.15 NO.6-32UNC
3 | external GD03-0315 6 62 20 14 36 o
5 | coolant GD05-0315 6 66 28 23 36 o)
3 | Internal GD03C-0315 6 62 20 14 36 o)
5 | coolant GD05C-0315 6 66 28 23 36 o
3 |External GD03-0320S 4 62 20 14 36 °
5 | coolant GD05-0320S 4 66 28 23 36 °
3 | Internal GD03C-0320S 4 62 20 14 36 °
5 | coolant GDO05C-0320S 4 66 28 23 36 °
3.2 3 | Exemal| 29 GD03-0320 6 62 20 14 36 NO.6-40UNF| O
5 | coolant GD05-0320 6 66 28 23 36 o)
3 GD03C-0320 6 62 20 14 36 o)
5 | Imemal GDO05C-0320 6 66 28 23 36 0
8 GD08C-0320 6 72 34 29 36 o)
3 | External GD03-0325S 4 62 20 14 36 °
5 | coolant GD05-0325S 4 66 28 23 36 °
3 | internal GDO03C-0325S 4 62 20 14 36 °
5 | coolant GDO05C-0325S 4 66 28 23 36 °
325 3 | External GD03-0325 6 62 20 14 36 o
5 | coolant GD05-0325 6 66 28 23 36 o)
3 | internal GD03C-0325 6 62 20 14 36 o)
5 | coolant GDO05C-0325 6 66 28 23 36 o

C12

@ Stock available

O Make-to-order



BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
. Dril | Drilling S - Basic dimension(mm) Suitable for thread Grade
déalr(nn:g;r d(T/Zt)h mode | type Type disar']"'agtlér %\gg{l Flute length Rgr%ﬂ%m‘inlgﬁd 'Ser:‘%rt]ﬁ ?:Jetgzgnﬁlilli)r?g/ forming taps [KDG3013
d2(he) l1 l2 I3 la LIS
3 | External GD03-0330S 4 62 20 14 36 °
5 | coolant GD05-0330S 4 66 28 23 36 °
3 | Internal GDO03C-0330S 4 62 20 14 36 °
5 | coolant GDO05C-0330S 4 66 28 23 36 °
3.3 3 | External GD03-0330 6 62 20 14 36 M4x0.7 o)
5 | coolant GD05-0330 6 66 28 23 36 o
3 GDO03C-0330 6 62 20 14 36 o
5 | ntemal GDO5C-0330 6 66 28 23 36 0
8 GDO08C-0330 6 72 34 29 36 o
3 | External GD03-0340S 4 62 20 14 36 °
5 | coolant GD05-0340S 4 66 28 23 36 °
3 | internal GD03C-0340S 4 62 20 14 36 °
5 | coolant GD05C-0340S 4 66 28 23 36 °
3.4 3 | external GD03-0340 6 62 20 14 36 o
5 | coolant GD05-0340 6 66 28 23 36 o
3 GD03C-0340 6 62 20 14 36 o
"""" 5 | Mniemal GDO05C-0340 6 66 28 23 36 o
8 Straight| GD08C-0340 6 72 34 29 36 o
3 |external| ™™ | GD03-0350s 4 62 20 14 36 °
5 | coolant GD05-0350S 4 66 28 23 36 ° ’,
3 | nternal GDO03C-0350S | 4 62 20 14 36 ° §
5 | coolant GDO05C-0350S 4 66 28 23 36 M4x0.5 ° >
35 3 | External GD03-0350 6 62 20 14 36 |NO.8-32UNC o) E
5 | coolant GD05-0350 6 66 28 23 36 |NO.8-36UNF o '
3 GD03C-0350 6 62 20 14 36 o %
5 | nemal GDO5C-0350 6 66 28 23 36 o 5
8 GDO08C-0350 6 72 34 29 36 o
3 | External GD03-0360S 4 62 20 14 36 °
5 | coolant GD05-0360S 4 66 28 23 36 °
3 | internal GDO03C-0360S 4 62 20 14 36 °
5 coolant GD05C-0360S 4 66 28 23 36 [
3.6 3 | External GD03-0360 6 62 20 14 36 o
5 | coolant GD05-0360 6 66 28 23 36 o
3 GD03C-0360 6 62 20 14 36 o
5 '(;‘;;g‘jt' GD05C-0360 6 66 28 23 36 o
8 GDO08C-0360 6 72 34 29 36 o
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wmild steel | Carbon Pre-hardened steel, Hardened steel | g injess ) Nodular | Aluminum | Copper Heat
HB <180 Allgt)?géel “40HRC | ~50HRC | ~60HRC | Steel | %" | castion | alloy Uz re;lsé;m
KDG3013 O (@) (@) @) (@} @} @)
Codm Cutting pa@ Technical inf@
c6 C74-C76 C80-C86

Ci13
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BORING TOOL

Drilling Tools

GD series General machining

\
- g[1407} = - —-—ts
: I3
I2 la
External coolant Straight shank [F1
y - 8
Internal coolant Straight shank l2 n la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. Drill | Drilling S P Basic dimension(mm) Suitable for thread Grade
dmeter depn 008 S| e | e T ol e el o Lo ossons
dz(he) 1 2 I3 la EUHEE
3 | external GD03-0370S 4 62 20 14 36 °
5 | coolant GD05-0370S 4 66 28 23 36 °
3 | nternal GD03C-0370S 4 62 20 14 36 °
5 | coolant GD05C-0370S 4 66 28 23 36 °
3.7 3 | external GD03-0370 6 62 20 14 36 M4x0.7 o)
5 | coolant GD05-0370 6 66 28 23 36 o)
3 GD03C-0370 6 62 20 14 36 o)
5 | Imema GDO05C-0370 6 66 28 23 36 o
8 GD08C-0370 6 72 34 29 36 o
3 | External GD03-0380S 4 66 24 17 36 °
5 | coolant GD05-0380S 4 74 36 29 36 °
3 | internal GD03C-0380S 4 66 24 17 36 °
5 | coolant | ight| GDO5C-0380S | 4 74 36 29 36 s °
3.8 3 |External| ™™ | GD03-0380 6 66 24 17 36 \o.8.320nC .0
5 | coolant GD05-0380 6 74 36 29 36 o)
3 GD03C-0380 6 66 24 17 36 o)
5 | ntemal GDO5C-0380 6 74 36 29 36 0
8 GD08C-0380 6 81 43 36 36 o)
3 | external GD03-0385S 4 66 24 17 36 °
5 | coolant GD05-0385S 4 74 36 29 36 °
3 | nternal GD03C-0385S 4 66 24 17 36 °
5 | coolant GD05C-0385S 4 74 36 29 36 °
3.85 NO.8-36UNF
3 | external GD03-0385 6 66 24 17 36 o)
5 | coolant GD05-0385 6 74 36 29 36 o)
3 | nternal GD03C-0385 6 66 24 17 36 o)
5 | coolant GD05C-0385 6 74 36 29 36 o)

Ci4

@ Stock available

O Make-to-order



BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
. Dril | Drilling S - Basic dimension(mm) Suitable for thread Grade
damete deoh CCO0 T2 e | ek T Gl Pt Sk s s
dz(hs) Iz I2 I3 la S
3 | External GD03-0390S 4 66 24 17 36 °
5 | coolant GD05-0390S 4 74 36 29 36 °
3 | Internal GDO03C-0390S 4 66 24 17 36 °
5 | coolant GDO05C-0390S 4 74 36 29 36 °
NO.10-
3.9 3 | External GD03-0390 6 66 24 17 36 PAUNG 0
5 | coolant GD05-0390 6 74 36 29 36 o
3 GD03C-0390 6 66 24 17 36 o
5 | Intemal GDO5C-0390 6 74 36 29 36 0
8 GD08C-0390 6 81 43 36 36 o
3 | External GD03-0400S 4 66 24 17 36 °
5 | coolant GD05-0400S 4 74 36 29 36 °
3 | internal GD03C-0400S 4 66 24 17 36 °
5 | coolant GDO05C-0400S 4 74 36 29 36 °
4.0 3 | External GD03-0400 6 66 24 17 36 ¢
5 | coolant GD05-0400 6 74 36 29 36 o
3 GD03C-0400 6 66 24 17 36 ¢
"""" 5 | Mniemal GDO5C-0400 6 74 36 29 36 0
8 Straight| GD08C-0400 6 81 43 36 36 o)
3 | external| ™™ | GDO03-0410s 5 66 24 17 36 @
5 | coolant GD05-0410S 5 74 36 29 36 o ,,
3 | nternal GD03C-0410S | 5 66 24 17 36 o §
5 | coolant GDO05C-0410S 5 74 36 29 36 o) =
4.1 3 | extornal GD03-0410 6 66 24 17 36 NO.10-32UNF ° E
5 | coolant GD05-0410 6 74 36 29 36 ° '
3 GD03C-0410 6 66 24 17 36 ° %
5 ':cfjlr::t' GDO5C-0410 6 74 36 29 36 ° =
8 GD08C-0410 6 81 43 36 36 o
3 | External GD03-0420S 5 66 24 17 36 o
5 coolant GD05-0420S 5 74 36 29 36 O
3 | internal GDO03C-0420S 5 66 24 17 36 o)
5 | coolant GDO05C-0420S 5 74 36 29 36 o
4.2 3 | External GD03-0420 6 66 24 17 36 M5x0.8 °
5 | coolant GD05-0420 6 74 36 29 36 °
3 GD03C-0420 6 66 24 17 36 °
5 '(;‘;;g‘jt' GD05C-0420 6 74 36 29 36 °
8 GD08C-0420 6 81 43 36 36 0
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (@) @) (@} @} @)
Codm Cutting pa@ Technical inf@
Cc6 C74-C76 C80-C86

Ci5



BORING TOOL

”””” GD Series
.
. ST RS SN -—— s
: I3
I2 la
External coolant Straight shank [F1
.I - S
Internal coolant Straight shank l2 n la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. Drill | Drilling S P Basic dimension(mm) Suitable for thread Grade
dameter| dop 00T “per | VP |l | g P o TS S S 60 s DG3013
d2(he) l1 l2 I3 l4 TS
3 | External GD03-0430S 5 66 24 17 36 0
5 | coolant GD05-0430S 5 74 36 29 36 o)
3 | nternal GDO03C-0430S 5 66 24 17 36 0
5 | coolant GD05C-0430S 5 74 36 29 36 o)
4.3 3 | External GDO03-0430 6 66 24 17 36 °
5 | coolant GD05-0430 6 74 36 29 36 °
3 GD03C-0430 6 66 24 17 36 °
5 | Imema GDO05C-0430 6 74 36 29 36 °
8 GD08C-0430 6 81 43 36 36 0
3 | External GD03-0435S 5 66 24 17 36 0
5 | coolant GD05-0435S 5 74 36 29 36 o)
g 3 | Internal GD03C-0435S 5 66 24 17 36 0
3 - 5 | coolant | ight| ©GDO5C-0435S | 5 74 36 29 36 o10240n
3 |External| ™™ | GD03-0435 6 66 24 17 36 °
5 coolant GD05-0435 6 74 36 29 36 °
8 | nternal GD03C-0435 6 66 24 17 36 °
5 | coolant GD05C-0435 6 74 36 29 36 °
3 | External GD03-0440S 5 66 24 17 36 O
5 | coolant GDO05-0440S 5 74 36 29 36 e)
3 | nternal GD03C-0440S 5 66 24 17 36 0
5 coolant GDO05C-0440S 5 74 36 29 36 e)
4.4 3 | External GD03-0440 6 66 24 17 36 )
5 | coolant GD05-0440 6 74 36 29 36 °
3 GD03C-0440 6 66 24 17 36 °
5 !‘;glg‘:t' GD05C-0440 6 74 36 29 36 °
8 GD08C-0440 6 81 43 36 36 0

@ Stock available O Make-to-order
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BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
Dril | Drilling Basic dimension(mm) Suitable for thread Grade
8 Cooling| Shank
diameter| depth Type Shank | Overall Flute lengthl Recommended | Shank cutting taps /
d1(m7) (| / d) mode | type diameter | length 9 drilling depth | length | tread milling | forming taps [KDG3013
d2(he) l1 l2 I3 la LIS
3 GD03-0445S 5 66 24 17 36 o)
External
5 | coolant GD05-0445S 5 74 36 29 36 0
3 | internal GDO03C-0445S 5 66 24 17 36 o)
yas 5 | coolant GDO05C-0445S 5 74 36 29 36 0
. NO.10-32UNF
3 | external GD03-0445 6 66 24 17 36 °
5 | coolant GD05-0445 6 74 36 29 36 °
3 | internal GD03C-0445 6 66 24 17 36 °
5 coolant GD05C-0445 6 74 36 29 36 )
3 | External GD03-0450S 5 66 24 17 36 o
5 | coolant GD05-0450S 5 74 36 29 36 o
3 | internal GD03C-0450S 5 66 24 17 36 o
5 | coolant GDO05C-0450S 5 74 36 29 36 o
NO.12-24UNC
45 3 | external GD03-0450 6 66 24 17 36 °
M5x0.5
5 | coolant GD05-0450 6 74 36 29 36 °
3 GD03C-0450 6 66 24 17 36 °
5 | Imema GDO5C-0450 6 74 36 29 36 °
8 Straight| GD08C-0450 6 81 43 36 36 o
3 |External| 5™ | GDO03-0460s 5 66 24 17 36 0
5 | coolant GD05-0460S 5 74 36 29 36 o
3 | internal GDO03C-0460S 5 66 24 17 36 0 ,
5 | coolant GDO5C-0460S | 5 74 36 29 36 o 2
g
4.6 3 | External GD03-0460 6 66 24 17 36 ° =
5 | coolant GD05-0460 6 74 36 29 36 ° =
Y=
3 GD03C-0460 6 66 24 17 36 °
5 | Imema GDO5C-0460 6 74 36 29 36 ° £
v
8 GD08C-0460 6 81 43 36 36 0 )
3 | External GD03-0465S 5 66 24 17 36 o
5 | coolant GD05-0465S 5 74 36 29 36 o
3 | internal GD03C-0465S 5 66 24 17 36 o
\6s 5 | coolant GDO05C-0465S 5 74 36 29 36 o
. M5%0.8
3 | External GD03-0465 6 66 24 17 36 °
5 | coolant GD05-0465 6 74 36 29 36 °
3 | nternal GD03C-0465 6 66 24 17 36 °
5 | coolant GDO05C-0465 6 74 36 29 36 °
Note: For drilling depth (I/d) of 8 ,namely GDOSC series, tolerance of shank diameter is hs. ® Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 (@) (@) @) @) @) (@) O
Codek{d Cutting pa@ Technical inf@
Cc6 C74-C76 C80-C86
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BORING TOOL

Drilling Tools

GD series General machining

\
- g[1407} = - —-—ts
: I3
I2 la
External coolant Straight shank [F1
& : 8
Internal coolant Straight shank l2 n la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. Drill | Drilling S P Basic dimension(mm) Suitable for thread Grade
dameter) cepn |0\ I v et | Sl o eofmmn] St (s oo
dz(he) 1 2 I3 la EUHEE
3 | external GD03-0470S 5 66 24 17 36 o)
5 | coolant GD05-0470S 5 74 36 29 36 o
3 | nternal GD03C-0470S 5 66 24 17 36 o)
5 | coolant GDO05C-0470S 5 74 36 29 36 o
47 3 | external GD03-0470 6 66 24 17 36 NO.12-28UNF °
5 | coolant GD05-0470 6 74 36 29 36 °
3 GD03C-0470 6 66 24 17 36 °
5 | Imema GDO05C-0470 6 74 36 29 36 °
8 GD08C-0470 6 81 43 36 36 o
3 | External GD03-0480S 5 66 28 20 36 o)
5 | coolant GD05-0480S 5 82 44 35 36 o
3 | internal GD03C-0480S 5 66 28 20 36 o)
5 | coolant GDO05C-0480S 5 82 44 35 36 o)
48 3 | Eyemal| 29 GD03-0480 6 66 28 20 36 M5x0.5 °
5 coolant GD05-0480 6 82 44 35 36 [
3 GD03C-0480 6 66 28 20 36 °
5 | ntemal GDO5C-0480 6 82 a4 35 36 °
8 GD08C-0480 6 95 57 48 36 o)
3 | external GD03-0490S 5 66 28 20 36 o)
5 | coolant GD05-0490S 5 82 44 35 36 o
3 | nternal GD03C-0490S 5 66 28 20 36 o)
5 | coolant GDO05C-0490S 5 82 44 35 36 o)
49 3 | external GD03-0490 6 66 28 20 36 °
5 | coolant GD05-0490 6 82 44 35 36 °
3 GD03C-0490 6 66 28 20 36 °
5 '(;‘;gg‘:t' GD05C-0490 6 82 44 35 36 °
8 GD08C-0490 6 95 57 48 36 o)

Ci18

@ Stock available

O Make-to-order



BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
. Dril | Drilling S - Basic dimension(mm) Suitable for thread Grade
dsmeter gt COCE| K| e | kT el Pesonfrnnd St Lot
dz(hs) Iz I2 I3 la S
3 | External GD03-0500S 5 66 28 20 36 o
5 | coolant GD05-0500S 5 82 44 35 36 o
3 | Internal GDO03C-0500S 5 66 28 20 36 o)
5 | coolant GDO05C-0500S 5 82 44 35 36 o
5.0 3 |External GD03-0500 6 66 28 20 36 M6x1  NO.12-24UNC @
5 coolant GD05-0500 6 82 44 35 36 )
3 GD03C-0500 6 66 28 20 36 °
5 | ntemal GDO5C-0500 6 82 a4 35 36 °
8 GD08C-0500 6 95 57 48 36 o)
3 | External GD03-0510 6 66 28 20 36 °
5 | coolant GD05-0510 6 82 44 35 36 °
5.1 3 GD03C-0510 6 66 28 20 36 | 1/4-20UNC [NO.12-28UNF @
5 '(;‘;;g‘:t' GD05C-0510 6 82 44 35 36 °
8 GD08C-0510 6 95 57 48 36 o
3 | external GD03-0520 6 66 28 20 36 °
5 | coolant GD05-0520 6 82 44 35 36 °
5.2 3 Steioht | GD03C-0520 6 66 28 20 36 °
5 | Imema GDO05C-0520 6 82 44 35 36 °
8 GD08C-0520 6 95 57 48 36 o)
3 | External GD03-0525 6 66 28 20 36 ° ’,
5 | coolant GD05-0525 6 82 44 35 36 ° 2
5.25 M6x0.75 8
3 | Internal GD03C-0525 6 66 28 20 36 ° =
5 | coolant GDO5C-0525 6 82 44 35 36 ° =
3 | External GDO03-0530 6 66 28 20 36 ° &
5 | coolant GD05-0530 6 82 44 35 36 ° %
5.3 3 GD03C-0530 6 66 28 20 36 ° =
5 | Intemal GDO5C-0530 6 82 a4 35 36 °
8 GD08C-0530 6 95 57 48 36 0
3 | External GD03-0540 6 66 28 20 36 °
5 | coolant GDO05-0540 6 82 44 35 36 °
5.4 3 GD03C-0540 6 66 28 20 36 °
5 ':gslr::t' GD05C-0540 6 82 44 35 36 °
8 GD08C-0540 6 95 57 48 36 o
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. ® Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (@) @) (@} @} @)
Codm Cutting pa@ Technical inf@
Cc6 C74-C76 C80-C86
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BORING TOOL

GD series General machining ~

. ST RS SN -—— s
: I3
I2 | la
External coolant Straight shank [F1
y - 8
Internal coolant Straight shank l2 n la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
_DriII Drilling S P — O\I/Bea:;ilc dimensionR(::onn::nended — ?uitable for thread Grade
dcljal?ne];(;r (3‘((|‘3‘/F:;)h mode | type Type diameter | length Flute length drilling depth | length ?;Jetgggnﬁ?ﬁg/ forming taps [KDG3013
d2(he) l1 I2 I3 la cutters
3 | external GD03-0550 6 66 28 20 36 °
5 | coolant GD05-0550 6 82 44 35 36 °
55 3 GDO3C-0550 6 66 28 20 36 | 1/4-28UNF °
5 !‘;;’lg‘:t' GD05C-0550 6 82 44 35 36 °
8 GD08C-0550 6 95 57 48 36 o)
3 | external GD03-0555 6 66 28 20 36 °
5 | coolant GD05-0555 6 82 44 35 36 °
>99 3 | internal GD03C-0555 6 66 28 20 36 °
5 | coolant GDO05C-0555 6 82 44 35 36 °
3 | external GD03-0560 6 66 28 20 36 °
5 | coolant GD05-0560 6 82 44 35 36 °
g 5.6 3 GD03C-0560 6 66 28 20 36 M6x1 °
3 5 | Imema GDO5C-0560 6 82 44 35 36 °
8 Straight|  GDOBC-0560 6 95 57 48 36 o)
3 | external| @™ | GD03-0570 6 66 28 20 36 °
5 | coolant GD05-0570 6 82 44 35 36 °
5.7 3 GD03C-0570 6 66 28 20 36 M6x0.75 °
5 !ggg:tl GD05C-0570 6 82 44 35 36 °
8 GD08C-0570 6 95 57 48 36 o)
3 | external GD03-0575 6 66 28 20 36 °
5 | coolant GD05-0575 6 82 44 35 36 °
5.75 1/4-20UNC
3 | |nternal GD03C-0575 6 66 28 20 36 °
5 | coolant GDO05C-0575 6 82 44 35 36 °
3 | external GD03-0580 6 66 28 20 36 °
5 | coolant GD05-0580 6 82 44 35 36 °
5.8 3 GD03C-0580 6 66 28 20 36 °
5 l(igslr:tl GD05C-0580 6 82 44 35 36 °
8 GD08C-0580 6 95 57 48 36 0

@ Stock available O Make-to-order
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BORING TOOL

; Drill %rillinhg S - — O\Za:;ilc dimensioné::O:?nended — Suitable for thread Grade
éi?ni?r (%t) mode | type Type diameter | Tength | 7"*'® """ grling depth | Tength | Sranomaiong | forming taps KDG3013
d2(he) l1 I2 I3 la cutters
3 | extornal GD03-0590 6 66 28 20 36 °
5 | coolant GD05-0590 6 82 44 35 36 °
5.9 3 GD03C-0590 6 66 28 20 36 °
5 | Imemal GDO5C-0590 6 82 44 35 36 °
8 GD08C-0590 6 95 57 48 36 0
3 | External GD03-0595 6 66 28 20 36 °
5 | coolant GD05-0595 6 82 44 35 36 °
I nternal GD03C-0595 6 66 28 20 36 HZOUNE 1y
5 | coolant GDO05C-0595 6 82 44 35 36 °
3 | External GD03-0600 6 66 28 20 36 °
5 | coolant GD05-0600 6 82 44 35 36 °
6.0 3 GD03C-0600 6 66 28 20 36 M7x1 °
5 !‘;ﬁlg‘:t' GD05C-0600 6 82 44 35 36 °
8 GD08C-0600 6 95 57 48 36 ¢
3 | External GD03-0610S 7 79 34 24 36 o
5 | coolant | ight| ©GD05-0610S 7 91 53 43 36 o
3 | internal | ™" | GD03C-0610S | 7 79 34 24 36 0
5 | coolant GD05C-0610S 7 91 53 43 36 o
6.1 3 | External GD03-0610 8 79 34 24 36 °
5 | coolant GD05-0610 8 91 53 43 36 °
3 GD03C-0610 8 79 34 24 36 °
5 | Imemal GDO5C-0610 8 o1 53 43 36 °
8 GD08C-0610 8 114 76 66 36 0
3 |External GD03-0620S 7 79 34 24 36 o)
5 | coolant GD05-0620S 7 01 53 43 36 o
3 | Internal GD03C-0620S 7 79 34 24 36 o)
5 | coolant GDO05C-0620S 7 91 53 43 36 o
6.2 3 | External GD03-0620 8 79 34 24 36 °
5 | coolant GDO05-0620 8 91 53 43 36 °
3 GD03C-0620 8 79 34 24 36 °
5 ':;glr::t' GD05C-0620 8 o1 53 43 36 °
8 GD08C-0620 8 114 76 66 36 o
Note: For drilling depth (I/d) of 8 ,namely GDOSC series, tolerance of shank diameter is hs. ® Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wmild steel | Carbon Pre-hardened steel, Hardened steel | g injess ) Nodular | Aluminum | Copper Heat
HB <180 AII(S)t)?géeI “40HRC | ~50HRC | ~60HRC | Steel | %" | castion | alloy Uz reglusé;m
KDG3013 O (@) (@) @) (@} @} O
Codek{d Cutting pa@ Technical inf@
Cc6 C74-C76 C80-C86
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BORING TOOL

Drilling Tools

GD series General machining

\
- g[1407} = - —-—ts
: I3
I2 la
External coolant Straight shank [F1
‘I a 3
Internal coolant Straight shank l2 L la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. Drill | Drilling S P Basic dimension(mm) Suitable for thread Grade
oy ey | mode| tpe P clrtr| lengin P G| ngh | SEAES g s koG3013
d2(he) l1 l2 I3 l4 cutters
3 | External GD03-0630S 7 79 34 24 36 o
5 | coolant GD05-0630S 7 91 53 43 36 o
3 | internal GD03C-0630S 7 79 34 24 36 0
5 | coolant GDO05C-0630S 7 91 53 43 36 o
6.3 3 | External GD03-0630 8 79 34 24 36 °
5 | coolant GD05-0630 8 91 53 43 36 °
3 GD03C-0630 8 79 34 24 36 °
5 | Imema GDO5C-0630 8 1 53 43 36 °
8 GD08C-0630 8 114 76 66 36 0
3 | external GD03-0640S 7 79 34 24 36 o)
5 | coolant GD05-0640S 7 91 53 43 36 o
3 | nternal GD03C-0640S 7 79 34 24 36 o)
5 | coolant GDO05C-0640S 7 91 53 43 36 o)
6.4 3 | Eyemal| 29 GD03-0640 8 79 34 24 36 °
5 coolant GD05-0640 8 91 53 43 36 °
3 GD03C-0640 8 79 34 24 36 °
5 | ntemal GDO5C-0640 8 o1 53 43 36 °
8 GD08C-0640 8 114 76 66 36 0
3 | External GD03-0650S 7 79 34 24 36 o
5 | coolant GD05-0650S 7 91 53 43 36 o
3 | internal GD03C-0650S 7 79 34 24 36 o
5 | coolant GDO05C-0650S 7 91 53 43 36 o)
6.5 3 | External GD03-0650 8 79 34 24 36 °
5 | coolant GD05-0650 8 91 53 43 36 °
3 GD03C-0650 8 79 34 24 36 °
5 !‘;;’lg‘:t' GD05C-0650 8 91 53 43 36 °
8 GD08C-0650 8 114 76 66 36 0

C22

@ Stock available

O Make-to-order



BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
. Dril | Drilling S - Basic dimension(mm) Suitable for thread Grade
déalr(nn:g;r d(T/Zt)h mode | type Type disar']"'agtlér %\:‘egrg‘" eI Rgr%ﬂ:‘%m‘;’np({ﬁd 'Ser:‘%rt]ﬁ ?:Jetgzgnﬁlilli)r?g/ forming taps [KDG3013
d2(he) l1 l2 I3 l4 cliters
3 | External GD03-0660S 7 79 34 24 36 o)
5 | coolant GD05-0660S 7 91 53 43 36 o
3 | Internal GDO03C-0660S 7 79 34 24 36 o)
5 | coolant GDO05C-0660S 7 91 53 43 36 o
6.6 3 | External GD03-0660 8 79 34 24 36 |5/16-18UNC|  M7x1 °
5 | coolant GD05-0660 8 91 53 43 36 °
3 GDO03C-0660 8 79 34 24 36 °
5 | ntemal GDO5C-0660 8 o1 53 43 36 °
8 GDO08C-0660 8 114 76 66 36 o
3 | External GD03-0670S 7 79 34 24 36 o
5 | coolant GD05-0670S 7 91 53 43 36 o
3 | internal GDO03C-0670S 7 79 34 24 36 o
5 | coolant GDO05C-0670S 7 91 53 43 36 o
6.7 3 | external GD03-0670 8 79 34 24 36 °
5 | coolant GD05-0670 8 91 53 43 36 °
3 GD03C-0670 8 79 34 24 36 °
"""" 5 | Mniemal GDO5C-0670 8 o1 53 43 36 °
8 Straight | 5 h6gc-0670 8 114 76 66 36 o
shank
3 | External GD03-0675S 7 79 34 24 36 o)
5 | coolant GD05-0675S 7 91 53 43 36 0 ’,
3 | nternal GDO3C-0675S | 7 79 34 24 36 o §
5 | coolant GDO5C-0675S | 7 91 53 43 36 0 >
6.75 M8x1.25 =
3 |External GD03-0675 8 79 34 24 36 ° =
5 coolant GD05-0675 8 91 53 43 36 ) '
3 | nternal GDO3C-0675 8 79 34 2 36 ° =
5 | coolant GD05C-0675 8 01 53 43 36 ° =
3 | External GD03-0680S 7 79 34 24 36 o
5 | coolant GD05-0680S 7 91 53 43 36 o
3 | internal GDO03C-0680S 7 79 34 24 36 o
5 | coolant GDO05C-0680S 7 91 53 43 36 o
6.8 3 | External GD03-0680 8 79 34 24 36 °
5 | coolant GD05-0680 8 91 53 43 36 °
3 GDO03C-0680 8 79 34 24 36 °
5 'gslg‘:t' GD05C-0680 8 o1 53 43 36 °
8 GDO0SC-0680 8 114 76 66 36 o
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (@) @) (@} @} @)
Codm Cutting pa@ Technical inf@
c6 C74-C76 C80-C86

C23



BORING TOOL

GD series General machining ~

_ gjra0} - - -—— s
: I3
I2 la
External coolant Straight shank L
y - g
Internal coolant Straight shank l2 L la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. Drill | Drilling S P Basic dimension(mm) Suitable for thread Grade
d;?r:gr 135;; mode | type e cameter | ngth_F1 9" Ging e | iengh Geadomiiimg | forming taps KDG3013
d2(he) l1 l2 I3 l4 TS
3 | external GD03-0690S 7 79 34 24 36 o
5 | coolant GD05-0690S 7 91 53 43 36 o
3 | nternal GDO03C-0690S 7 79 34 24 36 o
5 | coolant GD05C-0690S 7 91 53 43 36 o
6.9 3 | external GD03-0690 8 79 34 24 36 | 5/16-24UNF °
5 | coolant GD05-0690 8 91 53 43 36 °
3 GDO03C-0690 8 79 34 24 36 °
5 | Imema GDO5C-0690 8 o1 53 43 36 °
8 GDO0SC-0690 8 114 76 66 36 o)
3 | External GD03-0700S 7 79 34 24 36 0
5 | coolant GD05-0700S 7 91 53 43 36 o
g 3 | internal GD03C-0700S 7 79 34 24 36 o
y 5 | coolant GDO5C-0700S | 7 01 53 43 36 o
7.0 3 | External| Straight| ©D03-0700 8 79 34 24 36 M8x1 °
5 | coolant | shank | Gp5.0700 8 91 53 43 36 °
3 GD03C-0700 8 79 34 24 36 °
5 | ntemal GDO5C-0700 8 o1 53 43 36 °
8 GD08C-0700 8 116 76 66 36 o
3 | External GD03-0710 8 79 a 29 36 °
5 | coolant GD05-0710 8 91 53 43 36 °
71 3 GD03C-0710 8 79 a1 29 36 °
5 | Intemal GDO5C-0710 8 o1 53 43 36 °
8 GDO08C-0710 8 116 76 66 36 o
3 | external GD03-0720 8 79 a1 29 36 °
5 | coolant GD05-0720 8 91 53 43 36 °
7.2 3 GD03C-0720 8 79 a1 29 36 °
5 l(igslr:tl GD05C-0720 8 o1 53 43 36 °
8 GDO08C-0720 8 116 76 66 36 o)

@ Stock available O Make-to-order
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BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
. Drill | Drilling ST - Basic dimension(mm) Suitable for thread Grade
déalr(nn:g;r d(T/Zt)h mode | type Type disar']"'agtlér %\:}egrgy eI R‘?r(ﬁﬁ%m;enlgﬁd g:‘%rt]ﬁ ?:Jetgzgnﬁlilli)r?g/ forming taps [KDG3013
d2(he) l1 l2 I3 la AU
3 | External GD03-0730 8 79 41 29 36 °
5 | coolant GD05-0730 8 91 53 43 36 °
7.3 3 GD03C-0730 8 79 41 29 36 5/16-18UNC| @
5 | Imemal GDO05C-0730 8 01 53 43 36 °
8 GD08C-0730 8 116 76 66 36 o
3 | external GD03-0740 8 79 41 29 36 °
5 | coolant GD05-0740 8 91 53 43 36 [
7.4 3 GDO03C-0740 8 79 41 29 36 °
5 !‘sslr::t' GD05C-0740 8 91 53 43 36 °
8 GDO08C-0740 8 116 76 66 36 o
3 | External GD03-0745 8 79 41 29 36 °
5 | coolant GD05-0745 8 91 53 43 36 M8x1.25 °
745 3 | nternal GD03C-0745 8 79 41 29 36 5/16-24UNF | @
5 | coolant GD05C-0745 8 91 53 43 36 °
3 | External GD03-0750 8 79 a 29 36 °
5 | coolant GD05-0750 8 91 53 43 36 °
75 3 Straight| GD03C-0750 8 79 M 29 36 °
5 | memall shank | GDO5C-0750 8 o1 53 43 36 °
8 GDO08C-0750 8 116 76 66 36 o
3 |External GD03-0760 8 79 41 29 36 ° ’,
5 | coolant GD05-0760 8 o1 53 43 36 ° ‘2
7.6 3 GD03C-0760 8 79 41 29 36 M8x1 ° ;
5 | Imema GDO5C-0760 8 o1 53 43 36 ° =
8 GD08C-0760 8 116 76 66 36 o)
3 | external GD03-0770 8 79 a1 29 36 ° =
5 | coolant GD05-0770 8 91 53 43 36 ) é
7.7 3 GD03C-0770 8 79 41 29 36 °
5 | Intemal GDO5C-0770 8 o1 53 43 36 °
8 GDO08C-0770 8 116 76 66 36 o
3 | External GD03-0780 8 79 2 29 36 °
5 | coolant GD05-0780 8 91 53 43 36 °
7.8 3 GDO03C-0780 8 79 a1 29 36 °
5 'gslg‘:t' GD05C-0780 8 o1 53 43 36 °
8 GDO08C-0780 8 116 76 66 36 o
Note: For drilling depth (I/d) of 8 ,namely GDOSC series, tolerance of shank diameter is hs. ® Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (@) @) (@} @} @)
Codm Cutting pa@ Technical inf@
c6 C74-C76 C80-C86
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BORING TOOL

GD series General machining
— 140° — < - - },%
: I3

External coolant Straight shank [F1

d1

y - 8
Internal coolant Straight shank l2 L la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
_DriII Drilling SN P — O\I/B:::ilc dimensi0nR(::onn::nended — ?uitable for thread Grade
dcljal?ne];(;r (3‘((|‘3‘/F:;)h mode | type e diameter | length Flute length drilling depth | length ?;jetgggnszg/ forming taps [KDG3013
d2(hs) l1 l2 I3 l4 cutters
3 | External GD03-0790 8 79 am 29 36 °
5 | coolant GD05-0790 8 91 53 43 36 °
7.9 3 GD03C-0790 8 79 a 29 36 °
5 !‘;;’lg‘:t' GD05C-0790 8 o1 53 43 36 °
8 GDO08C-0790 8 116 76 66 36 o
3 | External GD03-0800 8 79 a1 29 36 °
5 | coolant GD05-0800 8 91 53 43 36 °
8.0 3 GDO03C-0800 8 79 a1 29 36 | 3/8-16UNC °
5 | Imema GDO5C-0800 8 o1 53 43 36 °
8 GDO0SC-0800 8 116 76 66 36 o)
3 | External GD03-0810S 9 89 47 35 40 o)
g 5 | coolant GD05-0810S 9 103 61 49 40 o)
3 3 | nternal GD03C-0810S 9 89 a7 35 40 0
5 | coolant | ight| ©DO5C-0810S | 9 103 61 49 40 0
8.1 3 external| ™ | GD03-0810 10 89 47 35 40 °
5 | coolant GD05-0810 10 103 61 49 40 °
3 GD03C-0810 10 89 47 35 40 °
5 ':;slr::t' GD05C-0810 10 103 61 49 40 °
8 GD08C-0810 10 142 95 83 40 o
3 | External GD03-0820S 9 89 47 35 40 o
5 | coolant GD05-0820S 9 103 61 49 40 o)
3 | internal GD03C-0820S 9 89 47 35 40 o
5 | coolant GDO05C-0820S 9 103 61 49 40 o)
8.2 3 | External GD03-0820 10 89 47 35 40 °
5 | coolant GD05-0820 10 103 61 49 40 °
3 GD03C-0820 10 89 47 35 40 °
5 Egl::t' GD05C-0820 10 103 61 49 40 °
8 GDO08C-0820 10 142 95 83 40 o)

@ Stock available O Make-to-order

C26



BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
. Dril | Drilling S - Basic dimension(mm) Suitable for thread Grade
déalr(nn:g;r d(T/Zt)h mode | type Type disar']"'agtlér %\:‘egrg‘" eI Rgr%ﬂ”mgm‘i’n'gﬁd g:‘%rt]ﬁ ?:Jetgzgnﬁlilli)r?g/ forming taps [KDG3013
d2(he) l1 l2 I3 l4 cliters
3 | External GD03-0830S 9 89 47 35 40 o
5 | coolant GD05-0830S 9 103 61 49 40 o)
3 | Internal GD03C-0830S 9 89 47 35 40 o
5 | coolant GDO05C-0830S 9 103 61 49 40 o)
8.3 3 | external GD03-0830 10 89 47 35 40 °
5 | coolant GD05-0830 10 103 61 49 40 °
3 GD03C-0830 10 89 47 35 40 °
5 | Intemal GDO5C-0830 10 103 61 49 40 °
8 GDO08C-0830 10 142 95 83 40 o
3 | External GD03-0840S 9 89 47 35 40 o
5 | coolant GD05-0840S 9 103 61 49 40 o
3 | internal GDO03C-0840S 9 89 47 35 40 o
5 | coolant GDO05C-0840S 9 103 61 49 40 o
8.4 3 | External GD03-0840 10 89 47 35 40 °
5 | coolant GD05-0840 10 103 61 49 40 °
3 GD03C-0840 10 89 47 35 40 °
7777777 5 ':ssg:t' GD05C-0840 10 103 61 49 40 °
8 Straight| GD08C-0840 10 142 95 83 40 o)
3 | External| ™™ | GDO03-0850s 0 89 47 35 40 o
5 | coolant GD05-0850S 9 103 61 49 40 o ’,
3 | nternal GDO03C-0850S | 9 89 a7 35 40 o §
5 | coolant GDO05C-0850S | 9 103 61 49 40 o) >
M10x1.5 =
8.5 3 | external GD03-0850 10 89 47 35 | I ° E
5 | coolant GD05-0850 10 103 61 49 40 °
3 GD03C-0850 10 89 47 35 40 ° %
5 | Intemal GDO5C-0850 10 103 61 49 40 ° 5
8 GDO08C-0850 10 142 95 83 40 o
3 | External GD03-0860S 9 89 47 35 40 o
5 | coolant GD05-0860S 9 103 61 49 40 o
3 | internal GDO03C-0860S 9 89 47 35 40 o
5 | coolant GDO05C-0860S 9 103 61 49 40 o
8.6 3 | External GD03-0860 10 89 47 35 40 °
5 | coolant GD05-0860 10 103 61 49 40 °
3 GDO03C-0860 10 89 47 35 40 °
5 ?;gg:t' GD05C-0860 10 103 61 49 40 °
8 GDO0SC-0860 10 142 95 83 40 o
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (©) @) (@} @} @)
Codm Cutting pa@ Technical inf@
c6 C74-C76 C80-C86
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BORING TOOL

GD series General machining ~

_ gjra0} - - -—— s
< .
I2 la
External coolant Straight shank L
¢ | :
Internal coolant Straight shank l2 | la
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling S P Basic dimension(mm) Suitable for thread Grade
diameter| depth Shank | Overall Recommended| Shank i
di(m7) | (I /r:j) mode | type Type diameter | length Pl il drilling depth | length ?;’etgﬂgnﬁfﬁ?ﬁg’ forming taps [KDG3013!
d2(he) l1 l2 I3 l4 TS
3 | External GDO03-0870S 9 89 47 35 40 o)
5 | coolant GD05-0870S 9 103 61 49 40 o)
3 | Internal GD03C-0870S 9 89 47 35 40 o)
5 | coolant GD05C-0870S 9 103 61 49 40 o)
8.7 3 | External GD03-0870 10 89 47 35 40 °
5 | coolant GD05-0870 10 103 61 49 40 °
3 GDO03C-0870 10 89 a7 35 40 [ ]
5 | Internal GDO05C-0870 10 103 61 49 40 °
coolant
8 GD08C-0870 10 142 95 83 40 @)
3 | External GDO03-0875S 9 89 47 35 40 O
5 | coolant GD05-0875S 9 103 61 49 40 0
=)
o
2 3 | internal GD03C-0875S 9 89 47 35 40 o
= coolant
2 675 5 Straight| GDO05C-0875S 9 103 61 49 40 M10x1 25 @)
3 |External| ™™ | GD03-0875 10 89 a7 35 40 °
5 coolant GDO05-0875 10 103 61 49 40 )
3 Internal GD03C-0875 10 89 47 35 40 )
5 coolant GDO05C-0875 10 103 61 49 40 )
3 | External GDO03-0880S 9 89 47 35 40 O
5 | coolant GD05-0880S 9 103 61 49 40 o)
3 | internal GD03C-0880S 9 89 47 35 40 0
5 | coolant GDO5C-0880S 9 103 61 49 40 o
8.8 3 | External GD03-0880 10 89 47 35 40 3/8-16UNC )
5 | coolant GDO05-0880 10 103 61 49 40 °
3 GDO03C-0880 10 89 47 25 40 [ ]
5 | Internal GDO5C-0880 10 103 61 49 40 °
coolant
8 GD08C-0880 10 142 95 83 40 O

@ Stock available O Make-to-order
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BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
. Dril | Drilling S - Basic dimension(mm) Suitable for thread Grade
déalr(nn:g;r d(T/Zt)h mode | type Type disar']"'agtlér %\gg{l Flute length R‘?r(ﬁﬁ%m;enlgﬁd g:‘%rt]ﬁ ?:Jetgzgnﬁlilli)r?g/ forming taps [KDG3013
d2(he) l1 l2 I3 la LIS
3 | External GD03-0890S 9 89 47 35 40 0
5 | coolant GD05-0890S 9 103 61 49 40 o
3 | Internal GD03C-0890S 9 89 47 35 40 0
5 | coolant GDO05C-0890S 9 103 61 49 40 o
8.9 3 | External GD03-0890 10 89 47 35 40 °
5 | coolant GD05-0890 10 103 61 49 40 °
3 GD03C-0890 10 89 47 35 40 °
5 | Intemal GDO5C-0890 10 103 61 49 40 °
8 GDO08C-0890 10 142 95 83 40 0
3 | External GD03-0900S 9 89 47 35 40 o
5 | coolant GD05-0900S 9 103 61 49 40 o
3 | internal GD03C-0900S 9 89 47 35 40 o)
5 | coolant GDO05C-0900S 9 103 61 49 40 o
9.0 3 | External GD03-0900 10 89 47 35 40 M10x1 | 3/8-24UNF °
5 | coolant GD05-0900 10 103 61 49 40 °
3 GD03C-0900 10 89 47 35 40 °
7777777 5 ':ssg:t' Sst;a:g:t GD05C-0900 10 103 61 49 40 e |
8 GD08C-0900 10 142 95 83 40 o)
3 | External GD03-0910 10 89 47 35 40 °
5 | coolant GD05-0910 10 103 61 49 40 ° ’,
9.1 3 GD03C-0910 10 89 47 35 40 ° ‘2
5 | Imemal GDO05C-0910 10 103 61 49 40 ° ‘;
8 GD08C-0910 10 142 95 83 40 o =
3 | External GD03-0920 10 89 47 35 40 ° &
5 | coolant GD05-0920 10 103 61 49 40 ° %
9.2 3 GD03C-0920 10 89 47 35 40 ° =
5 !‘sslr::t' GD05C-0920 10 103 61 49 40 °
8 GD08C-0920 10 142 95 83 40 o
3 | External GD03-0930 10 89 47 35 40 °
5 | coolant GD05-0930 10 103 61 49 40 °
9.3 3 GD03C-0930 10 89 47 35 40 °
5 ':gslr::t' GD05C-0930 10 103 61 49 40 °
8 GD08C-0930 10 142 95 83 40 o
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (@) @) (@} @} @)
Codm Cutting pa@ Technical inf@
Cc6 C74-C76 C80-C86
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BORING TOOL

GD series General machining ~

_ gjra0} - - -—— s
: I3
I2 | la
External coolant Straight shank [F1
‘I = &S
Internal coolant Straight shank l2 L la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. Drill | Drilling S P Basic dimension(mm) Suitable for thread Grade
dama dept |00 e | 0P| | S om0 g
dz(he) 1 2 I3 la EUHEE
3 | External GD03-0935 10 89 47 35 40 °
5 | coolant GD05-0935 10 103 61 49 40 °
9.35 M10x1.5
3 | internal GD03C-0935 10 89 47 35 40 °
5 | coolant GD05C-0935 10 103 61 49 40 °
3 | External GD03-0940 10 89 47 35 40 °
5 | coolant GDO05-0940 10 103 61 49 40 °
9.4 3 GD03C-0940 10 89 47 35 40 | 7/16-14UNC °
5 | Imema GDO5C-0940 10 103 61 49 40 °
8 GD08C-0940 10 142 95 83 40 0
3 | external GD03-0945 10 89 47 35 40 °
5 | coolant GD05-0945 10 103 61 49 40 °
2 9.45 M10x1.25
z 3 | nternal GD03C-0945 10 89 47 35 40 °
§' 5 coolant GD05C-0945 10 103 61 49 40 [
3 | External | Straight|  GD03-0950 10 89 47 35 40 °
5 | coolant | shank | 5p5.0950 10 103 61 49 40 °
9.5 3 GD03C-0950 10 89 a7 35 40 [}
5 | nemal GDO5C-0950 10 103 61 49 40 °
8 GD08C-0950 10 142 95 83 40 0
3 | external GD03-0960 10 89 47 35 40 °
5 | coolant GD05-0960 10 103 61 49 40 °
9.6 3 GD03C-0960 10 89 47 35 40 M10x1 °
5 | Intemal GDO5C-0960 10 103 61 49 40 °
8 GD08C-0960 10 142 95 83 40 o
3 | External GD03-0970 10 89 47 35 40 °
5 | coolant GDO05-0970 10 103 61 49 40 °
9.7 3 GD03C-0970 10 89 47 35 40 °
5 Egl::t' GD05C-0970 10 103 61 49 40 °
8 GD08C-0970 10 142 95 83 40 0

@ Stock available O Make-to-order
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BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
. Drill | Drilling ST - Basic dimension(mm) Suitable for thread Grade
damerer) cepn |0 e | e | o] S o] o s oo
dz(hs) Iz I2 I3 la EUHEE
3 | external GD03-0980 10 89 47 35 40 °
5 | coolant GD05-0980 10 103 61 49 40 °
9.8 3 GD03C-0980 10 89 47 35 40 °
5 | Imemal GDO5C-0980 10 103 61 49 40 °
8 GD08C-0980 10 142 95 83 40 o
3 | external GD03-0990 10 89 47 35 40 °
5 | coolant GD05-0990 10 103 61 49 40 °
9.9 3 GDO03C-0990 10 89 47 35 40 | 7/16-20UNF °
5 | ntemal GDO5C-0990 10 103 61 49 40 °
8 GDO08C-0990 10 142 95 83 40 o
3 | External GD03-1000 10 89 47 35 40 °
5 | coolant GD05-1000 10 103 61 49 40 °
10.0 3 GDO03C-1000 10 89 47 35 40 °
5 'C”Cfglg‘rft' GD05C-1000 10 103 61 49 40 °
8 GDO0SC-1000 10 142 95 83 40 o
3 | External GD03-1010S 1 102 55 40 45 o)
7777777 5 | coolant | Straight| " pae 1610 1 18 71 56 45 o
shank
3 | internal GD03C-1010S | 11 102 55 40 45 o
5 | coolant GD05C-1010S | 11 18 71 56 45 o
10.1 3 | External GD03-1010 12 102 55 40 45 ° ,
5 coolant GDO05-1010 12 118 71 56 45 ) { '%
3 GD03C-1010 12 102 55 40 45 ° ‘;
5 | Imema GDO05C-1010 12 118 71 56 45 ° =
8 GD08C-1010 12 162 114 99 45 o)
3 | external GD03-1020S 1 102 55 40 45 o =
5 coolant GD05-1020S 1 118 71 56 45 () é
3 | internal GD03C-1020S | 11 102 55 40 45 o
5 | coolant GD05C-1020S | 11 18 71 56 45 o
10.2 3 | External GD03-1020 12 102 55 40 45 °
5 | coolant GD05-1020 12 18 71 56 45 °
3 GD03C-1020 12 102 55 40 45 °
5 ':gslr::t' GD05C-1020 12 118 71 56 45 °
8 GD08C-1020 12 162 114 99 45 o
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (@) @) (@} @} @)
Codm Cutting pa@ Technical inf@
c6 C74-C76 C80-C86
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BORING TOOL

GD series General machining ~

. ST RS SN -—— s
: I3
I2 | la
External coolant Straight shank [F1
‘I - 3
Internal coolant Straight shank l2 n la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
diaa:ie"ter %Z"Tt? S P - — O\I/Bea:;ilc dimensionR(::onn::nended — tt?nuittalble/for thread Grade
di(m7) (I/ch:I) mode | type P diameter | _length _|™"® """} iling depth | Iength | freadmiling | forming taps KDG3013
d2(he) l1 I2 I3 la cutters
3 | External GD03-1025S 1 102 55 40 45 o)
5 | coolant GD05-1025S 11 18 71 56 45 o
3 | nternal GD03C-1025S 1 102 55 40 45 o)
5 | coolant GD05C-1025S | 11 118 71 56 45 o)
10.25 M12x1.75
3 | External GD03-1025 12 102 55 40 45 )
5 | coolant GD05-1025 12 18 71 56 45 °
3 | Internal GD03C-1025 12 102 55 40 45 °
5 | coolant GD05C-1025 12 18 71 56 45 °
3 | External GD03-1030S 1 102 55 40 45 O
5 coolant GDO05-1030S 1 118 71 56 45 O
3 | Internal GD03C-1030S 1 102 55 40 45 o
? 5 coolant GD05C-1030S 11 118 71 56 45 O
3 103 | 3 |Eyermal| Straight| GD03-1030 12 102 55 40 45 7/16-14UNC | @
5 | coolant | shank | Gpp5-1030 12 18 71 56 45 °
3 GD03C-1030 12 102 55 40 45 [
5 ':gjg‘rft' GDO5C-1030 12 118 71 56 45 °
8 GD08C-1030 12 162 114 99 45 o
8 | External GD03-1040S 1 102 55 40 45 o
5 coolant GD05-1040S 1 118 71 56 45 )
8 | nternal GD03C-1040S 1 102 55 40 45 )
5 | coolant GDO05C-1040S | 11 18 71 56 45 o)
10.4 3 | External GD03-1040 12 102 55 40 45 )
5 | coolant GDO05-1040 12 18 71 56 45 °
3 GD03C-1040 12 102 55 40 45 )
5 !‘;glg‘:t' GDO5C-1040 12 118 71 56 45 °
8 GD08C-1040 12 162 114 99 45 o

@ Stock available O Make-to-order
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BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
. Dril | Drilling S - Basic dimension(mm) Suitable for thread Grade
dé?ir(“n:;;r d(?/‘g)h mode | type e d%ﬁgtker %‘g&" R Rgr?'ﬂ”mgmd%npd‘ﬁd 'Ser:‘z?'l‘( ?:Jetgggnﬁlilli)r?g/ forming taps KDG3013
d2(he) l1 I2 I3 la cutters
3 | external GD03-1050S 11 102 55 40 45 o
5 coolant GDO05-1050S 1 118 71 56 45 O
3 | internal GD03C-1050S | 11 102 55 40 45 o
5 coolant GDO05C-1050S 11 118 71 56 45 O
10.5 3 | external GD03-1050 12 102 55 40 45 | MI12x15 |7/16-20UNF| @
5 | coolant GD05-1050 12 18 71 56 45 °
3 GD03C-1050 12 102 55 40 45 °
5 ':Otslr:jt' GDO5C-1050 12 118 71 56 45 °
8 GDO08C-1050 12 162 114 99 45 o
3 | external GD03-1060S 1 102 55 40 45 o)
5 | coolant GD05-1060S 1 18 71 56 45 o
3 | |nternal GD03C-1060S | 11 102 55 40 45 o)
5 | coolant GD05C-1060S | 11 18 71 56 45 o
10.6 3 | external GD03-1060 12 102 55 40 45 °
5 | coolant GD05-1060 12 118 71 56 45 °
3 GD03C-1060 12 102 55 40 45 °
7777777 5 ':ssg:t' GDO05C-1060 12 118 71 56 45 °
8 Straight | 5 hgC-1060 12 162 114 99 45 0
shank
3 | External GD03-1070S 1 102 55 40 45 o
5 | coolant GDO05-1070S 1 118 71 56 45 o .
3 | internal GD03C-1070S | 11 102 55 40 45 o §
5 | coolant GDO05C-1070S 11 118 71 56 45 0 E:;
107 | 3 | gxernal GD03-1070 12 102 55 40 45 ° c
5 | coolant GD05-1070 12 18 71 56 45 ° '
3 GD03C-1070 12 102 55 40 45 ° %
5 ':cfslr::t' GDO5C-1070 12 118 71 56 45 ° =
8 GD08C-1070 12 162 114 99 45 o
3 | external GD03-1075S 1 102 55 40 45 o)
5 | coolant GD05-1075S 1 18 71 56 45 o
3 | |nternal GD03C-1075S | 11 102 55 40 45 o)
5 | coolant GD05C-1075S | 11 118 71 56 45 o
10.75 M12x1.25
3 | external GD03-1075 12 102 55 40 45 °
5 | coolant GD05-1075 12 18 71 56 45 °
3 | |nternal GD03C-1075 12 102 55 40 45 °
5 | coolant GDO05C-1075 12 18 71 56 45 °
Note: For drilling depth (I/d) of 8 ,namely GD0O8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (@) @) (@} @} @)
Codm Cutting pa@ Technical inf@
cé C74-C76 C80-C86
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BORING TOOL

Drilling Tools

GD series General machining

\
- g[1407} = - —-—ts
: I3
I2 la
External coolant Straight shank [F1
‘I . 3
Internal coolant Straight shank l2 L la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. Drill | Drilling S P Basic dimension(mm) Suitable for thread Grade
oy ey | mode| type | P |clretr| lengi P st Gingte| i | SEAES g s koG3013
d2(hs) l1 l2 I3 l4 cutters
3 | External GD03-1080S 11 102 55 40 45 0
5 | coolant GD05-1080S 11 18 71 56 45 o
3 | internal GDO03C-1080S 11 102 55 40 45 0
5 | coolant GD05C-1080S | 11 118 71 56 45 o)
10.8 3 | External GD03-1080 12 102 55 40 45 | 1/2-13UNC °
5 | coolant GDO05-1080 12 18 71 56 45 °
3 GD03C-1080 12 102 55 40 45 °
5 | Imoma GDO5C-1080 12 118 71 56 45 °
8 GD08C-1080 12 162 114 99 45 0
3 | External GD03-1090S 1 102 55 40 45 o
5 | coolant GD05-1090S 1 118 71 56 45 o)
3 | internal GDO03C-1090S 11 102 55 40 45 0
5 coolant GDO05C-1090S 11 118 71 56 45 O
109 | 3 | exiernal| 29| GDO3-1000 12 102 55 40 45 °
5 coolant GDO05-1090 12 118 71 56 45 [
3 GD03C-1090 12 102 55 40 a5 °
5 ':gjlr::t' GDO05C-1090 12 118 71 56 45 °
8 GD08C-1090 12 162 114 99 45 0
3 | External GD03-1100S 11 102 55 40 45 0
5 | coolant GD05-1100S 11 118 71 56 45 o)
3 | internal GDO03C-1100S 11 102 55 40 45 0
5 | coolant GDO05C-1100S | 11 118 71 56 45 o)
11.0 3 | External GD03-1100 12 102 55 40 45 °
5 | coolant GD05-1100 12 18 71 56 45 °
3 GDO03C-1100 12 102 55 40 45 °
5 !‘;;’lg‘:t' GDO5C-1100 12 118 71 56 45 °
8 GDO08C-1100 12 162 114 99 45 0

C34
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BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
. Dril | Drilling S - Basic dimension(mm) Suitable for thread Grade
déalr(nn:g;r d(T/Zt)h mode | type Type disar']"'agtlér %\:‘egrg‘" eI Rgr%ﬂ”mgm‘i’n'gﬁd g:‘%rt]ﬁ ?:Jetgzgnﬁlilli)r?g/ forming taps [KDG3013
d2(he) l1 l2 I3 l4 cliters
3 | external GD03-1110 12 102 55 40 45 °
5 | coolant GDO05-1110 12 18 71 56 45 °
11.1 3 GD03C-1110 12 102 55 40 45 °
5 | Imema GDO5C-1110 12 118 71 56 45 °
8 GD08C-1110 12 162 114 99 45 o)
3 | External GD03-1120 12 102 55 40 45 °
5 | coolant GD05-1120 12 18 71 56 45 °
11.2 3 GDO3C-1120 12 102 55 40 45 °
5 !‘sslr::t' GD05C-1120 12 118 71 56 45 °
8 GDO8C-1120 12 162 114 99 45 o
3 | External GD03-1125 12 102 55 40 45 °
5 | coolant GDO05-1125 12 18 71 56 45 °
11.25 M12x1.75
3 | internal GDO03C-1125 12 102 55 40 45 °
5 | coolant GDO05C-1125 12 18 71 56 45 °
3 | external GD03-1130 12 102 55 40 45 °
5 | coolant | ight| GD05-1130 12 18 71 56 45 °
11.3 3 shank | Gp03C-1130 12 102 55 40 45 °
5 'C”(:slr:ft' GDO05C-1130 12 118 71 56 45 °
8 GDO08C-1130 12 162 114 99 45 o
3 | External GD03-1135 12 102 55 40 45 ° ’,
5 | coolant GDO5-1135 12 118 71 56 45 ° 2
11.35 M12x1.5 8
3 | Internal GDO03C-1135 12 102 55 40 45 ° =
5 | coolant GDO5C-1135 12 118 7 56 45 ° =
3 | External GD03-1140 12 102 55 40 45 ° &
5 | coolant GD05-1140 12 118 71 56 45 ° %
11.4 3 GDO3C-1140 12 102 55 40 45 ° é
5 !‘;glr::t' GDO05C-1140 12 118 71 56 45 °
8 GDO8C-1140 12 162 114 99 45 o
3 | External GD03-1145 12 102 55 40 45 °
5 | coolant GDO05-1145 12 18 71 56 45 °
11.45 M12x1.25
3 | internal GDO03C-1145 12 102 55 40 45 °
5 coolant GDO05C-1145 12 118 71 56 45 o
Note: For drilling depth (I/d) of 8 ,namely GDOSC series, tolerance of shank diameter is hs. ® Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (©) @) (@} (©) O
Codm Cutting pa@ Technical inf@
c6 C74-C76 C80-C86

C35



BORING TOOL

GD series General machining ~

_ gjra0} - - -—— s
: I3
I2 | la
External coolant Straight shank [F1
: N 3
Internal coolant Straight shank l2 L la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
diaa:ie"ter %2'"3? SN P - o O\I/B:::ilc dimensioné::onr:;ended o tt?nuittable/for thread Grade
di(m7) | (I /r:j) mode | type P diameter | length Pl il drilling depth | length ?;Jeadgmﬁﬁ?,?g forming taps [KDG3013!
d2(hs) 1 l2 I3 la cutters
3 | External GD03-1150 12 102 55 40 45 °
5 | coolant GD05-1150 12 118 71 56 45 °
115 3 GDO03C-1150 12 102 55 40 45 | 1/2-20UNF °
5 !‘;;’lg‘:t' GDO5C-1150 12 118 71 56 45 °
8 GDO08C-1150 12 162 114 99 45 0
3 | External GD03-1160 12 102 55 40 45 °
5 | coolant GDO05-1160 12 18 71 56 45 °
11.6 3 GD03C-1160 12 102 55 40 45 °
5 'C”;sg‘ft' GDO05C-1160 12 118 71 56 45 °
8 GDO08C-1160 12 162 114 99 45 o
3 | external GD03-1170 12 102 55 40 45 °
? 5 coolant GD05-1170 12 118 71 56 45 [
3y 11.7 3 GDO03C-1170 12 102 55 40 45 °
5 'C”Otoelr::t' GDO5C-1170 12 118 71 56 45 °
8 Straight| GDO8C-1170 12 162 114 99 45 0
3 |external| ™™ | GDO03-1180 12 102 55 40 45 °
5 coolant GD05-1180 12 118 71 56 45 )
11.8 3 GDO03C-1180 12 102 55 40 45 1/2-13UNC °
5 !‘;;r::t' GDO5C-1180 12 18 71 56 45 °
8 GDO08C-1180 12 162 114 99 45 0
3 | External GD03-1190 12 102 55 40 45 °
5 | coolant GD05-1190 12 118 71 56 45 °
11.9 3 GDO03C-1190 12 102 55 40 45 °
5 'C”;‘;::t' GDO5C-1190 12 118 71 56 45 °
8 GDO08C-1190 12 162 114 99 45 0
3 | External GD03-1200 12 102 55 40 45 °
5 | coolant GDO05-1200 12 118 71 56 45 °
12.0 3 GDO03C-1200 12 102 55 40 45 M14x2 °
5 'C”;sg:t' GD05C-1200 12 118 71 56 45 °
8 GD08C-1200 12 162 114 99 45 0

@ Stock available O Make-to-order

C36



Drilling Tools

BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
dial?T:L"ter %gmphg S - - — o\i&:;ilc dimensionézoﬁinended — tt.Suittablelfor thread Grade
di (m7) (| /Z) mode | type yp diameter | length Flute length drilling depth | length ?:Jeézgmm?:g forming taps |KDG3013,
d2(he) l1 l2 I3 la LIS
3 | External GD03-1210 14 107 60 43 45 °
5 | coolant GD05-1210 14 124 77 60 45 °
121 1/2-20UNF
3 | Internal GD03C-1210 14 107 60 43 45 °
5 | coolant GD05C-1210 14 124 77 60 45 °
3 | External GD03-1220 14 107 60 43 45 °
5 | coolant GD05-1220 14 124 77 60 45 °
12.2 9/16-12UNC
3 | internal GD03C-1220 14 107 60 43 45 °
5 | coolant GDO05C-1220 14 124 77 60 45 )
3 | External GD03-1225 14 107 60 43 45 °
5 | coolant GD05-1225 14 124 77 60 45 °
1225 3 | internal GD03C-1225 14 107 60 43 45 °
5 | coolant GDO05C-1225 14 124 77 60 45 °
3 | External GD03-1230 14 107 60 43 45 °
5 | coolant GD05-1230 14 124 77 60 45 °
123 3 | internal GD03C-1230 14 107 60 43 45 °
5 | coolant GD05C-1230 14 124 77 60 45 °
3 | External GD03-1250 14 107 60 43 45 °
5 | coolant Sst;a:g:t GDO05-1250 14 124 77 60 45 °
12.5 3 GDO03C-1250 14 107 60 43 45 M14x1.5 [ ]
5 | Imemal GD05C-1250 14 124 77 60 a5 ° ’,
8 GDO08C-1250 14 178 133 116 45 o ‘2
3 |External GD03-1270 14 107 60 43 45 ° ‘;
5 | coolant GD05-1270 14 124 77 60 45 ° =
12.7 3 GD03C-1270 14 107 60 43 45 ° &
5 ':Cfsg‘jt' GD05C-1270 14 124 77 60 45 ° g
8 GD08C-1270 14 178 133 116 45 o )
3 | External GD03-1275 14 107 60 43 45 °
5 | coolant GD05-1275 14 124 77 60 45 °
2rs Internal GD03C-1275 14 107 60 43 45 °
5 | coolant GDO05C-1275 14 124 77 60 45 °
3 | External GD03-1280 14 107 60 43 45 °
5 | coolant GD05-1280 14 124 77 60 45 °
12.8 3 GDO03C-1280 14 107 60 43 45 °
5 'gslg‘:t' GD05C-1280 14 124 77 60 45 °
8 GDO08C-1280 14 178 133 116 45 o
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (@) @) (@} @} @)

cotcey )

Cé

)

Cutting parameters »

C74-C76

Technical inf@

C80-C86
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BORING TOOL

GD series General machining ~

_ gjra0} - - -—— s
: s I2 la
External coolant Straight shank L
‘I - 3
Internal coolant Straight shank l2 n la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
dia[r)]: ilter %Z"Tr? Cooling| Shank - = O\I/Bea:zllc dlmension;::?nlended — tt.Suittalble/for thread Grade
d1 (m7) (| /Z) mode | type yp diameter | length Flute length drilling depth | length ?r”egggmﬁﬁ’i’,fg forming taps [KDG3013
dz(he) 1 I2 Is la BUHES
3 | External GD03-1290 14 107 60 43 45 )
5 | coolant GD05-1290 14 124 77 60 45 °
12.9 9/16-18UNF
3 | Internal GD03C-1290 14 107 60 43 45 )
5 | coolant GDO05C-1290 14 124 77 60 45 °
3 | External GD03-1300 14 107 60 43 45 )
5 coolant GD05-1300 14 124 77 60 45 )
13.0 3 GD03C-1300 14 107 60 43 45 )
5 | Intemal GDO5C-1300 14 124 77 60 45 °
8 GD08C-1300 14 178 133 116 45 0
3 | External GD03-1310 14 107 60 43 45 )
5 151 5 | coolant GDO05-1310 14 124 77 60 45 s °
2 3 | nternal GD03C-1310 14 107 60 43 45 )
5 5 | coolant | ight| GD05C-1310 14 124 77 60 a5 °
3 |External| ™™ | GD03-1335 14 107 60 43 45 °
1235 5 | coolant GDO05-1335 14 124 77 60 45 M14x1.5 °
3 | Internal GD03C-1335 14 107 60 43 45 9/16-12UNC °
5 | coolant GDO05C-1335 14 124 77 60 45 °
3 | External GD03-1350 14 107 60 43 45 )
5 | coolant GDO05-1350 14 124 77 60 45 °
13.5 3 GD03C-1350 14 107 60 43 45 | 5/8-11UNC )
5 ':cfgg‘:t' GDO05C-1350 14 124 77 60 45 °
8 GD08C-1350 14 178 133 116 45 o
3 | External GD03-1365 14 107 60 43 45 )
5 coolant GD05-1365 14 124 77 60 45 )
13.65 9/16-18UNF
3 | nternal GD03C-1365 14 107 60 43 45 )
5 | coolant GD05C-1365 14 124 77 60 45 °

@ Stock available O Make-to-order

C38



Drilling Tools

”””””””””””””””””””””””””””””””””””””””””” GD series
diaa: iélter %Z"Thg Cooling| Shank - — o\zar\:lc dlmen5|on;:c1:n113nended — tt.Suittablelfor thread Grade
dimy) | ( /Z) mode | type yp diameter | length Flute length drilling depth | length ?:Jealggm‘ial‘l‘i):g forming taps [KDG3013
dz(hs) l1 l2 I3 la B
3 | External GD03-1380 14 107 60 43 45 °
5 | coolant GD05-1380 14 124 77 60 45 °
158 3 | internal GD03C-1380 14 107 60 43 45 °
5 | coolant GD05C-1380 14 124 77 60 45 °
3 | External GD03-1400 14 107 60 43 45 °
5 | coolant GDO05-1400 14 124 77 60 45 °
14.0 3 GDO03C-1400 14 107 60 43 45 M16x2 °
5 'C”otslr::t' GDO05C-1400 14 124 77 60 45 °
8 GD08C-1400 14 178 133 116 45 o)
3 | External GD03-1425 16 115 65 45 48 °
5 | coolant GD05-1425 16 133 83 63 48 °
1425 3 | internal GD03C-1425 16 115 65 45 48 °
5 coolant GDO05C-1425 16 133 83 63 48 [
3 | External GD03-1430 16 115 65 45 48 °
5 | coolant GDO05-1430 16 133 83 63 48 o
143 3 | nternal GD03C-1430 16 115 65 45 48 °
5 coolant GDO05C-1430 16 133 83 63 48 °
3 | External| Straight| GD03-1450 16 115 65 45 48 °
5 | coolant | shank | Gpo5-1450 16 133 83 63 48 °
14.5 3 GD03C-1450 16 15 65 45 g | OO ° -
5 | Internal GD05C-1450 16 133 83 63 | COIONE ° -
coolant |3
8 GD08C-1450 16 204 152 132 48 0 =)
3 | External GD03-1475 16 115 65 45 48 ° E
5 | coolant GDO05-1475 16 133 83 63 48 °
14.75 g
3 | internal GD03C-1475 16 115 65 45 48 ° Z
5 | coolant GDO5C-1475 16 133 83 63 48 ° =
3 | External GD03-1480 16 115 65 45 48 °
5 | coolant GD05-1480 16 133 83 63 48 °
14.8 3 GD03C-1480 16 115 65 45 48 5/8-11UNC °
5 ':Otslr::t' GD05C-1480 16 133 83 63 48 °
8 GDO08C-1480 16 204 152 132 48 o)
3 | External GD03-1500 16 115 65 45 48 °
5 | coolant GDO05-1500 16 133 83 63 48 o
15.0 3 GDO03C-1500 16 115 65 45 48 °
5 ':Cfglr::t' GDO5C-1500 16 133 83 63 48 °
8 GDO08C-1500 16 204 152 132 48 0
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltreté?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (©) @) (@} (©) O

cotcey )

Cé

)

Cutting parameters »

C74-C76

Technical inf@

C80-C86

C39



BORING TOOL

GD series General machining ~

. ST RS SN -—— s
: I3
I2 | la
External coolant Straight shank [F1
‘I - 3
Internal coolant Straight shank l2 n la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
diaa:ie"ter %Z"Tt? S P - — O\I/Bea:;ilc dimensionR(::onn::nended — tt?nuittalble/for thread Grade
di(m7) (I/ch:I) mode | type P diameter | _length _|™"® """} iling depth | Iength | freadmiling | forming taps KDG3013
d2(he) l1 I2 I3 la cutters
3 | External GD03-1510 16 115 65 45 48 °
5 | coolant GDO05-1510 16 133 83 63 48 °
15.1 M16x2
3 | Internal GD03C-1510 16 115 65 45 48 °
5 | coolant GD05C-1510 16 133 83 63 48 °
3 | External GD03-1525 16 115 65 45 48 °
5 | coolant GDO05-1525 16 133 83 63 48 °
15.25 5/8-18UNF
3 | internal GD03C-1525 16 115 65 45 48 °
5 | coolant GD05C-1525 16 133 83 63 48 °
3 | External GD03-1535 16 115 65 45 48 °
5 | coolant GDO05-1535 16 133 83 63 48 °
15.35 M16x1.5
3 | internal GD03C-1535 16 115 65 45 48 °
g 5 | coolant GDO5C-1535 16 133 83 63 48 °
z 3 |External | Straight| GD03-1550 16 115 65 45 48 o
5 | coolant | shank | Gpp5-1550 16 133 83 63 48 °
15.5 3 GD03C-1550 16 115 65 45 48 M18x2.5 [
5 ':gjg‘rft' GDO5C-1550 16 133 83 63 48 °
8 GD08C-1550 16 204 152 132 48 )
3 | External GD03-1580 16 115 65 45 48 °
5 coolant GD05-1580 16 133 83 63 48 )
18 3 | internal GD03C-1580 16 115 65 45 48 °
5 coolant GD05C-1580 16 133 83 63 48 )
3 | External GD03-1600 16 115 65 45 48 °
5 | coolant GDO05-1600 16 133 83 63 48 °
16.0 3 GD03C-1600 16 115 65 45 48 M18x2 °
5 !‘;glg‘:t' GDO5C-1600 16 133 83 63 48 °
8 GD08C-1600 16 204 152 132 48 o

@ Stock available O Make-to-order

C40



Drilling Tools

”””””””””””””””””””””””””””””””””””””””””” GD series
- AiF Basic dimension(mm) Suitable for thread Grade
Drill | Drilling Gl Sl
diameter| depth Type Shank | Overall |y o o Recommended| Shank | ¢yiting taps /
dl(m7) (l/d) mode type diameter | length 9 drilling depth | length tread milling | forming taps [KDG3013|
d2(he) l1 I2 I3 la cutters
3 | external GD03-1650 18 123 73 51 48 °
5 | coolant GD05-1650 18 143 93 71 48 °
16.5 3 GD03C-1650 18 123 73 51 48 | 3/4-10UNC °
5 | Imemal GDO5C-1650 18 143 93 71 48 °
8 GD08C-1650 18 223 171 149 48 O
3 | external GD03-1675 18 123 73 51 48 °
5 | coolant GD05-1675 18 143 93 71 48 °
16.75
3 | internal GDO03C-1675 18 123 73 51 48 °
5 coolant GD05C-1675 18 143 93 71 48 )
3 | External GD03-1680 18 123 73 51 48 °
5 coolant GDO05-1680 18 143 93 71 48 )
16.8 M18x2.5
3 | internal GD03C-1680 18 123 73 51 48 °
5 | coolant GDO05C-1680 18 143 93 71 48 °
3 | External GD03-1700 18 123 73 51 48 °
5 | coolant GD05-1700 18 143 93 71 48 °
17.0 3 GD03C-1700 18 123 73 51 48 °
5 l;:;::! GDO05C-1700 18 143 93 71 48 °
8 Straight| GD0BC-1700 18 223 171 149 48 0
3 |external| ™™ | GDO03-1750 18 123 73 51 48 °
5 | coolant GD05-1750 18 143 93 71 48 °
M20x2.5 -
17.5 3 GD03C-1750 18 123 73 51 48 ° =
Internal 3/4-16UNF i o
5 GD05C-1750 18 143 93 71 48 ° Lo
coolant =
8 GDO08C-1750 18 223 171 149 48 @) =
=)
3 | external GD03-1780 18 123 73 51 48 °
5 | coolant GD05-1780 18 143 93 71 48 ° g
17.8 g
3 | internal GDO03C-1780 18 123 73 51 48 ° o)
5 coolant GD05C-1780 18 143 93 71 48 )
3 | External GD03-1790 18 123 73 51 48 °
5 | coolant GD05-1790 18 143 93 71 48 °
17.9 3/4-10UNC
3 | internal GD03C-1790 18 123 73 51 48 °
5 | coolant GDO05C-1790 18 143 93 71 48 °
3 | External GD03-1800 18 123 73 51 48 °
5 | coolant GD05-1800 18 143 93 71 48 °
18.0 3 GD03C-1800 18 123 73 51 48 M20x2 °
5 ?cfgl::t' GDO05C-1800 18 143 93 71 48 °
8 GD08C-1800 18 223 171 149 48 0
Note: For drilling depth (I/d) of 8 ,namely GD0O8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csat‘g%?n PIEHIEIEEISE Cizel, ~EEETEN S | e Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 (@) (@) @) O @) (@) O

cotcey )

Cé

)

Cutting parameters »

C74-C76

Technical inf@

C80-C86

C41



BORING TOOL

GD series General machining ~

_ gjra0} - - -—— s
< B
I2 la
External coolant Straight shank L
" ’ °
Internal coolant Straight shank l2 | la
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling Basic dimension(mm) Suitable for thread Grade
q Cooling| Shank .
diameter| depth Type Shank | Overall Flute len thRecommended) Shank | cytting taps /
di(m7) | (l/d) mode | type diameter | length 9" drilling depth | length tread milling | forming taps [KDG3013|
dz(he) 1 2 I3 la EUHEE
3 | External GD03-1830 20 131 79 55 50 )
5 | coolant GD05-1830 20 153 101 77 50 °
18.3 3/4-16UNF
3 Internal GD03C-1830 20 131 79 55 50 °
5 coolant GD05C-1830 20 153 101 77 50 )
3 | External GD03-1850 20 131 79 55 50 )
5 | coolant GD05-1850 20 153 101 77 50 °
18.5
3 Internal GDO03C-1850 20 131 79 55 50 )
5 | coolant GDO05C-1850 20 153 101 77 50 °
3 | External GD03-1880 20 131 79 55 50 )
5 coolant GD05-1880 20 153 101 77 50 )
18.8 M20x2.5
3 Internal GDO03C-1880 20 131 79 55 50 )
=)
z 5 coolant GD05C-1880 20 153 101 77 50 )
3 3 | Exernal GD03-1900 20 131 79 55 50 °
5 | coolant | ight| ©GD05-1900 20 153 101 77 50 °
19.0
3 | internal | o™ | GD03C-1900 20 131 79 55 50 °
5 | coolant GDO5C-1900 20 153 101 77 50 °
3 | External GD03-1950 20 131 79 55 50 °
5 coolant GDO05-1950 20 153 101 77 50 M22x2.5 )
19.5
3 Internal GD03C-1950 20 131 79 55 50 7/8-9UNC °
5 | coolant GDO05C-1950 20 153 101 77 50 °
3 | External GD03-1980 20 131 79 55 50 )
5 | coolant GD05-1980 20 153 101 77 50 °
19.8
3 Internal GD03C-1980 20 131 79 55 50 °
5 | coolant GDO05C-1980 20 153 101 77 50 °
3 | External GD03-2000 20 131 79 55 50 °
5 | coolant GD05-2000 20 153 101 77 50 °
20.0 M22x2
3 Internal GDO03C-2000 20 131 79 55 50 )
5 | coolant GDO05C-2000 20 153 101 77 50 °

@ Stock available O Make-to-order

C42



BORING TOOL

”””””””””””””””””””””””””””””””””””””””””” GD series
Dril | Drilling S - Basic dimension(mm) Suitable for thread Grade
diameter| depth Type Shank | Overall Flute len thRegqmmended Shank cutting taps /
d1 (m7) (| / d) mode | type diameter | length u 9 drilling depth | length | tread milling | forming taps [KDG3013
dz(hs) Iz I2 &} la S
3 | External GD03-2040 20 141 86 60 50 o}
5 coolant GD05-2040 20 167 112 85 50 @)
20.4 7/8-14UNF
3 | internal GD03C-2040 20 141 86 60 50 o}
5 coolant GDO05C-2040 20 167 112 85 50 @)
3 | External GD03-2050 20 141 86 60 50 o}
. 5 | coolant GD05-2050 20 167 112 85 50 o
' 3 | internal GD03C-2050 20 141 86 60 50 @
5 coolant GD05C-2050 20 167 112 85 50 )
3 | External GD03-2100 20 141 86 60 50 o}
5 | coolant GD05-2100 20 167 112 85 50 o
21.0 M24x3 7/8-9UNC
3 | internal GD03C-2100 20 141 86 60 50 o}
5 | coolant GD05C-2100 20 167 112 85 50 o)
3 | External GD03-2140 20 141 86 60 50 O
5 | coolant GD05-2140 20 167 112 85 50 o
21.4 7/8-14UNF
3 | Internal GD03C-2140 20 141 86 60 50 o
5 | coolant GDO05C-2140 20 167 112 85 50 0
3 | External GD03-2150 20 141 86 60 50 O
Jis 5 | coolant | ight| ©GD05-2150 20 167 12 85 50 @
' 3 | internal | ™K | GD03C-2150 20 141 86 60 50 o)
5 | coolant GD05C-2150 20 167 112 85 50 o ,
3 | Extornal GD03-2200 20 141 86 60 50 o : §
5 coolant GD05-2200 20 167 112 85 50 ¢) >
22.0 M24x2 =
3 | internal GD03C-2200 20 141 86 60 50 o} =
=)
5 | coolant GDO5C-2200 20 167 112 85 50 o
3 | External GD03-2225 25 153 95 65 56 0 £
v
5 coolant GD05-2225 25 184 126 98 56 @) a
22.25 1-8UNC ©
3 | internal GD03C-2225 25 153 95 65 56 o}
5 | coolant GD05C-2225 25 184 126 98 56 o
3 | External GD03-2250 25 153 95 65 56 o}
- 5 | coolant GD05-2250 25 184 126 98 56 o)
' 3 | internal GD03C-2250 25 153 95 65 56 o
5 | coolant GDO05C-2250 25 184 126 08 56 o
3 | External GD03-2300 25 153 95 65 56 o
5 | coolant GD05-2300 25 184 126 08 56 0
23.0 M25x2
3 | Internal GD03C-2300 25 153 95 65 56 O
5 | coolant GDO05C-2300 25 184 126 08 56 e
Note: For drilling depth (I/d) of 8 ,namely GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltre%?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 (@) (@) @) O (@)} (@) O
Codek{d Cutting pa@ Technical inf@
c6 C74-C76 C80-C86
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BORING TOOL

GD series General machining ~
— 140 A — < [ },%
: I3

External coolant Straight shank [F1

d1

: | :
Internal coolant Straight shank 2 | la
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling SN P Basic dimension(mm) Suitable for thread Grade
diameter| depth Type Shank | Overall Flute length Recommended| Shank cutting taps /
di(m7) | (I/d) mode | type diameter | length 9" driling depth | length tread milling | forming taps [KDG3013
d2(he) l1 l2 I3 l4 TS
3 | External GD03-2325 25 153 95 65 56 o)
5 | coolant GD05-2325 25 184 126 98 56 o
23.25 1-12UNF
3 | internal GD03C-2325 25 153 95 65 56 o)
5 | coolant GDO05C-2325 25 184 126 98 56 o
3 | External GD03-2350 25 153 95 65 56 o)
5 | coolant GD05-2350 25 184 126 98 56 o
235
3 | internal GDO03C-2350 25 153 95 65 56 o)
5 | coolant GD05C-2350 25 184 126 98 56 o
3 | External GD03-2400 25 153 95 65 56 0
5 coolant . GD05-2400 25 184 126 98 56 O
24.0 St;a'gct M27x3 1-8UNC
3 | nternal | " GDO03C-2400 25 153 95 65 56 O
=)
z 5 coolant GDO05C-2400 25 184 126 98 56 O
3 3 | Exernal GD03-2450 25 153 95 65 56 o
5 coolant GDO05-2450 25 184 126 98 56 )
24.5 1-12UNF
3 Internal GD03C-2450 25 153 95 65 56 o)
5 | coolant GDO05C-2450 25 184 126 98 56 o
3 | External GD03-2500 25 153 95 65 56 )
250 5 | coolant GD05-2500 25 184 126 98 56 M27x2 o
' 3 Internal GDO03C-2500 25 153 95 65 56 | 11/8-7UNC 1o
5 | coolant GDO05C-2500 25 184 126 98 56 o
Note: For drilling depth (I/d) of 8 ,namely GDOSC series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
b> Appllcable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Csatltrelc)a?n Pre-hardened steel, Hardened steel | gi.iniass Castiron | Nodular | Aluminum | Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! el | clley Uz alloy
KDG3013 O (@) (©) @) (@} @} O
Cod$ Cutting para{eteD Technical inf@
C6 C74-C76 C80-C86

Ca4



Achieving the
optimization of tool
structure through
analysis of simulated
cutting.

Design with change parameter
helical flute, good rigidity and
chip removal capability.

Unique cutting edge
design, good chip
breaking capability

even for sticky, softer
materials, high versatility.

& J

15951 sais

ICCURIUICEVWISTEI S

Double special
guiding margin,
more credible
guiding and more

stable machining.
- J

Special nano structure
coating with better self
lubricating capability and
superb wear resistance.

C45



[ ®MOutstandinglyfchip ([ MExtremelyihighlefficiency
breaking capability

Work piece: crank shaft

Work piece material: 40Cr

Machining area: inclined oil hole

Tool type: 1588SL20C-0690/KDG303

Cutting parameters: Ve =80~120m/min
fr=0.2~0.4mm/r

Cooling system: Water soluble liquid

Drilling depth: 105mm

Work piece: cylinder

Work material: HT300

Machined area: crank shaft joint surface drilling
Drilling depth: 30mm

Tool type: 1588SL12C-0850/KDG303
Recommend parameters: Vc=80m/min fr=0.2mm/r
Cooling system: water-soluble liquid

omparison of tool life(number of machined holes)

o

2500

1588SL Product of

2000 0
company A
1500 0
1000
500
0

| Comparison of tool life(tool wear)

Cutting speed (m/min)

Feed rate per revolution/(mm/r)

Good chip breaking capability and stable machining with
different cutting speed and feed rate.

1588SL (regular wear) Product of
company A(falling)

C4a6



{O Good cutting performance

Tool type: 1588SL12C-0850/KDG303

Feed rate: 0.2mm/r  Drilling depth: 72mm
Work material: 42CrMo(HB250)

Cooling system: Emulsified liquid

Cutting speed: 80m/min

Machine equipment: Vertical machining center

N Cutingforce of 1588SL y Cutting force of Product of company A -

4000 4000
3500 3500
3000 3000
2500 — Fy(M.U) 2500 — Fy (M.U)
2000 2000
1500 — Fx(M.U) 1500 — Fx(M.U)

1000 WWWW 1000 I
500 ’ | — Fz(M.U) 500 | — Fz(M.U)
0 g 0 " —%

-500 -500 \

- -1000
10000 2 4 6 8 10 12 14 0 2 4 6 8 10 12 14

Time (s) Time (s)

{3 Stable machining precision

Comparison of Machined Hole's Accuracy

0° +Y
90 270
X +X
0.0° 270.0°
F— 10.0um(X1000) 90.° 180.0°
180° -Y
1588SL
0° +Y
Workpiece: Die
Machined materials: 738H
Machined area: Hole of sidewall 90 20
Drilling depth: 70mm X =
Tool type: 1588SL12C-0600/KDG303 00 2700°
Recommended parameters: Vc=85m/min, fr=0.2mm/r
Cooling system: Water-soluble liquid i 1ooumxioony | 0 180.0°
180° -Y

Product of company A

Ca7



BORING TOOL

”””” S Series T
.
Y - ,gl 12D
l4
'& I
Internal coolant Straight shank
S RSCSS S L 51 20D/30D
" :
I
@ Suitable for deep-hole drilling of steel, cast iron etc.
Drill Basic dimension(mm) Drill Basic dimension(mm)
diameter | Drilling diameter | Drilling
di | depth TYPE | gamate v lngn | gt |bngin| | G | demth | Type e e gt gt
12D(m7) | (I/d) 12D(m7) | (I/d)
20D/30D(h7) da(hs)| 11 | I2 I3 la | [20D/30D(h7) dz(hs)| 12 | I2 I3 la
12 |1588SL12C-0300| 6 90 | 50 40 36 12 |1588SL12C-0420| 6 102 | 64 56 36
3.0 20 |1588SL20C-0300| 6 110 | 70 62 36 4.2 20 |1588SL20C-0420| 6 148 | 108 96 36
30 |1588SL30C-0300| 6 |140|100| 92 36 30 |1588SL30C-0420| 6 |192|152| 140 | 36
12 |1588SL12C-0310| 6 | 90 | 50 40 36 12 |1588SL12C-0430| 6 | 102 | 64 56 36
3.1 20 |1588SL20C-0310| 6 |123 | 83 72 36 4.3 20 |1588SL20C-0430| 6 |148|108| 96 36
30 |1588SL30C-0310| 6 |160|120| 108 | 36 30 |1588SL30C-0430| 6 |192|152| 140 36
12 11588SL12C-0320| 6 90 | 50 40 36 12 |1588SL12C-0440| 6 102 | 64 56 36
3.2 20 |1588SL20C-0320| 6 |123| 83 72 36 4.4 20 |1588SL20C-0440| 6 |148|108| 96 36
30 |1588SL30C-0320, 6 160 | 120 108 36 30 |1588SL30C-0440| 6 192 | 152 140 36
12 |1588SL12C-0330| 6 | 90 | 50 40 36 12 |1588SL12C-0450| 6 | 102 | 64 56 36
3.3 20 |1588SL20C-0330| 6 123 | 83 72 36 4.5 20 |1588SL20C-0450| 6 148 | 108 96 36
30 |1588SL30C-0330| 6 |160|120| 108 | 36 30 |1588SL30C-0450| 6 |192 |152| 140 36
12 11588SL12C-0340| 6 90 | 50 40 36 12 | 1588SL12C-0460| 6 102 | 64 56 36
- 34 20 |1588SL20C-0340| 6 |123| 83 72 36 4.6 20 |1588SL20C-0460| 6 |158 | 118 | 106 36
g 30 |1588SL30C-0340, 6 160 | 120 108 36 30 |1588SL30C-0460| 6 208 | 168 156 36
& 12 |1588SL12C-0350| 6 | 90 | 50 | 40 | 36 12 |1588SL12C-0470| 6 |102| 64 | 56 | 36
35 20 |1588SL20C-0350| 6 |123 | 83 72 36 4.7 20 |1588SL20C-0470| 6 |158 | 118 | 106 36
30 |1588SL30C-0350| 6 160 | 120 108 36 30 |1588SL30C-0470| 6 208 | 168 156 36
12 |1588SL12C-0360| 6 | 90 | 50 40 36 12 |1588SL12C-0480| 6 |102 | 64 56 36
3.6 20 |1588SL20C-0360| 6 |136| 96 84 36 4.8 20 |1588SL20C-0480| 6 |158 | 118 | 106 36
30 |1588SL30C-0360| 6 |176|136| 124 | 36 30 |1588SL30C-0480| 6 |208|168| 156 36
12 |1588SL12C-0370| 6 90 | 50 46 36 12 |1588SL12C-0490| 6 102 | 64 56 36
3.7 20 |1588SL20C-0370| 6 |136 | 96 84 36 4.9 20 |1588SL20C-0490| 6 |158|118 | 106 | 36
30 |1588SL30C-0370| 6 |176|136| 124 | 36 30 |1588SL30C-0490| 6 |208|168| 156 36
12 11588SL12C-0380| 6 90 | 50 46 36 12 |1588SL12C-0500| 6 116 | 78 72 36
3.8 20 |1588SL20C-0380| 6 | 136 | 96 84 36 5.0 20 |1588SL20C-0500| 6 |158 | 118 | 106 36
30 |1588SL30C-0380| 6 |176|136| 124 | 36 30 |1588SL30C-0500| 6 |208|168| 156 36
12 11588SL12C-0390| 6 90 | 50 46 36 12 |1588SL12C-0510| 6 116 | 78 72 36
3.9 20 |1588SL20C-0390| 6 |136 | 96 84 36 5.1 20 |1588SL20C-0510| 6 | 168|128 | 116 36
30 |1588SL30C-0390| 6 176 | 136 124 36 30 |1588SL30C-0510| 6 228 | 188 170 36
12 11588SL12C-0400| 6 102 | 64 56 36 12 |1588SL12C-0520| 6 116 | 78 72 36
4.0 20 |1588SL20C-0400, 6 |136 | 96 84 36 5.2 20 |1588SL20C-0520| 6 |168|128| 116 36
30 |1588SL30C-0400| 6 |176|136| 124 | 36 30 |1588SL30C-0520| 6 |228|188| 170 36
12 11588SL12C-0410| 6 102 | 64 56 36 12 |1588SL12C-0530| 6 116 | 78 72 36
4.1 20 |1588SL20C-0410, 6 148 | 108 96 36 5.3 20 |1588SL20C-0530| 6 168 | 128 116 36
30 |1588SL30C-0410| 6 |192|152| 140 | 36 30 |1588SL30C-0530| 6 |228|188| 170 36

C48



”””””””””””””””””””””””””””””””””””””””””” SL series
Drill Basic dimension(mm) Drill Basic dimension(mm)
diameter | Drilling diameter | Drilling
di |deph | Type R gt Ging it ongth| | | depth | Type e o ingtnh lnaih
12D(m7) | (I/d) 12D(m7) | (I/d)
20D/30D(h7) dz(hs)| 11 | I2 I3 la | [20D/30D(hv) dz(hs)| 12 | I2 I3 la
12 |1588SL12C-0540| 6 116 | 78 72 36 12 |1588SL12C-0660| 8 131 | 93 84 36
5.4 20 |1588SL20C-0540| 6 |168 |128| 116 36 6.6 20 |1588SL20C-0660| 8 |202|162| 144 36
30 |1588SL30C-0540| 6 |228|188| 170 36 30 |1588SL30C-0660| 8 |272|232| 214 36
12 |1588SL12C-0550| 6 | 116 | 78 72 36 12 |1588SL12C-0670| 8 |131| 93 84 36
5.5 20 |1588SL20C-0550| 6 | 168|128 | 116 36 6.7 20 |1588SL20C-0670| 8 |202|162| 144 36
30 |1588SL30C-0550| 6 |228|188| 170 36 30 |1588SL30C-0670| 8 |272|232| 214 36
12 |1588SL12C-0560| 6 | 116 | 78 72 36 12 |1588SL12C-0680| 8 | 131 | 93 84 36
5.6 20 |1588SL20C-0560| 6 |180 |140| 126 | 36 6.8 20 |1588SL20C-0680| 8 |202|162| 144 36
30 |1588SL30C-0560| 6 |240|200| 182 | 36 30 |1588SL30C-0680| 8 |272|232| 214 36
12 |1588SL12C-0570| 6 | 116 | 78 72 36 12 |1588SL12C-0690| 8 | 131 | 93 84 36
5.7 20 |1588SL20C-0570| 6 |180|140| 126 36 6.9 20 |1588SL20C-0690| 8 |202|162| 144 36
30 |1588SL30C-0570| 6 |240 |200| 182 36 30 |1588SL30C-0690| 8 |272|232| 214 36
12 |1588SL12C-0580| 6 | 116 | 78 72 36 12 |1588SL12C-0700| 8 | 131 | 93 84 36
5.8 20 |1588SL20C-0580| 6 |180|140| 126 | 36 7.0 20 |1588SL20C-0700| 8 |202|162| 144 36
30 |1588SL30C-0580| 6 |240|200| 182 | 36 30 |1588SL30C-0700| 8 |272|232| 214 36
12 |1588SL12C-0590| 6 | 116 | 78 72 36 12 |1588SL12C-0710| 8 |146|108| 96 36
5.9 20 |1588SL20C-0590| 6 |180|140| 126 36 7.1 20 |1588SL20C-0710| 8 |213|173| 155 36
30 |1588SL30C-0590| 6 |240 |200| 182 36 30 |1588SL30C-0710| 8 290|250 | 232 36
12 |1588SL12C-0600| 6 | 116 | 78 72 36 12 |1588SL12C-0720| 8 | 146|108 | 96 36
6.0 20 |1588SL20C-0600| 6 |180|140| 126 36 7.2 20 |1588SL20C-0720| 8 |213|173| 155 36
30 |1588SL30C-0600| 6 |240|200| 182 | 36 30 |1588SL30C-0720| 8 |290 |250| 232 | 36 ,
12 |1588SL12C-0610| 8 131 | 93 84 36 12 |1588SL12C-0730| 8 146 | 108 96 36 3"%
6.1 20 |1588SL20C-0610| 8 |192|150 | 132 36 7.3 20 |1588SL20C-0730| 8 |213|173| 155 36 g
30 |1588SL30C-0610| 8 |260|220| 202 36 30 |1588SL30C-0730| 8 290|250 | 232 36 £
12 |1588SL12C-0620| 8 |131| 93 84 36 12 |1588SL12C-0740| 8 | 146|108 | 96 36 0
6.2 20 |1588SL20C-0620| 8 |192|150| 132 36 7.4 20 |1588SL20C-0740| 8 |213|173| 155 36 "
30 |1588SL30C-0620| 8 |260|220| 202 | 36 30 |1588SL30C-0740| 8 |290|250 | 232 36 %
12 |1588SL12C-0630| 8 131 | 93 84 36 12 |1588SL12C-0750| 8 146 | 108 96 36 ;
6.3 20 |1588SL20C-0630| 8 |192 |150| 132 | 36 7.5 20 |1588SL20C-0750| 8 |213|173| 155 36
30 |1588SL30C-0630| 8 |260|220| 202 36 30 |1588SL30C-0750| 8 290|250 | 232 36
12 |1588SL12C-0640| 8 |131| 93 84 36 12 |1588SL12C-0760| 8 | 146|108 | 96 36
6.4 20 |1588SL20C-0640| 8 |192|150| 132 36 7.6 20 |1588SL20C-0760| 8 |223|183| 165 36
30 |1588SL30C-0640| 8 |260|220| 202 | 36 30 |1588SL30C-0760| 8 |305|265| 246 36
12 |1588SL12C-0650| 8 |131| 93 84 36 12 |1588SL12C-0770| 8 | 146|108 | 96 36
6.5 20 |1588SL20C-0650| 8 |192 |150| 132 | 36 7.7 20 |1588SL20C-0770| 8 |223|183| 165 36
30 |1588SL30C-0650| 8 |260 |220| 202 36 30 |1588SL30C-0770| 8 |305|265| 246 36
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel (;zatl‘retgl)n Pre-hardened steel, Hardened steel SieiilEss SN Nodl_JIar AR Copper regi(segnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | St€€l easien | el ey alloy
KDG303 O (@) (©) @) (©) (©) O O

Codek(d Cutting pa@ Cutting pa@

c6 c77 C80-C86
C49



BORING TOOL

”””” S Series T
.
7 ~ = ,gl 12D
l4
'& I
Internal coolant Straight shank
5| 135 S os =1 3] 20D/30D
" :
I
@ Suitable for deep-hole drilling of steel, cast iron etc.
Drill Basic dimension(mm) Drill Basic dimension(mm)
diameter | Drilling diameter | Drilling
di | depth TYPE | gamaer ongi kg | s |engin| | d1 | depth TYPE | ameter ong|lngts| g s | ingih
12D(m7) | (I/d) 12D(m7) | (I/d)
20D/30D(h7) da(hs)| 11 | I2 I3 la | [20D/30D(h7) da(hs)| 12 | |2 I3 l4
12 |1588SL12C-0780| 8 | 146 | 108 96 36 12 |1588SL12C-0900| 10 | 162|120 | 108 40
7.8 20 |1588SL20C-0780| 8 |223|183| 165 36 9.0 20 |1588SL20C-0900| 10 |249 |205| 186 40
30 |1588SL30C-0780| 8 |305|265| 246 36 30 |1588SL30C-0900| 10 |340 |295| 275 40
12 |1588SL12C-0790| 8 | 146|108 96 36 12 |1588SL12C-0910| 10 |174|132| 120 40
7.9 20 |1588SL20C-0790| 8 |223|183| 165 36 9.1 20 |1588SL20C-0910| 10 |262|218| 196 40
30 |1588SL30C-0790| 8 |305|265| 246 36 30 |1588SL30C-0910| 10 |360 |315| 292 40
12 |1588SL12C-0800| 8 | 146 | 108 96 36 12 |1588SL12C-0920| 10 |174|132| 120 40
8.0 20 |1588SL20C-0800| 8 |223|183| 165 36 9.2 20 |1588SL20C-0920| 10 |262 |218| 196 40
30 |1588SL30C-0800| 8 |305|265| 246 36 30 |1588SL30C-0920| 10 |360 | 315 | 292 40
12 |1588SL12C-0810| 10 |162|120| 108 40 12 |1588SL12C-0930| 10 |174|132| 120 40
8.1 20 |1588SL20C-0810| 10 |239|195| 176 40 9.3 20 |1588SL20C-0930| 10 |262 |218 | 196 40
30 |1588SL30C-0810| 10 |330|285| 265 40 30 |1588SL30C-0930| 10 |360 |315| 292 40
12 |1588SL12C-0820| 10 | 162 | 120 108 40 12 |1588SL12C-0940| 10 |174 | 132 120 40
- 8.2 20 |1588SL20C-0820| 10 |239 |195| 176 40 9.4 20 |1588SL20C-0940| 10 |262 |218| 196 40
g 30 |1588SL30C-0820| 10 |330|285| 265 40 30 |1588SL30C-0940| 10 |360 | 315 | 292 40
g 12 |1588SL12C-0830| 10 | 162|120 | 108 40 12 |1588SL12C-0950| 10 |174|132| 120 40
8.3 20 |1588SL20C-0830| 10 |239|195| 176 40 9.5 20 |1588SL20C-0950| 10 |262 |218 | 196 40
30 |1588SL30C-0830| 10 |330|285| 265 40 30 |1588SL30C-0950| 10 |360 |315| 292 40
12 |1588SL12C-0840| 10 | 162 | 120 108 40 12 |1588SL12C-0960| 10 | 174|132 120 40
8.4 20 |1588SL20C-0840| 10 |239 |195| 176 40 9.6 20 |1588SL20C-0960| 10 |272|228 | 206 40
30 |1588SL30C-0840| 10 |330|285| 265 40 30 |1588SL30C-0960| 10 |372|328 | 305 40
12 |1588SL12C-0850| 10 | 162|120 | 108 40 12 |1588SL12C-0970| 10 |174|132| 120 40
8.5 20 |1588SL20C-0850| 10 |239 |195| 176 40 9.7 20 |1588SL20C-0970| 10 |272|228 | 206 40
30 |1588SL30C-0850| 10 |330|285| 265 40 30 |1588SL30C-0970| 10 |372|328| 305 40
12 |1588SL12C-0860| 10 | 162|120 | 108 40 12 |1588SL12C-0980| 10 |174|132| 120 40
8.6 20 |1588SL20C-0860| 10 |249 |205| 186 40 9.8 20 |1588SL20C-0980| 10 |272|228| 206 40
30 |1588SL30C-0860| 10 |340 |295| 275 40 30 |1588SL30C-0980| 10 |372|328| 305 40
12 |1588SL12C-0870| 10 |162|120| 108 40 12 |1588SL12C-0990| 10 |174|132| 120 40
8.7 20 |1588SL20C-0870| 10 |249 | 205 | 186 40 9.9 20 |1588SL20C-0990| 10 |272|228 | 206 40
30 |1588SL30C-0870| 10 |340|295| 275 40 30 |1588SL30C-0990| 10 |372|328| 305 40
12 |1588SL12C-0880| 10 | 162|120 | 108 40 12 |1588SL12C-1000| 10 | 174|132 | 120 40
8.8 20 |1588SL20C-0880| 10 |249 |205| 186 40 10.0 20 |1588SL20C-1000| 10 |272|228 | 206 40
30 |1588SL30C-0880| 10 | 340|295 275 40 30 |1588SL30C-1000| 10 | 372|328 305 40
12 |1588SL12C-0890| 10 |162|120| 108 40 12 |1588SL12C-1010| 12 |204 | 156 | 144 45
8.9 20 |1588SL20C-0890| 10 |249 | 205 | 186 40 10.1 20 |1588SL20C-1010| 12 |292 | 242 | 220 45
30 |1588SL30C-0890| 10 | 340|295 275 40

C50



Drilling Tools

”””””””””””””””””””””””””””””””””””””””””” SL series
Drill Basic dimension(mm) Drill Basic dimension(mm)
diameter | Drilling diameter | Drilling
di |depth | Type | gt Gingts ongth| | Q1 | depth | Type | SRRC R g ingdeh lengh
12D(m7) | (I/d) 12D(mv) | (I/d)
20D/30D(h7) da(hs)| 1 | I2 I3 la | [20D/30D(h7) da(hs)| 11 | I2 I3 l4
12 |1588SL12C-1020| 12 |204 | 156 | 144 | 45 12 |1588SL12C-1170| 12 |204 | 156 | 144 | 45
102 20 |1588SL20C-1020| 12 |292 [242| 220 | 45 wr 20 |1588SL20C-1170| 12 |325|275| 250 | 45
103 12 |1588SL12C-1030| 12 |204 | 156 | 144 | 45 s 12 |1588SL12C-1180| 12 |204 | 156 | 144 | 45
20 |1588SL20C-1030| 12 |292 [242| 220 | 45 20 |1588SL20C-1180| 12 |325|275| 250 | 45
104 12 |1588SL12C-1040| 12 |204 | 156 | 144 | 45 o 12 |1588SL12C-1190| 12 |204 | 156 | 144 | 45
20 |1588SL20C-1040| 12 |292 [242| 220 | 45 20 |1588SL20C-1190| 12 |325|275| 250 | 45
12 |1588SL12C-1050| 12 |204 | 156 | 144 | 45 12 |1588SL12C-1200| 12 |204 | 156 | 144 | 45
105 20 |1588SL20C-1050| 12 |292 [242| 220 | 45 120 20 |1588SL20C-1200| 12 |325|275| 250 | 45
12 |1588SL12C-1060| 12 |204 | 156 | 144 | 45 12 |1588SL12C-1250| 14 |230|182| 168 | 45
106 20 |1588SL20C-1060| 12 |300 [250| 228 | 45 125 20 |1588SL20C-1250| 14 |323 |275| 250 | 45
107 12 |1588SL12C-1070| 12 |204 | 156 | 144 | 45 12.7 12 |1588SL12C-1270| 14 |230|182| 168 | 45
20 |1588SL20C-1070| 12 |300 [250| 228 | 45 12.8 12 |1588SL12C-1280| 14 |230|182| 168 | 45
108 12 |1588SL12C-1080| 12 |204 | 156 | 144 | 45 130 12 |1588SL12C-1300| 14 |230|182| 168 | 45
20 |1588SL20C-1080| 12 |300 [250 | 228 | 45 20 |1588SL20C-1300| 14 |338 290 | 265 | 45
100 12 |1588SL12C-1090| 12 |204 | 156 | 144 | 45 135 12 |1588SL12C-1350| 14 |230|182| 168 | 45
20 |1588SL20C-1090| 12 |300 [250| 228 | 45 20 |1588SL20C-1350| 14 |338 |290| 265 | 45
1o 12 |1588SL12C-1100| 12 |204 | 156 | 144 | 45 140 12 |1588SL12C-1400| 14 |230|182| 168 | 45
20 |1588SL20C-1100| 12 | 300 | 250 228 45 20 |1588SL20C-1400| 14 | 367|318 290 45
1 12 |1588SL12C-1110| 12 |204 | 156 | 144 | 45 14.5 12 |1588SL12C-1450| 16 |260 | 208 | 194 | 48
20 |1588SL20C-1110| 12 |315|265| 240 | 45 15.0 12 |1588SL12C-1500| 16 |260 | 208 | 194 | 48
1o 12 |1588SL12C-1120| 12 |204 | 156 | 144 | 45 15.5 12 |1588SL12C-1550| 16 |260 | 208 | 194 | 48 .
20 |1588SL20C-1120| 12 |315|265| 240 | 45 16.0 12 |1588SL12C-1600| 16 |260 | 208 | 194 | 48 (2
3 12 |1588SL12C-1130| 12 |204 | 156 | 144 | 45 16.5 12 |1588SL12C-1650| 18 |286 | 234 | 218 | 48 é
20 |1588SL20C-1130| 12 |315|265| 240 | 45 17.0 12 |1588SL12C-1700| 18 |286 |234| 218 | 48 L=
4 12 |1588SL12C-1140| 12 |204 | 156 | 144 | 45 17.5 12 |1588SL12C-1750| 18 |286 | 234 | 218 | 48 5
20 |1588SL20C-1140| 12 |315|265| 240 | 45 18.0 12 |1588SL12C-1800| 18 |286 |234| 218 | 48 "
s 12 |1588SL12C-1150| 12 |204 | 156 | 144 | 45 18.5 12 |1588SL12C-1850| 20 |310 | 258 | 240 | 48 g
20 |1588SL20C-1150| 12 |315|265| 240 | 45 19.0 12 |1588SL12C-1900| 20 |310 |258| 240 | 48 A
w6 12 |1588SL12C-1160| 12 |204 | 156 | 144 | 45 19.5 12 |1588SL12C-1950| 20 |310 | 258 | 240 | 48
20 |1588SL20C-1160| 12 |325|275| 250 | 45 20.0 12 |1588SL12C-2000| 20 |310 |258| 240 | 48
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Cs?tretglj,n Pre-hardened steel, Hardened steel SefiilEss Castiron Nodular | Aluminum | Copper re:ggm
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | St€€l easien | el ey alloy
KDG303 O (@) (©) @) (©) (©) O O

Codm Cutting pa@ Cutting pa@

c6 cr7 C80-C86
Ch1



BORING TOOL

Ve
-*
Internal coolant Straight shank 11
Basic dimension(mm) Basic dimension(mm)
Drill  [Drilling Drill | Drilling
doneer g | Type |tk Ol o o et Type ok, 1 e

d(h?) | (I/d) da(h?) | (I/d)
dz2(hs)| 11 | I2 I3 |4 d2(hs)| Iz | I2 I3 la
3.03 3 1534SP03C-0303 6 62 | 20 14 36 6.63 3 1534SP03C-0663 8 79 | 34 24 36
3.13 3 1534SP03C-0313 6 62 | 20 14 36 6.73 3 1534SP03C-0673 8 79 | 34 24 36
3.23 3 1534SP03C-0323 6 62 | 20 14 36 6.83 3 1534SP03C-0683 8 79 | 34 24 36
3.33 3 1534SP03C-0333 6 62 | 20 14 36 6.93 3 1534SP03C-0693 8 79 | 34 24 36
3.43 3 1534SP03C-0343 6 62 | 20 14 36 7.03 3 1534SP03C-0703 8 79 | 34 24 36
3.53 3 1534SP03C-0353 6 62 | 20 14 36 7.13 3 1534SP03C-0713 8 79 | 41 29 36
3.63 3 1534SP03C-0363 6 62 | 20 14 36 7.23 3 1534SP03C-0723 8 79 | 41 29 36
3.73 3 1534SP03C-0373 6 62 | 20 14 36 7.33 3 1534SP03C-0733 8 79 | 41 29 36
3.83 3 1534SP03C-0383 6 66 | 24 17 36 7.43 3 1534SP03C-0743 8 79 | 41 29 36
3.93 3 1534SP03C-0393 6 66 | 24 17 36 7.53 3 1534SP03C-0753 8 79 | 41 29 36
4.03 3 1534SP03C-0403 6 66 | 24 17 36 7.63 3 1534SP03C-0763 8 79 | 41 29 36
4.13 3 1534SP03C-0413 6 66 | 24 17 36 7.73 3 1534SP03C-0773 8 79 | 41 29 36
4.23 3 1534SP03C-0423 6 66 | 24 17 36 7.83 3 1534SP03C-0783 8 79 | 41 29 36
4.33 3 1534SP03C-0433 6 66 | 24 17 36 7.93 3 1534SP03C-0793 8 79 | 41 29 36
4.43 8 1534SP03C-0443 6 66 24 17 36 8.03 3 1534SP03C-0803 8 79 41 29 36
- 4.53 3 1534SP03C-0453 6 66 | 24 17 36 8.13 3 1534SP03C-0813 | 10 89 | 47 35 40
?’;: 4.63 3 1534SP03C-0463 6 66 | 24 17 36 8.23 3 1534SP03C-0823 | 10 89 | 47 35 40
& 4.73 3 1534SP03C-0473 6 66 24 17 36 8.33 3 1534SP03C-0833 | 10 89 47 35 40
4.83 3 1534SP03C-0483 6 66 | 28 20 36 8.43 3 1534SP03C-0843 | 10 89 | 47 85 40
4.93 3 1534SP03C-0493 6 66 | 28 20 36 8.53 3 1534SP03C-0853 | 10 89 | 47 35 40
5.03 3 1534SP03C-0503 6 66 28 20 36 8.63 3 1534SP03C-0863 | 10 89 47 85) 40
5.13 3 1534SP03C-0513 6 66 | 28 20 36 8.73 3 1534SP03C-0873 | 10 89 | 47 35 40
5.23 3 1534SP03C-0523 6 66 | 28 20 36 8.83 3 1534SP03C-0883 | 10 89 | 47 35 40
5.33 3 1534SP03C-0533 6 66 | 28 20 36 8.93 3 1534SP03C-0893 | 10 89 | 47 35 40
5.43 3 1534SP03C-0543 6 66 | 28 20 36 9.03 3 1534SP03C-0903 | 10 89 | 47 85 40
5.53 3 1534SP03C-0553 6 66 | 28 20 36 9.13 3 1534SP03C-0913 | 10 89 | 47 35 40
5.63 3 1534SP03C-0563 6 66 | 28 20 36 9.23 3 1534SP03C-0923 | 10 89 | 47 35 40
5.73 3 1534SP03C-0573 6 66 | 28 20 36 9.33 3 1534SP03C-0933 | 10 89 | 47 35 40
5.83 3 1534SP03C-0583 6 66 28 20 36 9.43 & 1534SP03C-0943 | 10 89 a7 35] 40
5.93 3 1534SP03C-0593 6 66 28 20 36 9.53 3 1534SP03C-0953 | 10 89 a7 35 40
6.03 3 1534SP03C-0603 6 66 | 28 20 36 9.63 3 1534SP03C-0963 | 10 89 | 47 35 40
6.13 3 1534SP03C-0613 8 79 34 24 36 9.73 3 1534SP03C-0973 | 10 89 47 35 40
6.23 8 1534SP03C-0623 8 79 34 24 36 9.83 3 1534SP03C-0983 | 10 89 47 35 40
6.33 3 1534SP03C-0633 8 79 | 34 24 36 9.93 3 1534SP03C-0993 | 10 89 | 47 35 40
6.43 3 1534SP03C-0643 8 79 | 34 24 36 10.03 3 1534SP03C-1003 | 10 89 | 47 85 40
6.53 3 1534SP03C-0653 8 79 34 24 36 10.13 3 1534SP03C-1013 | 12 102 | 55 40 45

C52



Drilling Tools

BORING TOOL

””””””””””””””””””””””””””””””””””””””””””” SP series
Basic dimension(mm) Basic dimension(mm)
Drill  [Drilling Drill  [Drilling
dameter| depth | Type | Stank \Ovenl| P femert Ukl | ametr| cpth|  Type | Stank |Over Pt e S
da(h?) | (I/d) da(h?) | (I/d)
da(hs)| Iz | I2 I3 4 da(hs)| Iz | I2 I3 4
10.23 | 3 |1534SP03C-1023| 12 | 102 | 55 40 45 1153 | 3 |1534SP03C-1153| 12 | 102 | 55 40 45
10.33 | 3 |1534SP03C-1033| 12 | 102 | 55 40 45 11.63 | 3 |1534SP03C-1163| 12 | 102 | 55 40 45
1043 | 3 |1534SP03C-1043| 12 | 102 | 55 40 45 11.73 | 3 |1534SP03C-1173| 12 | 102 | 55 40 45
1053 | 3 |1534SP03C-1053| 12 | 102 | 55 40 45 11.83 | 3 |1534SP03C-1183| 12 | 102 | 55 40 45
10.63 | 3 |1534SP03C-1063| 12 | 102 | 55 40 45 11.93 | 3 |1534SP03C-1193| 12 | 102 | 55 40 45
10.73 | 3 |1534SP03C-1073| 12 | 102 | 55 40 45 12.03 | 3 |1534SP03C-1203| 12 | 102 | 55 40 45
10.83 | 3 |1534SP03C-1083| 12 | 102 | 55 40 45 1253 | 3 |1534SP03C-1253| 14 | 107 | 60 43 45
10.93 | 3 |1534SP03C-1093| 12 | 102 | 55 40 45 12.73 | 3 |1534SP03C-1273| 14 | 107 | 60 43 45
11.03 | 3 |1534SP03C-1103| 12 | 102 | 55 40 45 12.83 | 3 |1534SP03C-1283| 14 | 107 | 60 43 45
1113 | 3 |1534SP03C-1113| 12 | 102 | 55 40 45 13.03 | 3 |1534SP03C-1303| 14 | 107 | 60 43 45
11.23 | 3 |1534SP03C-1123| 12 | 102 | 55 40 45 1353 | 3 |1534SP03C-1353| 14 | 107 | 60 43 45
11.33 | 3 |1534SP03C-1133| 12 | 102 | 55 40 45 1403 | 3 |1534SP03C-1403| 14 | 107 | 60 43 45
11.43 | 3 |1534SP03C-1143| 12 | 102 | 55 40 45

@ Cutting condition of SP series hole-guide drill please reference 1534SU03C Series.

(Recommended Machining Method of SL series Deep-hole Drills

1.Hole-guided Machining

=

@ Apex angle of drills used for hole-guided machining has to be greater
than the apex angle of deep-hole drills.

2.Deep-hole Machining (Inserting into the Pre-drilling

Holes)

_

@ lower speed should be applied in the process of inserting deep-
hole drills into the pre-drilling holes.

=]
1 O
=
e
E
| E
=

@ Diameter of drills used for hole-guided machining has to be
respectively greater than the diameter of deep-hole drills. Generally
the diameter range of deep-hole drills is between 0 and positive 0.1.

@ Generally the depth of pre-drilling hole is 1-3D (D is the diameter of
pre-drilling holes). Also, it basically needs to ensure the accuracy of
pre-drilling holes at the same time.

3.Deep-hole Machining (Beginning machining, to the end)

@ Non-stopped machining with fixed speed and feed rates. (Completed
at one time, not a “Step-by-Step” machining).

@ Insert deep hole drill to the location 1-3mm away from the
bottom of pre-drilling holes (Please make sure that the parts of
drilling point are entirely inserted).

4.Deep-hole Machining (Retract from hole)

@ Reduce speed located 1-2mm away from hole bottom at the
end of machining.

@ Quickly secedes the deep-hole drills back to the location where
it begins to machine.

®Retract under the same conditions of inserting pre-drilling
holes.

B> Applicable material table

OVery suitable OSuitable

Workpiece material
Grade | jild steel C&;%?” Pre-hardened steel, Hardened steel | qi.injess Castiron | Nodular | Aluminum | Copper regiggnt
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC steel cast iron alloy alloy alloy
KDG303 O ©) (@) O (@) @) @) @]

C53
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series twist drill

ST series drills with superior performance
will solve the difficulties in machining
of high-elongation materials such as soft
steel, stainless steel, etc.

Optimized drill point design with strengthened
chisel edge and ensures easy and fast cutting
and excellent chip breaking.

Nano-structured TiAIN coating,
outstanding wear resistance and
heat resistance.

Special chipbreaker with large
chip pocket ensures good chip
evacuation and smooth drilling.

{O Application of st series twist drills

Tool type: 1534ST03C-0800
Workpiece material:  1Cr18Ni9Ti
Cooling system: oil water emulsion(internal cooling)
Cutting speed: Vc=85m/min
Feed rate: f=0.16mm/r
Drilling depth:  24mm(blind hole)

2500

Primary
cutting edge

2115

2000

1500

1245

1000 re g 2 :

Chip breaking

500

Number of hole drilled ( pcs)

Similar product of 1534ST03C-0800
company A

Cs4



BORING TOOL

ST series for machining of soft steel, stainless steel ~

1407 SN
" I3
Internal coolant Straight shank l2 I ls
Internal coolant Whistle notch shank
I1
® First choice for drilling soft steel and stainless steel.
@® Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
Drill Drilling Cooling | Shank Basic dimension(mm) Recommended
i Shank Overall Recommended rade
dfljal?ni(;r d(T/F()it)h mode type e diameter length Flute length drilling depth Shank length g
d2(he) I1 I2 I3 l4 KDG303
3 Straight 1534ST03C-0300 6 62 20 14 36 %
3.0 5 shank 1536ST05C-0300 6 66 28 23 36 %
5 Whistle fotch 1736ST05C-0300 6 66 28 23 36 *
3 Straight 1534ST03C-0310 6 62 20 14 36 %
3.1 5 shank 1536ST05C-0310 6 66 28 23 36 e
5 Whistle notch 1736ST05C-0310 6 66 28 23 36 Yo
3 Straight 1534ST03C-0320 6 62 20 14 36 ¥
3.2 5 shank 1536ST05C-0320 6 66 28 23 36 o :
; 2]
5 Whistle notch 1736ST05C-0320 6 66 28 23 36 % i o
e
3 Straight 1534ST03C-0325 6 62 20 14 36 ¥ =
3.25 5 Internal | shank 1536ST05C-0325 6 66 28 23 36 S =
coolant ! L0
5 Whistle notch 1736ST05C-0325 6 66 28 23 36 *
g
3 Straight 1534ST03C-0330 6 62 20 14 36 ¥ 5
33 5 shank 1536ST05C-0330 6 66 28 23 36 Y &
5 Whistle fotch 1736ST05C-0330 6 66 28 23 36 *
3 Straight 1534ST03C-0340 6 62 20 14 36 ¥
3.4 5 shank 1536ST05C-0340 6 66 28 23 36 o
5 Whistle fotch 1736ST05C-0340 6 66 28 23 36 *
3 Straight 1534ST03C-0350 6 62 20 14 36 %
35 5 shank 1536ST05C-0350 6 66 28 23 36 e
5 Whistle fotch 1736ST05C-0350 6 66 28 23 36 *
Y¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Cetlrb?n Pre-hardened steel, Hardened steel SiefilEss Cast Nodular | Aluminum | Copper He?t '
<180 Sl steel astiron |- cast iron alloy alloy esistay
HB Alloy steel | ~40HRC | ~50HRC | ~B60HRC alloy
KDG303 (@) O © @)
Codm Cutting pa@ Cutting pa@
o) C78 C80-C86

C55



BORING TOOL

" NeH E fsl
. I l4
Internal coolant Straight shank I
RN = | f
I l4
Internal coolant Whistle notch shank 2
I1
@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
9 p edg g gnp
Drill | Drilling Cooling | Shank Basic dimension(mm) Recommended
i Shank Overall Recommended rade
d(ljar(nnitjr d(T/FC’;)h mode type e diameter length itclienot) drilling depth Elanklienot g
i(mz
d2(he) I1 I2 I3 la KDG303
3 Straight 1534ST03C-0360 6 62 20 14 36 P
3.6 5 shank 1536ST05C-0360 6 66 28 23 36 Y
5 Whistle notch 1736ST05C-0360 6 66 28 23 36 %
3 Straight 1534ST03C-0370 6 62 20 14 36 e
3.7 5 shank 1536ST05C-0370 6 66 28 23 36 %
5 Whistle notch 1736ST05C-0370 6 66 28 23 36 *
3 Straight 1534ST03C-0380 6 66 24 17 36 Y
3.8 5 shank 1536ST05C-0380 6 74 36 29 36 %
5 Whistle notch 1736ST05C-0380 6 74 36 29 36 *
3 Straight 1534ST03C-0390 6 66 24 17 36 o
3.9 5 shank 1536ST05C-0390 6 74 36 29 36 o
5 Whistle notch 1736ST05C-0390 6 74 36 29 36 %
w
=
” 3 Straight 1534ST03C-0400 6 66 24 17 36 o
2 4.0 5 shank 1536ST05C-0400 6 74 36 29 36 o
5 internal | st notch 1736ST05C-0400 6 74 36 29 36 %
lant
3 %M Straight 1534ST03C-0410 6 66 24 17 36 H
4.1 5 shank 1536ST05C-0410 6 74 36 29 36 %
5 Whistle notch 1736ST05C-0410 6 74 36 29 36 Fo
3 Straight 1534ST03C-0420 6 66 24 17 36 e
42 5 shank 1536ST05C-0420 6 74 36 29 36 P
5 Whistle notch 1736ST0O5C-0420 6 74 36 29 36 %
3 Straight 1534ST03C-0430 6 66 24 17 36 P
43 5 shank 1536ST05C-0430 6 74 36 29 36 P
5 Whistle notch 1736ST05C-0430 6 74 36 29 36 *
3 Straight 1534ST03C-0440 6 66 24 17 36 Y
4.4 5 shank 1536ST05C-0440 6 74 36 29 36 %
5 Whistle notch 1736ST05C-0440 6 74 36 29 36 *
3 Straight 1534ST03C-0450 6 66 24 17 36 P
45 5 shank 1536ST05C-0450 6 74 36 29 36 o
5 Whistle notch 1736ST05C-0450 6 74 36 29 36 %

¢ Recommended grade ( produce according to order)

C56



BORING TOOL

di oril Zri"inhg Cooling | Shank Shank OveBraaiISic dimenSionF(%::::n)mended Reconr];(]jinded
(ﬁ?ﬂ?ﬁr (T’/Zt) mode type Type diameter length iz 2 drilling depth Szl st 9
d2(he) I1 I2 I3 la KDG303
3 Straight 1534ST03C-0460 6 66 24 17 36 e
46 5 shank 1536ST05C-0460 6 74 36 29 36 %
5 Whistle fotch 1736ST05C-0460 6 74 36 29 36 *
3 Straight 1534ST03C-0465 6 66 24 17 36 %
4.65 5 shank 1536ST05C-0465 6 74 36 29 36 %
5 Whistle fotch 1736ST05C-0465 6 74 36 29 36 *
3 Straight 1534ST03C-0470 6 66 24 17 36 %
47 5 shank 1536ST05C-0470 6 74 36 29 36 Fo
5 Whistle notch 1736ST05C-0470 6 74 36 29 36 %
3 Straight 1534ST03C-0480 6 66 28 20 36 Y
48 5 shank 1536ST05C-0480 6 82 44 35 36 o
5 Whistle notch 1736ST05C-0480 6 82 44 35 36 %
3 Straight 1534ST03C-0490 6 66 28 20 36 e
49 5 shank 1536ST05C-0490 6 82 44 35 36 Yo
5 Whisfle notch 1736ST05C-0490 6 82 44 35 36 *
3 Straight 1534ST03C-0500 6 66 28 20 36 Y
5.0 5 intornal | shank 1536ST05C-0500 6 82 44 35 36 *
5 Whisle notch 1736ST05C-0500 6 82 44 35 36 #
3 Straight 1534ST03C-0510 6 66 28 20 36 e
5.1 5 shank 1536ST05C-0510 6 82 44 35 36 % v
5 Whistle fotch 1736ST05C-0510 6 82 44 35 36 * §
3 Straight 1534ST03C-0520 6 66 28 20 36 % o
5.2 5 shank 1536ST05C-0520 6 82 44 35 36 % 8=
5 Whistle notch| - 17365T05C-0520 6 82 44 35 36 #o &
3 Straight 1534ST03C-0530 6 66 28 20 36 ¥ =
53 5 shank 1536ST05C-0530 6 82 44 35 36 e E
5 Whistle notch 1736ST05C-0530 6 82 44 35 36 *
3 Straight 1534ST03C-0540 6 66 28 20 36 Y
5.4 5 shank 1536ST05C-0540 6 82 44 35 36 Ho
5 Whistle notch 1736ST05C-0540 6 82 44 35 36 %
3 Straight 1534ST03C-0550 6 66 28 20 36 %
5.5 5 shank 1536ST05C-0550 6 82 44 35 36 o
5 Whistle notch 1736ST05C-0550 6 82 44 35 36 *
¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel CSEtllgté?n Pre-hardened steel, Hardened steel Stainless S Nodular | Aluminum | Copper rels-,ii(segnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel camilion | elliay alte7 alloy
KDG303 (@) e} ©) ©
Codek{d Cutting pa@ Cutting pa@
c6 c78 C80-C86

C57



BORING TOOL

" NeH E f%|
. I2 la
Internal coolant Straight shank I
RN = | f
I la
Internal coolant Whistle notch shank 2
I1
@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
Diil | Diiling | oo ank Basic dimension(mm) Recommended
i Shank Overall Recommended rade
dclialr(nmet;r d(‘la/';t; mode type Type diameter length Flute length drilling depth Shanklength g
d2(he) i1 I2 I3 la KDG303
3 Straight 1534ST03C-0555 6 66 28 20 36 o
5.55 5 shank 1536ST05C-0555 6 82 44 35 36 o
5 Whistle notch 1736ST05C-0555 6 82 44 35 36 %
3 Straight 1534ST03C-0560 6 66 28 20 36 o
5.6 5 shank 1536ST05C-0560 6 82 44 35 36 P
5 Whisfle notch 1736ST05C-0560 6 82 44 35 36 %
3 Straight 1534ST03C-0570 6 66 28 20 36 P
5.7 5 shank 1536ST05C-0570 6 82 44 35 36 P
5 Whisfle notch 1736ST05C-0570 6 82 44 35 36 *
3 Straight 1534ST03C-0580 6 66 28 20 36 Y
5.8 5 shank 1536ST05C-0580 6 82 44 35 36 %
5 Whistle notch 1736ST05C-0580 6 82 44 35 36 *
w
=
Z 3 Straight 1534ST03C-0590 6 66 28 20 36 Y
3 5.9 5 shank 1536ST05C-0590 6 82 44 35 36 P
5 internal | st notch 1736ST05C-0590 6 82 44 35 36 *
coolant
3 Straight 1534ST03C-0600 6 66 28 20 36 P
6.0 5 shank 1536ST05C-0600 6 82 44 35 36 o
5 Whistle noteh 1736ST05C-0600 6 82 44 35 36 %
3 Straight 1534ST03C-0610 8 79 34 24 36 o
6.1 5 shank 1536ST05C-0610 8 91 53 43 36 o
5 Whistle notch 1736ST05C-0610 8 91 53 43 36 %
3 Straight 1534ST03C-0620 8 79 34 24 36 o
6.2 5 shank 1536ST05C-0620 8 91 53 43 36 P
5 Whisfle notch 1736ST05C-0620 8 91 53 43 36 %
3 Straight 1534ST03C-0630 8 79 34 24 36 e
6.3 5 shank 1536ST05C-0630 8 91 53 43 36 P
5 Whisfle notch 1736ST05C-0630 8 o1 53 43 36 *
3 Straight 1534ST03C-0640 8 79 34 24 36 Y
6.4 5 shank 1536ST05C-0640 8 91 53 43 36 %
5 Whistle fotch 1736ST05C-0640 8 o1 53 43 36 *

¢ Recommended grade ( produce according to order)

C58



BORING TOOL

di Dri"t Zri"i?hg Cooling | Shank Shank OveBr:ISic dimenSionF(z::::n)mended RecoT;]janEd
(ljallknn(:;;r (T/Z) mode type Type diameter | length | Flute 1ength Foiing geptn Shank length g
d2(he) I1 I2 I3 la KDG303
3 Straight 1534ST03C-0650 8 79 34 24 36 e
6.5 5 shank 1536ST05C-0650 8 91 53 43 36 %
5 Whistle fotch 1736ST05C-0650 8 o1 53 43 36 *
3 Straight 1534ST03C-0660 8 79 34 24 36 %
6.6 5 shank 1536ST05C-0660 8 91 53 43 36 %
5 Whistle fotch 1736ST05C-0660 8 o1 53 43 36 *
3 Straight 1534ST03C-0670 8 79 34 24 36 Yo
6.7 5 shank 1536ST05C-0670 8 91 53 43 36 Fo
5 Whistle notch 1736ST05C-0670 8 o1 53 43 36 %
3 Straight 1534ST03C-0675 8 79 34 24 36 Y
6.75 5 shank 1536ST05C-0675 8 91 53 43 36 o
5 Whistle notch 1736ST05C-0675 8 o1 53 43 36 %
3 Straight 1534ST03C-0690 8 79 34 24 36 %
6.9 5 shank 1536ST05C-0690 8 91 53 43 36 o
5 Whistle noteh 1736ST05C-0690 8 91 53 43 36 *
3 Straight 1534ST03C-0700 8 79 34 24 36 f
7.0 5 intornal | shank 1536ST05C-0700 8 o1 53 43 36 *
5 Whistle notch 1736ST05C-0700 8 91 53 43 36 #
3 Straight 1534ST03C-0710 8 79 a 29 36 e
71 5 shank 1536ST05C-0710 8 91 53 43 36 % v
5 Whistle fotch 1736ST05C-0710 8 o1 53 43 36 * §
3 Straight 1534ST03C-0720 8 79 a 29 36 % o
7.2 5 shank 1536ST05C-0720 8 91 53 43 36 % 8=
5 Whistle notch 1736ST05C-0720 8 o1 53 43 36 * &
3 Straight 1534ST03C-0730 8 79 2 29 36 ¥ =
73 5 shank 1536ST05C-0730 8 91 53 43 36 e E
5 Whistle notch 1736ST05C-0730 8 o1 53 43 36 *
3 Straight 1534ST03C-0740 8 79 a1 29 36 Y
7.4 5 shank 1536ST05C-0740 8 91 53 43 36 Yo
5 Whistle notch 1736ST05C-0740 8 o1 53 43 36 %
3 Straight 1534ST03C-0750 8 79 a1 29 36 e
75 5 shank 1536ST05C-0750 8 91 53 43 36 Y
5 Whistle notch 1736ST05C-0750 8 91 53 43 36 e
¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel C;?gté?n Pre-hardened steel, Hardened steel SieiilEss SN Nodl_JIar Al Copper re:(segnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy el alloy
KDG303 (@) O (©) O
Codek{d Cutting pa@ Cutting pa@
c6 c78 C80-C86

C59



BORING TOOL

" o E f%|
. I2 la
Internal coolant Straight shank I
RN = | f
I la
Internal coolant Whistle notch shank 2
I1
@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
g p edg g gh p
Drll | Drillng | . .o Basic dimension(mm) Recommended
i ooling an Shank Overall Recommended rade
dcljar(nmetc;r d(cla/;;t; mode type Type diameter | length | Flute length "ii o deptn [Shank length g
nmr dz(he) I 2 s la | KDG303
3 Straight 1534ST03C-0760 8 79 4 29 36 Yo
76 5 shank 1536ST05C-0760 8 91 53 43 36 Y
5 Whistle notch 1736ST05C-0760 8 91 53 43 36 %
3 Straight 1534ST03C-0770 8 79 M 29 36 S
7.7 5 shank 1536ST05C-0770 8 91 53 43 36 Y
5 Whistle notch 1736ST05C-0770 8 91 53 43 36 #
3 Straight 1534ST03C-0780 8 79 il 29 36 e
7.8 5 shank 1536ST05C-0780 8 91 53 43 36 Yo
5 Whistle fotch 1736ST05C-0780 8 o1 53 43 36 *
3 Straight 1534ST03C-0790 8 79 M 29 36 %
7.9 5 shank 1536ST05C-0790 8 91 53 43 36 %
5 Whistle notch 1736ST05C-0790 8 o1 53 43 36 %
w
=
% 3 Straight 1534ST03C-0800 8 79 M 29 36 Yo
3 8.0 5 shank 1536ST05C-0800 8 91 53 43 36 P
5 internal | st notch 1736ST05C-0800 8 91 53 43 36 o
lant
3 %M Straight 1534ST03C-0810 10 89 47 35 40 Y
8.1 5 shank 1536ST05C-0810 10 103 61 49 40 o
5 Whistle notch 1736ST05C-0810 10 103 61 49 40 %
3 Straight 1534ST03C-0820 10 89 47 35 40 Y
8.2 5 shank 1536ST05C-0820 10 103 61 49 40 Y
5 Whistle notch 1736ST05C-0820 10 103 61 49 40 %
3 Straight 1534ST03C-0830 10 89 47 35 40 S
8.3 5 shank 1536ST05C-0830 10 103 61 49 40 S
5 Whisfle notch 1736ST05C-0830 10 103 61 49 40 %
3 Straight 1534ST03C-0840 10 89 47 35 40 e
8.4 5 shank 1536ST05C-0840 10 103 61 49 40 Yo
5 Whistle dotch 1736ST05C-0840 10 103 61 49 40 *
3 Straight 1534ST03C-0850 10 89 47 35 40 %
8.5 5 shank 1536ST05C-0850 10 103 61 49 40 %
5 Whistle fotch 1736ST05C-0850 10 103 61 49 40 %

¢ Recommended grade ( produce according to order)

Ce0



BORING TOOL

di oril briling Cooling | Shank Shank OV:ZISiC dimenSionng::n)rnended Recon:;inded
éi?rﬁi?r d((la;()jt)h mode type Type diameter | length | Flute length dillng depth Shank length| 9
d2(hs) I1 I2 I la KDG303
3 Straight 1534ST03C-0860 10 89 47 35 40 e
8.6 5 shank 1536ST05C-0860 10 103 61 49 40 %
5 Whistle fotch 1736ST05C-0860 10 103 61 49 40 *
3 Straight 1534ST03C-0870 10 89 47 35 40 %
8.7 5 shank 1536ST05C-0870 10 103 61 49 40 %
5 Whistle fotch 1736ST05C-0870 10 103 61 49 40 %
3 Straight 1534ST03C-0880 10 89 47 35 40 Yo
8.8 5 shank 1536ST05C-0880 10 103 61 49 40 Fo
5 Whistle notch 1736ST05C-0880 10 103 61 49 40 %
3 Straight 1534ST03C-0890 10 89 47 35 40 Y
8.9 5 shank 1536ST05C-0890 10 103 61 49 40 o
5 Whistle notch 1736ST05C-0890 10 103 61 49 40 %
3 Straight 1534ST03C-0900 10 89 47 35 40 e
9.0 5 shank 1536ST05C-0900 10 103 61 49 40 Y
5 Whisfle notch 1736STO5C-0900 10 103 61 49 40 %
3 Straight 1534ST03C-0910 10 89 47 35 40 S
9.1 5 intornal | shank 1536ST05C-0910 10 103 61 49 40 %
5 Whisle notch 1736ST05C-0910 10 103 61 49 40 e
3 Straight 1534ST03C-0930 10 89 47 35 40 e
9.3 5 shank 1536ST05C-0930 10 103 61 49 40 % v
5 Whistle fotch 1736ST05C-0930 10 103 61 49 40 * §
3 Straight 1534ST03C-0940 10 89 47 35 40 % o
9.4 5 shank 1536ST05C-0940 10 103 61 49 40 % 8=
5 Whistle notch|  17365T05C-0940 10 103 61 49 40 #o &
3 Straight 1534ST03C-0950 10 89 a7 35 40 ¥ =
95 5 shank 1536ST05C-0950 10 103 61 49 40 e E
5 Whistle notch 1736ST05C-0950 10 103 61 49 40 *
3 Straight 1534ST03C-0960 10 89 47 35 40 Y
2.6 5 shank 1536ST05C-0960 10 103 61 49 40 Fo
5 Whistle notch 1736ST05C-0960 10 103 61 49 40 %
3 Straight 1534ST03C-0970 10 89 47 35 40 e
9.7 5 shank 1536ST05C-0970 10 103 61 49 40 Y
5 Whistle notch 1736ST05C-0970 10 103 61 49 40 *
¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel CSEtllgté?n Pre-hardened steel, Hardened steel Stainless S Nodular | Aluminum | Copper rels-,ii(segnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel camilion | elliay alte7 alloy
KDG303 (@) e} ©) ©
Codek{d Cutting pa@ Cutting pa@
c6 c78 C80-C86

Ce1



BORING TOOL

" o E f%|
. I l4
Internal coolant Straight shank I
RN = | f
I l4
Internal coolant Whistle notch shank 2
I1
@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
9 p eag g gnp
Drill | Drilling Cooling | Shank Basic dimension(mm) Recommended
i n Shank Overall Recommended rade
d(ljar(nnit;r d(T/%t)h mode type Type diameter | length | F1ute length i deptn [Shank length g
wmr dz(he) L l2 I3 la KDG303
3 Straight 1534ST03C-0980 10 89 47 35 40 Y
9.8 5 shank 1536ST05C-0980 10 103 61 49 40 e
5 Whistle notch 1736ST05C-0980 10 103 61 49 40 e
3 Straight 1534ST03C-0990 10 89 47 35 40 Yo
9.9 5 shank 1536ST05C-0990 10 103 61 49 40 %
5 Whistle notch 1736ST05C-0990 10 103 61 49 40 *
3 Straight 1534ST03C-1000 10 89 47 35 40 %
10.0 5 shank 1536ST05C-1000 10 103 61 49 40 P
5 Whistle fotch 1736ST05C-1000 10 103 61 49 40 %
3 Straight 1534ST03C-1010 12 102 55 40 45 o
10.1 5 shank 1536ST05C-1010 12 118 71 56 45 o
5 Whistle notch 1736ST05C-1010 12 18 71 56 45 %
w
=
z 3 Straight 1534ST03C-1025 12 102 55 40 45 Y
2 10.25 5 shank 1536ST05C-1025 12 118 71 56 45 Y
5 Internal | "She notch 1736ST05C-1025 12 118 71 56 45 %
3 coolant Straight 1534ST03C-1030 12 102 55 40 45 e
10.3 5 shank 1536ST05C-1030 12 118 71 56 45 Y
5 Whisfle notch 1736ST05C-1030 12 118 71 56 45 %
R Straight 1534ST03C-1040 12 102 55 40 45 f
10.4 5 shank 1536ST05C-1040 12 118 71 56 45 S
5 Whistle notch 1736ST05C-1040 12 118 71 56 45 e
3 Straight 1534ST03C-1050 12 102 55 40 45 Yo
105 5 shank 1536ST05C-1050 12 118 71 56 45 %
5 Whistle notch 1736ST05C-1050 12 118 71 56 45 *
3 Straight 1534ST03C-1060 12 102 55 40 45 %
10.6 5 shank 1536ST05C-1060 12 18 71 56 45 ﬁv
5 Whistle notch 1736ST05C-1060 12 118 71 56 45 %
3 Straight 1534ST03C-1070 12 102 55 40 45 o
10.7 5 shank 1536ST05C-1070 12 118 71 56 45 o
5 Whistle notch 1736ST05C-1070 12 18 71 56 45 %

¢ Recommended grade ( produce according to order)
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BORING TOOL

dia?r:i(lalter Z:i_mrhg Cooling | Shank T Shank OveBr:ISIC dlmenSIonF(;e]:::n)mended Reco;;:jinded
da(m?) ( /Z) mode type DR d(ijameter length Flute length drilling depth Shank length
2(he) I1 I2 I3 la KDG303
3 Straight 1534ST03C-1080 12 102 55 40 45 e
10.8 5 shank 1536ST05C-1080 12 18 71 56 45 %
5 Whistle fotch 1736ST05C-1080 12 118 71 56 45 *
3 Straight 1534ST03C-1090 12 102 55 40 45 %
10.9 5 shank 1536ST05C-1090 12 18 71 56 45 %
5 Whisfle notch 1736ST05C-1090 12 118 71 56 45 *
3 Straight 1534ST03C-1100 12 102 55 40 45 Yo
11.0 5 shank 1536ST05C-1100 12 118 71 56 45 ¢
5 Whistle notch 1736ST05C-1100 12 118 71 56 45 %
3 Straight 1534ST03C-1110 12 102 55 40 45 Y
11.1 5 shank 1536ST05C-1110 12 118 71 56 45 Y
5 Whistle notch 1736ST05C-1110 12 118 71 56 45 %
3 Straight 1534ST03C-1120 12 102 55 40 45 e
11.2 5 shank 1536ST05C-1120 12 118 71 56 45 o
5 Whisfle notch 1736ST05C-1120 12 118 71 56 45 %
3 Straight 1534ST03C-1130 12 102 55 40 45 S
11.3 5 intornal | shank 15365T05C-1130 12 118 71 56 45 %
5 Whisle notch 1736ST05C-1130 12 118 71 56 45 %
3 Straight 1534ST03C-1140 12 102 55 40 45 e
11.4 5 shank 1536ST05C-1140 12 18 71 56 45 %
5 Whistle fotch 1736ST05C-1140 12 118 71 56 45 * ; §
3 Straight 1534ST03C-1150 12 102 55 40 45 % o
11.5 5 shank 1536ST05C-1150 12 18 71 56 45 % 8=
5 Whistle notch 1736ST05C-1150 12 118 71 56 45 * &
3 Straight 1534ST03C-1160 12 102 55 40 a5 ¥ =
116 5 shank 1536ST05C-1160 12 18 7 56 45 # E
5 Whistle notch 1736ST05C-1160 12 118 71 56 45 %
3 Straight 1534ST03C-1170 12 102 55 40 45 Y
11.7 5 shank 1536ST05C-1170 12 118 71 56 45 e
5 Whistle notch 1736ST05C-1170 12 118 71 56 45 %
3 Straight 1534ST03C-1180 12 102 55 40 45 e
11.8 5 shank 1536ST05C-1180 12 118 71 56 45 Y
5 Whistle notch 1736ST05C-1180 12 118 71 56 45 *
¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Csatlgté?’n Pre-hardened steel, Hardened steel | g iniass Cast ifon Nodular | Aluminum | Copper re?iggnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | St€ casifien | ey alloy alloy
KDG303 o o} () O
Codek{d Cutting pa@ Cutting pa@
c6 c78 C80-C86
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BORING TOOL

" o E f%|
. I l4
Internal coolant Straight shank I
RN = | f
I l4
Internal coolant Whistle notch shank 2
I1
@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
9 p edg g gnp
Drill | Drilling Cooling | Shank Basic dimension(mm) Recommended
i Shank Overall Recommended rade
d(ljar(nnit;r d(T/%t)h mode type Type diameter | length | F1ute length i deptn [Shank length g
wmr dz(he) L l2 I3 la KDG303
3 Straight 1534ST03C-1190 12 102 55 40 45 Y
11.9 5 shank 1536ST05C-1190 12 118 71 56 45 e
5 Whistle notch 1736ST05C-1190 12 118 71 56 45 e
3 Straight 1534ST03C-1200 12 102 55 40 45 fo
12.0 5 shank 1536ST05C-1200 12 118 71 56 45 %
5 Whistle notch 1736ST05C-1200 12 118 71 56 45 *
3 Straight 1534ST03C-1225 14 107 60 43 45 %
12.25 5 shank 1536ST05C-1225 14 124 77 60 45 e
5 Whistle fotch 1736ST05C-1225 14 124 77 60 45 %
3 Straight 1534ST03C-1230 14 107 60 43 45 o
12.3 5 shank 1536ST05C-1230 14 124 77 60 45 o
5 Whistle notch 1736ST05C-1230 14 124 77 60 45 %
w
=
z 3 Straight 1534ST03C-1250 14 107 60 43 45 o
2 125 5 shank 1536ST05C-1250 14 124 77 60 45 Y
5 Internal | "She notch 1736ST05C-1250 14 124 77 60 45 %
3 coolant Straight 1534ST03C-1270 14 107 60 43 45 e
12.7 5 shank 1536ST05C-1270 14 124 77 60 45 o
5 Whisfle notch 1736ST05C-1270 14 124 77 60 45 %
R Straight 1534ST03C-1275 14 107 60 43 45 f
12.75 5 shank 1536ST05C-1275 14 124 77 60 45 S
5 Whistle notch 1736ST05C-1275 14 124 77 60 45 %
3 Straight 1534ST03C-1280 14 107 60 43 45 Yo
12.8 5 shank 1536ST05C-1280 14 124 77 60 45 %
5 Whistle notch 1736ST05C-1280 14 124 77 60 45 *
3 Straight 1534ST03C-1300 14 107 60 43 45 %
13.0 5 shank 1536ST05C-1300 14 124 77 60 45 ﬁv
5 Whistle notch 1736ST05C-1300 14 124 77 60 45 %
3 Straight 1534ST03C-1310 14 107 60 43 45 o
13.1 5 shank 1536ST05C-1310 14 124 77 60 45 o
5 Whistle notch 1736ST05C-1310 14 124 77 60 45 %

¢ Recommended grade ( produce according to order)
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Drilling Tools

BORING TOOL

Drill
diameter

di(m7)

13.5

Drilling
depth
(I7d)

13.8

14.0

14.25

143

145

W g0 WwiOoi0 W g0 W g0 W g O W

14.75

14.8

15.0

151

15.5

”””””””””””””””””””””””””””””””””””””””””” ST series
Basic dimension(mm) Recommended
Cooling | Shank Shank Overall Recommended rade
mode type Type diameter length Flute length drilling depth Shank length g
d2(he) I1 I2 I3 la KDG303
Straight 1534ST03C-1350 14 107 60 43 45 e
shank 1536ST05C-1350 14 124 77 60 45 %
Whisle notch 1736ST05C-1350 14 124 77 60 45 *
Straight 1534ST03C-1380 14 107 60 43 45 %
shank 1536ST05C-1380 14 124 77 60 45 %
Whistle fotch 1736ST05C-1380 14 124 77 60 45 %
Straight 1534ST03C-1400 14 107 60 43 45 %
shank 1536ST05C-1400 14 124 77 60 45 ¢
Whistle notch 1736ST05C-1400 14 124 77 60 45 %
Straight 1534ST03C-1425 16 115 65 45 48 ¢
shank 1536ST05C-1425 16 133 83 63 48 ¢
Whistle notch 1736ST05C-1425 16 133 83 63 48 %
Straight 1534ST03C-1430 16 115 65 45 48 e
shank 1536ST05C-1430 16 133 83 63 48 e
Whisfle notch 1736ST05C-1430 16 133 83 63 48 e
Straight 1534ST03C-1450 16 15 65 45 48 e
Internal | shank 1536ST05C-1450 16 133 83 63 48 *
coolant !
Whisle notch 1736ST05C-1450 16 133 83 63 48 e
Straight 1534ST03C-1475 16 15 65 45 48 e
shank 1536ST05C-1475 16 133 83 63 48 # :
Whistle notch ]
el 1736ST05C-1475 16 133 83 63 48 Y '8
Straight 1534ST03C-1480 16 115 65 45 48 * =
shank 1536ST05C-1480 16 133 83 63 48 % =
- L a
Whistle notch 1736ST05C-1480 16 133 83 63 48 %
Straight 1534ST03C-1500 16 115 65 45 48 ¥ -
shank 1536ST05C-1500 16 133 83 63 48 % £
Whistle notch 1736ST05C-1500 16 133 83 63 48 %
Straight 1534ST03C-1510 16 115 65 45 48 ¢
shank 1536ST05C-1510 16 133 83 63 48 e
Whistle notch 1736ST05C-1510 16 133 83 63 48 %
Straight 1534ST03C-1550 16 115 65 45 48 e
shank 1536ST05C-1550 16 133 83 63 48 e
Whistle notch 1736ST05C-1550 16 133 83 63 48 *

gl Wi aglaiw g0 W g g w0 g w g gl

B> Applicable material table

Y Recommended grade ( produce according to order)

OVery suitable OSuitable

Workpiece material

Grade Mild steel Csatltreté?n Pre-hardened steel, Hardened steel Stainless S Nodular | Aluminum | Copper rels-,ii(segnt
HB<180 y - _ - steel cast iron alloy alloy
Alloy steel | ~40HRC 50HRC 60HRC alloy
KDG303 (@) O © O

codcey )

Cé

)

Cutting parameters »
C78

Cutting pa@

C80-C86
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BORING TOOL

" o E f%|
. I l4
Internal coolant Straight shank I
RN = | f
I l4
Internal coolant Whistle notch shank 2
I1
@ First choice for drilling soft steel and stainless steel.
@ Sharp cutting edge can avoid build--up edge, suitable for drilling hole with high performance.
g p edg g gh p
Drill | Drilling Cooling | Shank Basic dimension(mm) Recommended
i Shank Overall Recommended rade
d('jal‘Tme;‘;’ d(‘le/'(’;)h mode | type Type diameter | length | Ute 1ength "o deptn (Sank length) 9
d2(he) I1 I2 I3 la KDG303
3 Straight 1534ST03C-1580 16 115 65 45 48 o
15.8 5 shank 1536ST05C-1580 16 133 83 63 48 Y
5 Whistle notch 1736ST05C-1580 16 133 83 63 48 %
3 Straight 1534ST03C-1600 16 115 65 45 48 Y
16.0 5 shank 1536ST05C-1600 16 133 83 63 48 %
5 Whisfle notch 1736ST05C-1600 16 133 83 63 48 %
3 Straight 1534ST03C-1650 18 123 73 51 48 S
165 5 shank 1536ST05C-1650 18 143 93 71 48 e
5 Whisle notch 1736ST05C-1650 18 143 93 71 48 e
3 Straight 1534ST03C-1675 18 123 73 51 48 %
16.75 5 shank 1536ST05C-1675 18 143 93 71 48 Y
5 Whistle notch 1736ST05C-1675 18 143 93 71 48 *
w
=
g 3 Straight 1534ST03C-1680 18 123 73 51 48 %
2 16.8 5 shank 1536ST05C-1680 18 143 93 71 48 P
5 internal | st notch 1736ST05C-1680 18 143 93 71 48 %
lant
3 %M Straight 1534ST03C-1700 18 123 73 51 48 A
17.0 5 shank 1536ST05C-1700 18 143 93 7 48 %
5 Whistle notch 1736ST05C-1700 18 143 93 71 48 H
3 Straight 1534ST03C-1750 18 123 73 51 48 o
175 5 shank 1536ST05C-1750 18 143 93 71 48 Y
5 Whistle notch 1736ST05C-1750 18 143 93 71 48 %
3 Straight 1534ST03C-1780 18 123 73 51 48 Y
17.8 5 shank 1536ST05C-1780 18 143 93 71 48 %
5 Whisfle notch 1736ST05C-1780 18 143 93 71 48 %
3 Straight 1534ST03C-1800 18 123 73 51 48 S
18.0 5 shank 1536ST05C-1800 18 143 93 71 48 e
5 Whistle notch 1736ST05C-1800 18 143 93 71 48 e
3 Straight 1534ST03C-1850 20 131 79 55 50 %
185 5 shank 1536ST05C-1850 20 153 101 77 50 Y
5 Whisfle notch 1736ST05C-1850 20 153 101 77 50 *

¢ Recommended grade ( produce according to order)

Ce66



BORING TOOL

Drill | Drilling Cooling | Shank - Ba"sic dimension(mm) - Recommended
i Shan Overal Recommendet rade
d(ljar(nn?tt;r d((lalrat)h mode type Type diameter | length | F'Ute length ["Gijing epth |Shank length g
wme dz(he) I 2 la la | KDG303
3 Straight 1534ST03C-1880 20 131 79 55 50 e
18.8 5 shank 1536ST05C-1880 20 153 101 77 50 Y
5 Whistle fotch 1736ST05C-1880 20 153 101 77 50 ¥
3 Straight 1534ST03C-1900 20 131 79 55 50 %
19.0 5 shank 1536ST05C-1900 20 153 101 77 50 Y
5 Whisfle notch 1736ST05C-1900 20 153 101 77 50 *
3 Straight 1534ST03C-1950 20 131 79 55 50 Yo
19.5 5 intermal | shank 1536ST05C-1950 20 153 101 77 50 *
5 Whisfle notch 1736ST05C-1950 20 153 101 77 50 %
3 Straight 1534ST03C-1980 20 131 79 55 50 Y
19.8 5 shank 1536ST05C-1980 20 153 101 77 50 o
5 Whistle notch 1736ST05C-1980 20 153 101 77 50 %
3 Straight 1534ST03C-2000 20 131 79 55 50 e
20.0 5 shank 1536ST05C-2000 20 153 101 77 50 Y
5 Whistle notch 1736ST05C-2000 20 153 101 77 50 *
Y¢Recommended grade ( produce according to order)
)
e
o
=
=
g
g
[
w
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel cat"b?" Pre-hardened steel, Hardened steel | giajnjess Casti Nodular | Aluminum | Copper H_e?t ;
HB<180 Stee, steel astiron |- castiron alloy alloy ety
Alloy steel | ~40HRC | ~50HRC | ~60HRC alloy
KDG303 @ o) o ¢}
Codm Cutting pa@ Cutting pa@
c6 c78 C80-C86

Ce7



BORING TOOL

~
— 4
External coolant Straight shank T
® For materials with short chips such as cast iron, silicon-aluminum alloy, etc.
@® Cutting edge and shank with same diameter.
Drill Drilling Cooling Basic dimension(mm) Recommended
diameter depth mode. | Shank type Type d%';?gtker Overall length| Flute length grade
ez | () da(h) h b YK20F
3 1105SC03-0200 2.0 38 12 Yo
20 5 1101SC05-0200 2.0 49 24 Fo
3 1105SC03-0250 25 43 14 Yo
25 5 1101SC05-0250 25 57 30 Yo
3 1105SC03-0280 2.8 46 16 Y
28 5 1101SC05-0280 2.8 61 33 e
3 1105SC03-0300 3.0 46 16 e
30 5 1101SC05-0300 3.0 61 33 Yo
3.1 3 1105SC03-0310 3.1 49 18 e
3.2 3 1105SC03-0320 3.2 49 18 Y
33 3 1105SC03-0330 3.3 49 18 e
3.4 3 1105SC03-0340 3.4 52 20 Y
3 1105SC03-0350 35 52 20 e
35 5 1101SC05-0350 35 70 39 Y
3.6 3 1105SC03-0360 3.6 52 20 Y
% 3.7 3 External Straight 1105SC03-0370 3.7 52 20 P
§. 3 coolant shank 1105SC03-0380 38 55 22 P
“ 38 5 11015C05-0380 38 75 43 *
3.9 3 1105SC03-0390 3.9 55 22 Yo
3 1105SC03-0400 4.0 55 22 Fo
40 5 1101SC05-0400 4.0 75 43 Yo
4.1 3 1105SC03-0410 41 55 22 e
3 1105SC03-0420 4.2 55 22 e
42 5 1101SC05-0420 4.2 75 43 e
4.3 3 1105SC03-0430 43 58 24 e
4.4 3 1105SC03-0440 4.4 58 24 e
3 1105SC03-0450 45 58 24 e
o 5 1101SC05-0450 45 80 47 o
4.6 3 1105SC03-0460 4.6 58 24 e
47 3 1105SC03-0470 4.7 58 24 Y
3 1105SC03-0480 4.8 62 26 e
48 5 1101SC05-0480 4.8 86 52 Y

Y¢ Recommended grade ( produce according to order)
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BORING TOOL

dia?r:i" Drilling Cooling ShanEaSic dimension(mm) Recommended
eter depth Shank type Type : Overall length| Flute length grade
d1(h8) (I/d) mode diameter
d2(h7) I1 I2 YK20F
4.9 3 1105SC03-0490 4.9 62 26 o
3 1105SC03-0500 5.0 62 26 Y
>0 5 1101SC05-0500 5.0 86 52 e
5.1 3 1105SC03-0510 5.1 62 26 Fo
5.2 3 1105SC03-0520 5.2 62 26 Yo
5.3 3 1105SC03-0530 5.3 62 26 e
5.4 3 1105SC03-0540 5.4 66 28 Yo
3 1105SC03-0550 55 66 28 e
> 5 1101SC05-0550 55 93 57 Y
5.6 3 1105SC03-0560 5.6 66 28 Y
5.7 3 1105SC03-0570 5.7 66 28 e
3 1105SC03-0580 58 66 28 Y
>8 5 1101SC05-0580 58 93 57 e
5.9 3 1105SC03-0590 5.9 66 28 e
3 1105SC03-0600 6.0 66 28 e
60 5 1101SC05-0600 6.0 93 57 e
6.1 3 Extemal | Straight 11055C03-0610 6.1 70 3 *
6.2 3 1105SC03-0620 6.2 70 31 P
6.3 3 1105SC03-0630 6.3 70 31 o
6.4 3 1105SC03-0640 6.4 70 31 o
3 1105SC03-0650 6.5 70 31 ¥ ‘2
65 5 1101SC05-0650 6.5 101 63 Fo 'ga
6.6 3 1105SC03-0660 6.6 70 31 Yo =
6.7 3 1105SC03-0670 6.7 70 31 e &
. 3 11055C03-0680 6.8 74 34 # =
5 1101SC05-0680 6.8 109 69 Y Q
6.9 3 1105SC03-0690 6.9 74 34 e
3 1105SC03-0700 7.0 74 34 Y
0 5 1101SC05-0700 7.0 109 69 e
71 3 1105SC03-0710 7.1 74 34 Y
7.2 3 1105SC03-0720 7.2 74 34 e
7.3 3 1105SC03-0730 7.3 74 34 e
7.4 3 1105SC03-0740 7.4 74 34 e
¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | i steel Csat‘gée(lm Pre-hardened steel, Hardened steel | g injess Castiton | Nodular | Aluminum | Copper re';i(setaa:nt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
YK20F (@)} ©) (@)

Codm Cutting pa@ Cutting pa@

c6 c78 C80-C86
C69



BORING TOOL

~
- %%l
External coolant Straight shank T
® For materials with short chips such as cast iron, silicon-aluminum alloy, etc.
@® Cutting edge and shank with same diameter.

y Drill Drilling Cooling ShanEaSic dimension(mm) Recommended
iameter depth mode Shank type Type diameter |Overall length  Flute length grade
eagE) | (L) da(hv) I b YK20F

3 1105SC03-0750 75 74 34 ¥

7o 5 1101SC05-0750 75 109 69 #
7.6 3 1105SC03-0760 7.6 79 37 ¥
7.7 3 1105SC03-0770 7.7 79 37 ¥
3 1105SC03-0780 7.8 79 37 ¥

8 5 1101SC05-0780 7.8 117 75 ¥
7.9 3 1105SC03-0790 7.9 79 37 ¥
3 1105SC03-0800 8.0 79 37 ¥

80 5 1101SC05-0800 8.0 117 75 ¥
8.1 3 1105SC03-0810 8.1 79 37 Y
8.2 3 1105SC03-0820 8.2 79 37 ¥
8.3 3 1105SC03-0830 8.3 79 37 ¥
8.4 3 1105SC03-0840 8.4 79 37 ¥
3 1105SC03-0850 8.5 79 37 S

85 5 1101SC05-0850 8.5 117 75 #
@ 8.6 3 1105SC03-0860 8.6 84 40 AS
g_ 8.7 3 Extemal | Straight 11055C03-0870 8.7 84 40 *
3 1105SC03-0880 8.8 84 40 pxe

88 5 1101SC05-0880 8.8 125 81 ¥
8.9 3 1105SC03-0890 8.9 84 40 pxe
3 1105SC03-0900 9.0 84 40 ¥

%0 5 1101SC05-0900 9.0 125 81 ¥
9.1 3 1105SC03-0910 9.1 84 40 ¥
9.2 3 1105SC03-0920 9.2 84 40 ¥
9.3 3 1105SC03-0930 9.3 84 40 ¥
9.4 3 1105SC03-0940 9.4 84 40 ¥
3 1105SC03-0950 9.5 84 40 ¥

95 5 1101SC05-0950 9.5 125 81 Y
9.6 3 1105SC03-0960 9.6 89 43 xS
9.7 3 1105SC03-0970 9.7 89 43 ¥
3 1105SC03-0980 9.8 89 43 ¥

o8 5 1101SC05-0980 9.8 133 87 S
9.9 3 1105SC03-0990 9.9 89 43 PAY

¢ Recommended grade ( produce according to order)
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BORING TOOL

y Drill Drilling Cooling ShanE’aSic dimension(mm) Recommended
iameter depth Shank type Type : Overall length| Flute length grade
d1(h8) (I/d) mode diameter
dz(h7) I1 I2 YK20F
8 1105SC03-1000 10.0 89 43 e
100 5 1101SC05-1000 10.0 133 87 ¥
10.1 3 1105SC03-1010 10.1 89 43 w
10.2 3 1105SC03-1020 10.2 89 43 "
104 3 1105SC03-1040 10.4 89 43 AG
3 1105SC03-1050 105 89 43 *
105 5 1101SC05-1050 105 133 87 PAG
10.7 3 1105SC03-1070 10.7 95 47 *
3 1105SC03-1080 10.8 95 47 x
108 5 1101SC05-1080 10.8 142 94 *
3 1105SC03-1100 11.0 95 47 S
10 5 1101SC05-1100 11.0 142 94 S
s 3 1105SC03-1150 11.5 95 47 S
5 1101SCO05-1150 115 142 94 w
3 1105SC03-1200 12.0 102 51 AS
120 5 1101SC05-1200 12.0 151 101 ¥
125 3 External Straight 1105SC03-1250 12.5 102 51 ¥
5 coolant shank 1101SC05-1250 125 151 101 Yo
12.8 3 1105SC03-1280 12.8 102 51 *
3 1105SC03-1300 13.0 102 51 w
10 5 1101SC05-1300 13.0 151 101 % ; 2
131 3 1105SC03-1310 13.1 102 51 * g:
135 3 1105SC03-1350 135 107 54 PAG g
5 1101SC05-1350 135 160 108 *
140 3 1105SC03-1400 14.0 107 54 *x é
5 1101SC05-1400 14.0 160 108 * 9
14.3 3 1105SC03-1430 143 111 56 *
3 1105SC03-1450 145 111 56 *
s 5 1101SC05-1450 145 169 114 F
3 1105SC03-1500 15.0 111 56 PAS
120 5 1101SC05-1500 15.0 169 114 e
155 5 1101SC05-1550 15.5 178 120 w
3 1105SC03-1600 16.0 115 58 "
160 5 1101SC05-1600 16.0 178 120 ¥
¢ Recommended grade ( produce according to order)
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | i steel Csat‘gée(lm Pre-hardened steel, Hardened steel | g injess Castiton | Nodular | Aluminum | Copper re';i(segnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castion | alloy alloy alloy
YK20F (©) O (©)

Codek{d Cutting pa@ Cutting pa@

c6 c78 C80-C86
C71



BORING TOOL

$ %% =T |
External coolant Straight shank z h k
F o —— sheo] — T s
Internal coolant Straight shank q' 5 12 ‘ l4
I
® For materials with short chips such as cast iron, silicon-aluminum alloy, etc.
@ Excellent self centering capability, able to machine with high efficiency, the hole precision up to H7.
® High positional accuracy, high linearity and good surface finish can be obtained in the hole drilled.
di Drillt E()jrilliphg Cooling | Shank Shank Overi?llSic dimensmn(:;:r?lmended Reco":;?jznded
:;Enrg;r (T/Z) mode type Type diameter length Flute length drilling depth Slrauli it g
d2(hs) I1 I2 I3 la YK20F
4.0 5 1576PC05-0400 6.0 74 36 29 36 Y
42 5 | emal 1576PC05-0420 6.0 74 36 29 36 #
5 1576PC05-0500 6.0 82 44 35 36 Y
>0 15 Internal 1579PC15C-0500 6.0 145 105 96 36 *
5 External 1576PC05-0600 6.0 82 44 35 36 e
00 15 Internal 1579PC15C-0600 6.0 145 105 96 36 *
6.75 5 1576PC05-0675 8.0 91 53 43 36 %
7.0 5 Externl 1576PC05-0700 8.0 o1 53 43 36 %
5 1576PC05-0800 8.0 91 53 43 36 o
= 80 15 JulsiE| 1579PC15C-0800 8.0 180 137 127 36 *
g 8.5 5 External 1576PC05-0850 10.0 103 61 49 40 H
s 5 coolant 1576PC05-0900 10.0 103 61 49 40 *
o0 15 Internal | Straight | 579p515¢-0900 10.0 217 170 158 40 ¥
coolant shank
5 External 1576PC05-1000 10.0 103 61 49 40 *
100 15 Internal 1579PC15C-1000 10.0 217 170 158 40 s
10.25 5 External 1576PC05-1025 12.0 118 71 56 45 Y
5 coolant 1576PC05-1100 12.0 118 71 56 45 e
o 15 Internal 1579PC15C-1100 12.0 258 205 190 45 %
5 External 1576PC05-1200 12.0 18 7 56 45 %
120 15 Internal 1579PC15C-1200 12.0 258 205 190 45 *
13.0 5 External 1576PC05-1300 14.0 124 77 60 45 Y
5 coolant 1576PC05-1400 14.0 124 77 60 45 %
10 15 Internal 1579PC15C-1400 14.0 200 236 219 45 *
15.0 5 External 1576PC05-1500 16.0 133 83 63 48 %
155 5 coolant 1576PC05-1550 16.0 133 83 63 48 e

¢ Recommended grade ( produce according to order)
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e . T R
di(m7) ( /Fé) mode type ype diameter length AUG B drilling depth Sl 9
dz(he) l1 I2 I3 l4 YK20F
16.0 5 1576PC05-1600 16.0 133 83 63 48 e
17.0 5 1576PC05-1700 18.0 143 93 71 48 e
175 5 External | Straight | 1576PC05-1750 18.0 143 93 71 48 P
18.0 5 coolant | shank 1576PC05-1800 18.0 143 93 71 48 e
195 5 1576PC05-1950 20.0 153 101 77 50 ¢
20.0 5 1576PC05-2000 20.0 153 101 77 50 %

¢ Recommended grade ( produce according to order)

When drilling inclined face or curved
face, feed rate should be reduced as

IMe recommended.
Inclined angle o Max. feed rate
1° 80%
20 50%
3° 30%

Surface with a large inclined angle
should be pre-treated. Face milling
should be conducted before drilling.

Inclined face drilling Curved face drilling

)
o)
o)
=
e
=
=
=

PC series

B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade i Carbon Pre-hardened steel, Hardened steel f " Heat
<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC Y y alloy
YK20F @} O (©)
Codm Cutting pa@ Cutting pa@
C6 C79 C80-C86
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BORING TOOL

Drilling Tools

GD series twist drills(external coolant)

workpiece
material

Cutting
speed

Diameter
(mm)

2

10

12

14

16

18

20

Mild steel
HB<180
60~120m/min
Rso;gggg Feed rate
(min™) (mmir)
14000 %ﬂfg
9500 069195
7000 0(5.1105~
5700 0(5.1128~
4700 06_1246
3600 0(3.1264~
2800 0(5.12?7~
2400 06.23?5
2100 00'.2325~
1800 0(5.23?6~
1600 00..23?8~
1400 Od.sg

Carbon steel,

alloy steel
~30HRC
60~120m/min
Rotating Feed rate|
Sp-ee—ld (mm/r)
(min™)
14000 Odoc?s;
9500 06019;
7000 061105~
5700 00'1125;
4700 06124(;
3600 00‘1;;
2800 06128{
2400 062300~
2100 06232?:
1800 06235(;
1600 062382;
1400 063‘?(;

Pre-hardened

steel
~40HRC
40~70m/min
Rscgzteigg Feed rate|
(min) (mm/r)
w00 | 9%
6300 06?192*
0 | %%
3800 06_1125;
0 | 93
2400 06.126‘;
10 | 61
o | 92
1400 06.2321;
1200 06_235(;
uoo | 92
w0 | %%

Stainless steel

25~40m/min
Rotating Feed rate|
Sp-eeJd (mm/r)
(min™)
5500 00'002;
3700 06003;
2700 0605;
2200 00'0150~
1850 00.0162~
1400 Odofg
1100 06110&;
930 00'122(;
800 0(51232~
700 061245~
620 061258”
= 00'1360~

Cast iron
60~120m/min
Rsosgggg Feed rate
(min) (mm/r)
14000 06?065;
9500 069195
7000 0(5.1105~
5700 0(5.1128~
4700 06_1246
3600 0(3.1264~
2800 0(5.1287~
2400 06.23?0~
2100 00'.2325~
1800 0(5.23:56~
1600 00..23?8~
1400 06.3:?6

Nodular cast
ron
50~100m/min
Rscggggg Feed rate|
(min (mmir)
11000 0690%
7400 %?19{
5600 Oci.1105~
as00 | G
3700 06_1246
2000 | G35
2200 0(5.1287~
1900 06.23?0~
1600 0(5.2325~
100 | G
1200 00..23?8~
uoo | G55

Aluminum alloy

60~140m/min
Rotating Feed rate|

spgefj (mm/r)
(min™)

16000 060065
10600 060192~
8000 00.1105~
6400 00'112;
5300 00'124(;
4000 06126;
3200 06128;
2700 06230(;
2300 062321;
2000 062352;
1800 062385
1600 Odsf(;

3D| 5D

et et
Heat resistant

alloy

15~25m/min

Rsotgggg Feed rate|
[P (mm/r)

(min™)

3200 06002;
2100 0(50036;
1600 0605‘;
1250 060059~
0.06~
1050 | 513
800 Odof‘;
600 061106~
500 061123;
450 0(51230~
400 061243~
0.15~
350 | 25
0.16~
320 | o8

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

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

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

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

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

GD series twist drills(internal coolant)

BORING TOOL

workpiece
material

Cutting
speed

Diameter
(mm)

3

10

12

14

16

18

20

Mild steel
HB<180
80~150m/min
Rscggggg Feed rate|
(min™) (mmir)
12700 00'919;
9600 06.110;
7600 06_112;
6400 0(5.1240~
aa00 | G
3800 0(5.12?7~
3200 0(5.2??0~
2700 06.2325~
2400 OOI.2356~
2100 06.23?5
1900 0ol.az?o~

Carbon steel,

alloy steel
~30HRC
80~150m/min
Rotating Feed rate|
Sp-eeld (mm/r)
(min™)
12700 060192~
9600 00'1105~
7600 Obllzg
6400 061;5
4800 06152
3800 06128;
3200 062300~
2700 062325~
2400 062356;
2100 0623?2;
1900 Odgf(;

Pre-hardened

steel
~40HRC
50~80m/min
Rscggggg Feed rate|

(min™) (mmir)
7400 06919{
5600 O(i.llos~
4500 06_112;
3700 0(5.1240~
2000 | G
2200 0(5.12?7~
1900 0(5.2??0~
1600 06.2325~
1400 OOI.2356~
1200 06.23?5
1100 Od?fg

Stainless steel

50~80m/min
RSO t:ggg Feed rate|
[ (mm/r)
(min™)
6300 06003;
4700 00.0518~
3800 060150~
3200 060165
2400 Odofg
1900 061105;
1600 061220~
1350 061232~
1200 061245~
1050 061258"
950 0cile,Go~

Cast iron
80~150m/min
Rscggggg Feed rate|
(min™) (mm/r)
12700 06919{
9600 0(3.1105~
7600 0(5.1128~
6400 0(5.1240~
aa00 | G
3800 0(5.12?7~
3200 0(5.2??0~
2700 06.2325~
2400 0(5.2356~
2100 06.23?5
1900 06.34?6

Nodular cast

iron
60~120m/min
Rotating Feed rate|
speed
(min) (mm/r)
0.09~
9500 012
0.10~
7000 015
0.12~
5700 018
0.14~
4700 0.20
0.16~
3600 024
0.18~
2800 0.27
0.20~
2400 0.30
0.22~
2100 0.35
0.25~
1800 0.36
0.28~
1600 0.38
0.30~
1400 0.40

Aluminum alloy

100~180m/min
Rotafing Feed rate|

spge;fi (mm/r)
(min™)

15000 06019{
11100 06110;
9000 061125
7400 061240~
5600 061264;
4500 Odl,f{
3700 0629?0~
3200 062325~
2800 0(52356;
2500 odzg
2300 0632(;

SLd L
e e
Heat resistant
alloy
15~25m/min
RSO t:}sigg Feed rate
[ (mm/r)
(min™)
0.03~
2100 0.06
0.04~
1600 0.07
0.05~
1250 0.09
0.06~
1050 011
0.08~
800 0.14
0.10~
600 016
0.12~
500 0.18
0:13~
450 0.20
0.14~
400 0.23
(0.1l5=
S8 0.25
0.16~
320 0.28

=]
1 O
=
e
E
| E
=

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

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

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

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

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

C75
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BORING TOOL

Drilling Tools

GD series twist drills(internal coolant)

8D

Workpiece
material

Cutting
speed

Diameter
(mm)

3

10

12

14

16

18

Mild steel
HB<180
80~150m/min
Rso;:ggg Feed rate
(min) (mmir)
12700 069166
9600 0(5?182~
7600 0c5.1104~
6400 %_111g
4800 0(5.1139~
o | 034
3200 06.123:
2700 0(5.1288~
2400 0(5.2209~
2100 Od.zeg

Carbon steel,

alloy steel
~30HRC
80~150m/min
Rotating Feed rate|
Sp?(;fld (mm/r)
(min™)
12700 Odof(;
9600 OdonT
7600 061104~
6400 %1116~
4800 061135;
3800 061242:
3200 06126;
2700 061285;
2400 062209;
2100 062;;

Pre-hardened

steel
~40HRC
50~80m/min
Rssgggg Feed rate
(min) (mmir)
7400 069166
5600 0(5?182~
4500 0ci.1104~
3700 %_111g
2800 06.1139~
200 | G
1900 06.123:
1600 0(5.1288~
1400 06.2209~
1200 Od.zeg

Stainless steel

40~60m/min
Rotating Feed rate|
Sp?(;fld (mml/r)
(min™)
5300 06003;
4000 060518~
3200 060150~
2700 060165
2000 Odofg
1600 06110;
1300 061220~
1100 00'123;
1000 061245~
w0 | S

Cast iron
80~150m/min
Rssgggg Feed rate
(min) (mmir)
12700 069166
9600 0(5?182~
7600 0(5.1104~
6400 %_111g
4800 06.113;
sa00 | G50
3200 06.123:
2700 0(5.1288~
2400 06.2209~
2100 06.2;{

Nodular cast
iron

60~120m/min
Rsoptzggg Feed rate
(min) (mmir)
9500 0691%
7000 | G
5700 | Gi
4700 %_1116*
3600 | G
2800 | L5
2400 0(5.1264~
2100 00'.1288~
1800 0(5.2209~
1600 | G

Aluminum alloy

100~180m/min
Rotafing Feed rate

sp(_-:-e-:g (mm/r)
(min™)

15000 060192~
11100 0(51105~
9000 061104~
7400 %1116“
5600 061139~
4500 061242~
3700 061264‘
3200 061285;
2800 062205;
2500 062;5

Heat resistant

alloy
15~25m/min
Rsotztei?jg Feed rate
[ (mm/r)
(min™)
2100 060036~
1600 060(;1;
1250 060059~
1050 00.0161~
0.08~
800 | 14
600 00.1106~
500 061128‘
400 061243~
350 061255~

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

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

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

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

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

SL series deep twist drills(internal coolant)

BORING TOOL

workpiece
material

Cutting
speed

Diameter
(mm)

3

4

10
12

14

Mild steel

HB<180

60~120m/min
Spong Fediae
10600 0'(?_?
sooo | %O
w0 | 41
5300 | S
4000 00'.1139~
3200 06.1242~
2100 | 518
2300 Od_lfg

Carbon steel,

alloy steel

~30HRC
60~120m/min

Rotatizg Feed rate|

spee
(min?) (mmir)
10600 O'OO?N
8000 06018{
6400 Odlf;
5300 %111g
4000 00.113;
3200 06124£
2700 06126‘;
2300 061285;

Pre-hardened

steel
~40HRC
50~80m/min
nggggg Feed rate
(min) (mm/r)
7400 0'00_?
5600 | %
4500 0(5.1104~
3700 00'.1115
2800 06_1139~
2200 0(3.1242~
1900 Od_l;;
1600 0(3.1288~

Stainless steel

40~60m/min

RSOtZteizg Feed rate
(rﬂin'l) (mm/r)
5300 06903;
a000 | GO
s200 | G0
200 | G5
2000 %f’fg
1600 | G
1300 0(5.1226
uoo | G

Cast iron
80~150m/min
nggggg Feed rate
(min) (mmi/r)
12700 O'OOEN
96000 0(59185
7600 0(5.1104~
6400 %,1115
4800 06_113;
3800 0ci.1242~
3200 06.12(1;
2700 Od.lz?a;

Nodular cast

iron
60~120m/min
Rsszleizg Feed rate
(min) (mmir)
9500 O'OO_?N
7000 | G
5700 Odlf[
4700 %.111(;
3600 %?f’;
2800 | G5
2400 | GO
2100 0(5.1288~

12D
Aluminum alloy Heatarlfgsi’stant
100~180m/min 10~20m/min
Rsoggteigg Feed rate| Rsoszgzg Feed rate
(min’) (mmir) (min%) (mmir)
15000 06?19{ 2100 069035
11000 | 412 | 1600 | G
9000 06.1105~ 1250 obqg~
7400 %.111& 1050 Oéf)f{
5600 06.1139; 800 069184;
400 | Gz | 600 | G
sro | Gy | 500 | G
3200 | g | 450 | Ga

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

cutting conditions become stable, gradually increase the cutting speed and feed rate.
2. The cutting conditions above are applicable for drilling with emulsion.
3. When clamping drill, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.

SL series deep twist drills(internal coolant)

stated above. As

")
‘o
o)
]
)]
.=
8=
‘A

workpiece
material

Cutting
speed

Diameter
(mm)

3

4

10
12

14

Mild steel
HB<180
70~90m/min
Rso;éelg gg Feed rate
) (mm/r)
8250 0'(?_ [j
6250 069185
5000 06_110[
4150 %’_111(;
3100 0(5.1135;
2500 0(;_1245
2100 Od.lzi
1800 06_1285

Carbon steel,

alloy steel
~30HRC
50~80m/min
Rotating Feed rate|

5p<eeJd (mmir)
(min™)
7650 060?"
5750 °6°f£
4600 00'110‘;
3800 %111(;
2900 061139~
2300 061242~
1950 06126;
1650 00'1285;

Pre-hardened

steel
~40HRC
40~60m/min
Rso;:g gg Feed rate
) (mmi/r)
5200 0'00_?
3900 069185
3150 06_110[
2600 | G1L
1950 00'.1139~
1550 06_1245
1350 | §op
1100 06_1285

Stainless steel

40~60m/min
Rotating Feed rate|

SDEF‘,‘P (mmir)
(min™)

4750 06003;
3600 00.0048~
2900 00.0150~
2450 °d°f2~
1800 Odofg
1450 061105
1150 061220~
1000 00'123{

Cast iron
50~80m/min
R:;:g gg Feed rate
) (mmi/r)
7100 0'00_?
5400 06?185
4250 | L
3600 %’_111(;
2700 06.1135;
2150 06_1245
1800 Od.lzfi;
1500 06'1285;

Nodular cast

iron
60~80m/min
Rotating|- 4 1 oe
(Snli?:% (mmir)
7600 O'OO_(T
5600 | 555
ass0 | iy
3750 %_111(;
2000 | LY
2250 06_124{
1900 06.1264;
1700 0(5.1288~

20D 30D
Aluminum alloy HeatarITzos)i,stant
100~180m/min 8~15m/min
RSO ;Zggg Feed rate| R:;:ggg Feed rate
(min’) (mmi/r) (min‘) (mmir)
12750 | G0 | 1350 | 40>
sss0 | 8313 | o0 | 0%
ros0 | 8% | w0 | O35
o0 | G5 | 70 | 0%
mso | 8| s | 9%
3850 0(5.1242~ 400 0(5.1106~

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

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

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

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

stated above. As

C77
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BORING TOOL

Drilling Tools

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

1.When the tool is used for the first time, please do a test cutting with 90% of the cutting speed or 85% of the feed rate stated above. As cutting
conditions become stable, gradually increase the cutting speed and feed rate.

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

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

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

SC series twist drills(external coolant)

5D

—/

3D

Workpiece
material

Cutting speed

Diameter
(mm)

2

o o o b~ W

Cast iron
50~80m/min
Rotating

speed F?riiq;?)te
(min™)

9550 0.06~ 0.08
6400 0.09~0.12
4800 0.10~ 0.15
3800 0.12~0.18
3100 0.14~0.20
2400 0.16~ 0.24
1900 0.18~0.27
1600 0.20~ 0.30
1350 0.22~0.35
1200 0.25~0.36

Nodular cast iron

40~70m/min

Ré);:ggg Feed rate
(min™) )
8000 0.06~ 0.08
5300 | 0.09~0.12
4000 0.10~ 0.15
3200 0.12~0.18
2700 | 0.14~0.20
2000 | 0.16~0.24
1600 | 0.18~0.27
1300 | 0.20~0.30
1150 0.22~0.35
1000 0.25~ 0.36

Silicon aluminium alloy

Si<10%
100~180m/min
Rsoggggg Feed rate
min?) (mm/r)
20000 0.07~0.16
15000 0.09~0.18
11000 0.10~0.22
9000 0.12~0.25
7400 0.14~0.28
5600 0.18~0.32
4500 0.22~0.36
3700 0.25~0.40
3200 0.27~0.44
2800 0.32~0.48

Si>10%
80~140m/min
Rso;:gzg Feed rate
gl (mmir)
18000 0.07~0.16
12700 0.09~0.18
9600 0.10~0.22
7600 | 0.12~0.25
6400 | 0.14-0.28
4800 0.18~0.32
3800 0.22~0.36
3200 0.25~0.40
2700 0.27~0.44
2400 0.32~0.48

Aluminum alloy

120~200m/min

Rsogggzg Feed rate
(min?) (mm/r)
24000 0.07~0.16
16000 0.09~0.18
12000 0.10~0.22
10000 0.12~0.25
8500 0.14~0.28
6400 0.18~0.32
5000 0.22~0.36
4200 0.25~0.40
3600 0.27~0.44
3200 0.32~0.48

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

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

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

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

4.These conditions above are applicable for cutting depth under 5D.
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PC series straight flute drill(external coolant) 5D
=

Wrsg:s:_?;e Cast iron Nodular cast iron Si<1 OSQl/I;con aluminium allsoiy> 10% Aluminum alloy
Cutting speed 60~120m/min 50~100m/min 100~200m/min 80~160m/min 120~220m/min

Diameter R:;Ztégg Feed rate Rscggggg Feed rate Rscg:teigg Feed rate Rsoptgteigg Feed rate Rscggg?jg Feed rate

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

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

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

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

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

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

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

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

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

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

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

1. When the tool is used for the first time, please do a test cutting with 90% of the cutting speed or 85% of the feed rate stated above. As
cutting conditions become stable, gradually increase the cutting speed and feed rate.

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

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

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

=]
1 O
=
e
E
| E
=

PC series straight flute drill(internal coolant) 15D g
= 3]
E
Wn?;I:L):?;;e Cast iron Nodular cast iron Si<1 ;I/:COH aluminium allsoiy> 10% Aluminum alloy Zi-o
Cutting speed 60~120m/min 50~100m/min 100~200m/min 80~160m/min 120~220m/min g
Diameter Rsoggggg Feed rate Rsf’;zggg Feed rate R:;:gzg Feed rate Rs;ggr&g Feed rate Rsosggzg Feed rate g
(mm) (min-l) (mm/r) (min-1) (mm/r) (min.l) (mm/r) (min-i) (mm/r) (min.l) (mm/r) g
5 5700 0.08~0.14 4500 0.08~0.14 9000 0.09~0.18 7600 0.09~0.18 10000 0.09~0.18 g
6 4700 0.10~0.16 3700 0.10~ 0.16 7400 0.12~0.20 6400 0.12~0.20 8500 0.12~0.20 <

8 3600 0.12~0.20 2800 0.12~0.20 5500 0.12~0.24 4800 0.12~0.24 6400 0.12~0.24

10 2800 0.14~0.23 2200 0.14~0.23 4500 0.16~ 0.28 3800 0.16~ 0.28 5000 0.16~ 0.28

12 2400 0.16~ 0.26 1900 0.16~ 0.26 3700 0.18~0.32 3200 0.18~0.32 4200 0.18~0.32

14 2100 0.18~0.32 1600 0.18~ 0.32 3200 0.20~ 0.36 2700 0.20~ 0.36 3600 0.20~ 0.36

1. When the tool is used for the first time, please do a test cutting with 90% of the cutting speed or 85% of the feed rate stated above. As
cutting conditions become stable, gradually increase the cutting speed and feed rate.

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

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

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

: . How to define the
Drill clampling clamping length of drill

Adjusting screw

Guarantee tight clamping by
using thrust bearing type collet
chuck.

Correct coolant method

e

The coolant liquid should be injected
to the end and the middle of drill as

shown in the figure.

/

§ Reduce the feed

21 rate when drilling
interrupted part.

Pre-machining
/ prior to drilling

E/ Can be drilled

Countersink with
end mill prior to
drilling.

S -

C80

Application guide of drills

2d1

Ensure the size of H is over

1.5d1

hn

Radial run-out of drill

clamped

2

=D

The Radial Run-out should be
under 0.02mm.

Internal cooling:
coolant suppl

method

Coolant through

spindle

Coolant not

through spindle

§

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

Cautions on Correct method for Drilling method of Burrs and workpiece
interrupted cutting thin workpiece stepped holes chippings on exit

Bending occurs

X

Add a supporter

Vv

@

®Divided to two drilling
processes.

@Drrill the larger diameter
hole firstly.

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

i

Do not clamp on the drill flutes.

Cautions on coolant use

When using internal coolant

DThe little chip particles and
dust will cause jamming in the oil
hole. A fine mesh filter should be
used to prevent such jamming,
especially for small-diameter
drills.

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

AN
NN 4

DReduce the feed rate when
approaching the exit.
@Machine chamfers at the
point of exit.

@Change the point angle.
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/ Parts terminology of drill \

@® Terminology of drill

_ Flank angle Chip pocket Shank .
2 @
o ©
5 g
° | 5
fa} Helical angle )
Flute length Shank length
Chamfer
Overall length
Margin width
Primary cutting
Body clearance
®
8
@ Representative cutting edge shapes o
5
=
2
; s
I E
Nd| 3
=
=
[
&
(Conical) (Dual face) (Candler)
® The flank face is conical and ® Flank face with dual flats to ® Two-stage point angle with
the clearance angel increases facilitate cutting and initial perfect centering capability,
toward the center of drill. entering. less burr generated when
Features ) o : -
® Wide applications, commonly ® often used for small-diameter drilling hole.
used for both soft and hard drills. ® First choice for drilling thin
materials plate.
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@ Structure specification and cutting characteristics

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

for chips to be evacuated.

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

Helical position of cutting edge. It decreases greatly from the peripheral toward the center.
angle
High hardness material Small Helical angle Large Soft material

It is determined by depth of hole, guide bushing length and regrinding allowance. The longer the flute is, the lower
the drill rigidity is, which greatly affects tool life. So it is recommended to minimize the flute length as much as
possible when other requirements are met. The minimal flute length generally is depth of hole plus 1.5 times of the
hole diameter.

Generally 118°, set differently as per various applications.

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

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

Low axial cutting force Large axial cutting force

Low rigidity thin core Thick High rigidity

Easy-to-cut materials For machining of high hardness materials, cross
hole drilling etc.

w
(o)
=3
2.
o
=
=
S
e
2
=
=3
S
E]

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

Low frict_io_n with hole wall, small marain width large Good guiding performance,
poor guiding performance g 9 high friction with hole wall

In order to decrease the friction with inside wall of the drilled hole, there is a slight back taper from tool nose to

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

Body It is the part formed on the clearance face after margin, mainly to reduce the friction between inside wall of hole
CEEIENEES  and drill peripheral.
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/ Common problems and solutions for drilling \

Problem

Oversize holes
|

| Cause

Poor clamping
Large run-out around spindle

Solution

Select the holder and chuck with high
precision

Calibrating spindle

Check and adjust after clamping drill

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

Regrind drill
Check the precision after regrinding

Irregular hole size

A#B

Non-symmetric point angle
Large run-out

Chisel edge is off center
Excessive margin abrasion

Select the holder and chuck with high
precision

Calibrating the spindle

Check and adjust after clamping drill

Poor clamping
Large spindle run-out
Workpiece is not firmly held

Select the holder and chuck with high
precision

Calibrating spindle

Check and adjust after clamping drill

Feed rate is too high

Reduce the feed speed

Coolant provide is not enough

Change the coolant supply method, or
increase coolant volume

Low position accuracy

Poor re-positioning precision of
spindle

Poor clamping

Large run-out with spindle

Improve the re-positioning precision of
machine

Select the holder and chuck with high
precision

Calibrating the spindle

Check and adjust after clamping drill

The feed direction is not vertical

Adjust the feed direction vertical to the

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

Bad perpendicularity

Poor center hole accuracy

Increase the position accuracy of hole

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

Regrind drill
Check the precision after regrinding

Insufficient drill rigidity

Increase drill rigidity

Uneven workpiece surface

Bad linearity Bad perpendicularity

Top center does not align with
the spindle center ( lathe )

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

Drilling Tools

Hole

Problem

Poor roundness

Cause

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

Solution

Regrind drill
Check the precision after regrinding

Poor clamping
Large spindle run-out
Workpiece is not firmly held

Select the holder and chuck with high
precision

Calibrating the spindle

Check run-out and adjust after clamping
drill

Clearance angle is too large

Regrind drill

Insufficient drill rigidity

Increase drill rigidity

Poor workpiece surface quality

Incorrect regrinding

Regrind calibration

Insufficient coolant or
unsuitable coolant type

Change coolant supply method, increase
coolant volume

Select the cutting oil with good lubricating
property

Poor clamping
Large spindle run-out

Select the holder and chuck with high
precision
Calibrating the spindle

Feed rate is too high

Decrease the feed rate

Excessive abrasion on cutting
edge
Excessive build-up on margin

Regrind drill
Select a coated drill

Chip jamming

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

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

Poor cylindricity

Non-symmetric point angle
Large drill run-out

Chisel edge is off center
Excessive margin abrasion

Regrind drill
Check the precision after regrinding

Feed speed is too low

Increase the feed speed
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Drill

/ Common problems and solutions for drilling \

Problem

Drill breakage

&

Cause

Bend ,distortion and slippage of
machine and workpiece

Solution

Increase the rigidity of drill, machine,
workpiece and clamping rigidity

Clearance angle is too small

Regrind and calibrate

Feed rate is too high

Decrease the feed rate

Excessive drill abrasion

Regrind drill

Chip jamming

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

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

Difficult entering the workpiece

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

Pre-drill a centre hole

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

Use guide bushing or bushing plate

Chipping on the cutting corner

Unsuitable drill material

Select the suitable drill material

Hard lump on the workpiece

Analyse the workpiece or select a suitable
workpiece

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

Feed rate is too high

Reduce feed rate

Insufficient coolant

Change coolant supply method, increase
coolant volume

Breakage

Poor clamping
Large spindle run-out

Select the holder and chuck with high
precision
Calibrating the spindle

Cutting speed and feed speed
are too high

Reduce the cutting speed and feed speed.

Clearance angle is too large

Regrind and calibrate

Unsuitable drill material

Select the suitable drill material

C85

)
o)
o)
=
e
=
=
=

Technical information



w
(o)
=3
2.
o
=
=
S
e
2
=
=3
S
E]

BORING TOOL

Drilling Tools

Drill

| Problem

Abnormal abrasion on cutting
corner

Cause

Regrinding delay

Solution

Regrind in time

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

Check and adjust alignment carefully

before drilling

Cutting speed is too high

Reduce cutting speed

Cutting edge shape is
inappropriate

Select appropriate cutting edge shape

Unsuitable drill material

Select suitable drill material

Incorrect coolant type

Change coolant

Abrasion and chipping on chisel
edge

Feed speed is too high

Reduce feed speed.

Cutting edge shape is
inappropriate

Select appropriate cutting edge shap

Unsuitable drill material

Select suitable drill material

Clearance angle is too small

Regrind drill

Breakage on margin

The size of guide bushing or
drill bushing is too large

Select another bush with correct size

Margin build-up

Excessive abrasion on cutting
edge generates high heat

Regrind drill

Insufficient coolant

Change coolant supply method, increase

coolant volume

Incorrect coolant type

Change coolant

Workpiece material is too soft

Change drill or machining method

High vibration

Clearance angle is too large

Regrind drill

Drill rigidity is not enough

Increase drill rigidity

Chips roll around the drill

Long chips
Chip removal is not fluent

Change the drill and adjust machining
method and cutting parameters

One-side abrasion

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

Check and adjust the alignment carefully
before drilling

Poor clamping

Fix drill carefully, control the radial run-out
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/ How to choose the right indexable shallow drills \

—— Product category

——=o Shape

Indexable shallow drills ~ ZTDO03applicable inserts
53 4 -PG
a alg|
g EE L=
I i
Basic dimension(mm) Grade
Type
L oi.c s d v YBG202
'WCMX030208R-53 38 5.56 2.38 2.8 08 *
Basic dimension(mm) licable Serew Wrench 'WCMX040208R-53 43 6.35 238 31 08 *
icable ' ; :
Type Stock aRE e
D | D | D | L|wW L e v ’/ WCMX050308R-53 54 7.94 318 32 08 *
ZD03-400-XP40-WC06-02 AN 40 40 60 70 125 231 'WCMX06T308 160M3 X7 WT09IP WCMX06TI08R 53 Gt D S v O *
ZD03-410-XP40-WC06-02 A 41 40 60 70 128 | 234 | WCMX06T308 160M3X 7 WTO9IP WCMX080412R-53 87 127 4.76 43 12 *
ZD03-420-XP40-WC08-02 A 42 40 60 70 131 239 WCMX080412 | I60M3.5x10.4 WT1sIP WCMX030208R-PG 38 5.56 238 28 08 *
ZD03-430-XP40-WC08-02 1Ay 43 40 60 70 134 242 WCMX080412 | I60M3.5 % 10.4 WT1sIP WCMX040208R-PG 43 6.35 2.38 31 08 *
ZD03-440-XP40-WC08-02 a4 | 40 | 60 | 70 | 137 | 245 | WCMX080412 |160M3.5X10.4| WTISIP WCMX050308R-PG 54 7.04 318 32 08 *
| 7D03-450-xP40-WC08-02 A |45 | 40 | 60 | 70 | 140 | 248 | wcmx080412 |I60M35x10.4| WT1SIP [T Svv—— o P pyes P o8 *
ZD03-460-XP40-WC08-02 1Ay 46 40 60 70 143 251 WCMX080412 | I60M3.5x10.4 WT1sIP \WCMX080412R-PG 87 127 476 43 12 *
a7 | a MX0B0412 | 160M35X10.4 | WTISIP
ZD03-470-XP40-WC08-02 o 7 0 60 70 146 253 'WCMX080412 I60M3.5 % 10. S * grade (always stock lable) @ bl de (always stock available) O Make-to-order
ZD03-480-XP40-WC08-02 o 48 40 70 70 149 255 WCMX080412 | I60M3.5%10.4 WT15IP
ZD03-490-XP40-WC08-02 A 49 40 70 70 152 257 WCMX080412 | 160M3.5x10.4 WT1sIP
ZD03-500-XP40-WC08-02 AN 50 40 70 70 155 259 'WCMX080412 | I60M3.5x10.4 WT1SIP
ZD03-510-XP40-WC08-02 I 51 40 70 70 158 261 WCMX080412 | I60M3.5x10.4 | WT15IP
ZD03-520-XP40-WC08-02 A 52 40 70 70 161 263 WCMX080412 | I60M3.5x10.4 WT1sIP
ZD03-530-XP40-WC08-02 Ay 53 40 70 70 164 265 WCMX080412 | I60M3.5X10.4 WT1SIP
ZD03-540-XP40-WC08-02 o 54 40 70 70 167 267 WCMX080412 | I60M3.5%10.4 WT15IP I nse rts S eCifi Cati o n
L o
ZD03-550-XP40-WC08-02 Ao 55 40 70 70 170 269 WCMX080412 | I60M3.5X10.4 WT1sIP p
ZD03-560-XP40-WC08-02 A |se | a0 | 70 | 70 | 173 | 271 | wcmxosoatz |160M35x10.4| WTiSIP Includin g type, dimension, gra de
ZD03-570-XP40-WC08-02 o 57 40 70 70 176 273 WCMX080412 | 160M3.5% 10.4 WT1SIP an d Stock
ZD03-580-XP40-WC08-02 o 58 40 70 70 179 275 WCMX080412 | I60M3.5x10.4 WT15IP "
AStock available  4\Make-to-order

= Tool specification
Including type, dimension, applicable
inserts and spare parts
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/ Indexable shallow drill code key N\
T o)
Edge length
Code
W S
03 3.8
04 4.3
( )
05 5.4 5.0
W 06 6.5 6.0
07 7.94
08 8.7
130-580 S ( © 7° ] 09 9.8
02, 03, 04, 05 Range ————
13mm-58mm P 11° 11 11.5
The rath of length Tool diameter [TEER RS Insert clearance Cutting edge
and diameter L y angle . length(mm)

oomamoo0e

Coupling structure

Tool type Coupling size(mm Number of tooth
yp and type pling (mm)

Code Description Code Description S5 T sp D

ZD Shallow drill X Weldon shank |

Double helical inner
ZTD |coolant indexable
L shallow drill )

5
o
]
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=
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=
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SilvenfoxtNewjindexable
drilisifor¢shallowjholes
& Internal coolant hose connecter, which is used in lathe.

P New tool body material with greatly improved tool rigidity.

t) Tool body with specially treated coating for
superior lubricating performance.

Optimized structure for better chip
breaking, lower vibration during

Innoyvativeltechnology, cutting, higher machining precision.
fulllysupgrading A
j\ [§ Extremely large chip pocket, ¢

innovative liquid angle, for smoother
.. chip evacuation.
Optimized flutes and double 2 A @ >

spiraled internal coolant holes for
high efficient drilling.

Tool life comparison
( Case _
)
=
°
[}
= 100
°
K
5]
=
S
@
o
£
=}
Z
ZTD04 Similar product of company A
Chips
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m Optimized cutting edge design ensures more stable cutting

and better chip breaking.

m Meeting the requirements of central edge and peripheral
edge with economy and efficiency.
m Perfect combination of grade and chipbreaker solves all

your difficulties in machining.

YBG212

YBG212
® Special coating technology makes insert surface smooth, reducing friction and ensuring
unobstructed chip flow.
® Unique nano coating, stronger combination of substrate and highly wear-resistant TiAIN
Inner edge coating, higher toughness and hardness.
insert ® Good thermal stability and chemical stability of coating provide more effective protection for
the cutting edge.
® Ultra-fine solid carbide substrate with high toughness ensures high strength of cutting edge.
YBG205 ® Ultra-fine TIAIN base nano coating added with wear-
resistant and heat-resistant rare elements greatly improves
over-all properties.
® Special coating technology ensures stronger combination
of substrate and coating.
Peripheral .Thln PVP coating, sharp cuttln.g edge. .
. ®Fine grain WC base solid carbide with high hardness and
edge insert !
high toughness.
® Special surface treatment after coating improves surface
finish while eliminating harmful stress.
Because of the low speed of inner edge and the poor working condition, there is high
requirement for insert toughness. Therefore, YBG212 with good over-all properties is
recommended for inner edge and YBG205 with high wear resistance for peripheral edge.
( Case
r. Cooling Double helical internal cooling
= system
. . Similar product of
Workpiece Insert applied SPGT07T308-PM/YBG205 company A
Comparison
of insert
Workpiece abrasion (after
el 42CrMo (HRC25) 15 TS 6
machining)
Cutting Vc=150m/min  f=0.12mm/r ap=80mm
parameters
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Applications

Common drilling inclined face drilling
If stationary drilling method is used, the small
ejected discs may lead to accidents when
workpiece is drilled through, so please see to it that
the machine has adequate safety measurements.
Cross-hole drilling Counter boring

Safety information

B Breakage

Chipping on cutting edges can be caused by various conditions:
* Off-center drill.

*Tool overhang or feed rate is too large.

eIncorrect inserts seating, tip seat was damaged.

*Poor insert stability.

eInsufficient coolant supply.

eIncorrect insert chipbreaker or grade.

H Insert abrasion
The two most common types of insert abrasion are flank and crater

abrasion. The flank abrasion is generally natural abrasion, especially on
the peripheral insert which is applied with higher cutting speed. However,
this abrasion will finally result that the insert cutting edge cannot achieve
the tolerance and/or surface quality required for the machining.

In drilling operations, if flank and crater abrasion exceed certain values,
the inserts should be changed without delay for production security.
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ZTDO02 2D

L

Indexable shallow drills

(] ‘
QB - Picture 1
8 Picture 2
| (] ‘ L
sealing screw
Basic dimension(mm) Insert screw| wrench ssece:lér‘:‘? Re
Type Stock Applicable inserts thread style

@D |@D1|@D2| L1 | L2 | L

ZTD02-130-XP20-SP05-02
ZTD02-140-XP20-SP05-02
ZTD02-150-XP20-SP05-02
ZTD02-160-XP20-SP05-02
ZTD02-170-XP25-SP06-02
ZTD02-180-XP25-SP06-02
ZTD02-190-XP25-SP06-02
ZTD02-200-XP25-SP06-02
ZTD02-210-XP25-SP06-02
ZTD02-220-XP25-SP07-02
ZTD02-230-XP25-SP07-02
ZTD02-240-XP25-SP07-02
ZTD02-250-XP25-SP07-02
ZTD02-260-XP25-SP07-02
ZTD02-270-XP25-SP07-02
ZTD02-280-XP32-SP09-02
ZTD02-290-XP32-SP09-02
ZTD02-300-XP32-SP09-02
ZTD02-310-XP32-SP09-02
ZTD02-320-XP32-SP09-02
ZTD02-330-XP32-SP09-02
ZTD02-340-XP40-SP11-02
ZTD02-350-XP40-SP11-02
ZTD02-360-XP40-SP11-02
ZTD02-370-XP40-SP11-02
ZTD02-380-XP40-SP11-02
ZTD02-390-XP40-SP11-02
ZTD02-400-XP40-SP11-02
ZTD02-410-XP40-SP11-02
ZTD02-420-XP40-SP14-02
ZTD02-430-XP40-SP14-02
ZTD02-440-XP40-SP14-02
ZTD02-450-XP40-SP14-02
ZTD02-460-XP40-SP14-02
ZTD02-470-XP40-SP14-02
ZTD02-480-XP40-SP14-02
ZTD02-490-XP40-SP14-02
ZTD02-500-XP40-SP14-02

13 | 20 | 25 | 31 | 50 | 98 | SPGT050204-PM/EM | 160M2x4.3 WTO6IP
14 | 20 | 25 | 33 | 50 | 100 | SPGT050204-PM/EM | 160M2x4.3 WTO6IP
15 | 20 | 25 | 35 | 50 | 102 | SPGT050204-PM/EM | 160M2x4.3 WTO6IP
16 | 20 | 25 | 37 | 50 | 104 | SPGT050204-PM/EM | 160M2x4.3 WTO6IP
17 | 25 | 32 | 39 | 56 | 117 | SPGT060204-PM/EM | 160M2.2x5.5 | WTO7IP
18 | 25 | 32 | 41 | 56 | 119 | SPGT060204-PM/EM | 160M2.2x5.5 |  WTO7IP
19 | 25 | 32 | 43 | 56 | 121 | SPGT060204-PM/EM | 160M2.2x5.5 | WTO7IP
20 | 25 | 32 | 45 | 56 | 123 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
21 | 25 | 32 | 47 | 56 | 125 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
22 | 25 | 32 | 49 | 56 | 127 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP
23 | 25 | 32 | 51 | 56 | 129 | SPGTO7T308-PM/EM | I60M2.5x6.5 | WTO7IP - -~ [Picture 1
24 | 25 | 32 | 53 | 56 | 131 | SPGTO7T308-PM/EM | I60M2.5x6.5 | WTO7IP
25 | 25 | 32 | 55 | 56 | 133 | SPGTO7T308-PM/EM | I60M2.5x6.5 | WTO7IP
26 | 25 | 32 | 57 | 56 | 135 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP
27 | 25 | 32 | 59 | 56 | 137 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP
28 | 32 | 37 | 61 | 60 | 146 | SPGT090408-PM/EM | 160M3.5%8 WTI15IP
29 | 32 | 37 | 63 | 60 | 148 | SPGT090408-PM/EM | 160M3.5%8 WT15IP
30 | 32 | 37 | 65 | 60 | 150 | SPGT090408-PM/EM | 160M3.5%8 WT15IP
31 | 32 | 37 | 67 | 60 | 152 | SPGT090408-PM/EM | 160M3.5%8 WT15IP
32 | 32 | 37 | 69 | 60 | 154 | SPGT090408-PM/EM | 160M3.5%8 WT15IP
33 | 32 | 37 | 71 | 60 | 156 | SPGT090408-PM/EM | 160M3.5x8 WT15IP
34 | 40 | 47 | 73 | 70 | 173 | SPGT110408-PM/EM | 160M4x10 WT15IP
35 | 40 | 47 | 75 | 70 | 175 | SPGT110408-PM/EM | 160M4x10 WT15IP
36 | 40 | 47 | 77 | 70 | 177 | SPGT110408-PM/EM | 160M4x10 WT15IP
37 | 40 | 47 | 79 | 70 | 179 | SPGT110408-PM/EM | 160M4x10 WT15IP
38 | 40 | 47 | 81 | 70 | 181 | SPGT110408-PM/EM | 160M4x10 WT15IP
39 | 40 | 47 | 83 | 70 | 183 | SPGT110408-PM/EM | 160M4x10 WT15IP
40 | 40 | 47 | 85 | 70 | 185 | SPGT110408-PM/EM | 160M4x10 WT15IP
41 | 40 | 47 | 87 | 70 | 187 | SPGT110408-PM/EM | 160M4x10 WT15IP
42 | 40 | 52 | 89 | 70 | 199 | SPGT140512-PM/EM | 160M5x13 WT20IP
43 | 40 | 52 | 91 | 70 | 201 | SPGT140512-PM/EM | 160M5x13 WT20IP
44 | 40 | 52 | 93 | 70 | 203 | SPGT140512-PM/EM | 160M5x13 WT20IP
45 | 40 | 52 | 95 | 70 | 205 | SPGT140512-PM/EM | 160M5x13 WT20IP
46 | 40 | 52 | 97 | 70 | 207 | SPGT140512-PM/EM | 160M5x%13 WT20IP M8x8 | Rcl/4 [Picture 2
47 | 40 | 52 | 99 | 70 | 209 | SPGT140512-PM/EM | 160M5x13 WT20IP
48 | 40 | 52 | 101 | 70 | 211 | SPGT140512-PM/EM | 160M5x13 WT20IP
49 | 40 | 52 | 103 | 70 | 213 | SPGT140512-PM/EM | 160M5x13 WT20IP
50 | 40 | 52 | 105 | 70 | 215 | SPGT140512-PM/EM | 160M5%13 WT20IP

5
o
[
%
E-)
=2
5
w
=3
=2
g
=
o
=,

M6x6 | Rcl/4 Picture 2

RIS 21 21 21 21 i S i 28 21 2 S i ol 28 21 2l S 21 Sl S8 21 2l S S S a8 S i 2

>

A Stock available  /AMake-to-order

Co2



BORING TOOL

ZTDO03 3D

L

Indexable shallow drills

L4 | L2
SIE \) g'é Picture 1
)
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o 2818 "
(S} =S S Picture 2
o
| [ ‘ L
sealing screw
. . sealin
Basic dimension(mm) Insert screw| wrench screV\? =
. . €
Type Stock Applicable inserts style
yp PP thread | S

@D |@D1|@D2| L1 | L2 | L

ZTD03-130-XP20-SP05-02
ZTD03-140-XP20-SP05-02
ZTDO03-150-XP20-SP05-02
ZTD03-160-XP20-SP05-02
ZTD03-170-XP25-SP06-02
ZTD03-180-XP25-SP06-02
ZTD03-190-XP25-SP06-02
ZTD03-200-XP25-SP06-02
ZTD03-210-XP25-SP06-02
ZTD03-220-XP25-SP07-02
ZTD03-230-XP25-SP07-02
ZTD03-240-XP25-SP07-02
ZTD03-250-XP25-SP07-02
ZTD03-260-XP25-SP07-02
ZTD03-270-XP25-SP07-02
ZTDO03-280-XP32-SP09-02
ZTD03-290-XP32-SP09-02
ZTD03-300-XP32-SP09-02
ZTD03-310-XP32-SP09-02
ZTD03-320-XP32-SP09-02
ZTD03-330-XP32-SP09-02
ZTD03-340-XP40-SP11-02
ZTD03-350-XP40-SP11-02
ZTD03-360-XP40-SP11-02
ZTD03-370-XP40-SP11-02
ZTD03-380-XP40-SP11-02
ZTD03-390-XP40-SP11-02
ZTD03-400-XP40-SP11-02
ZTD03-410-XP40-SP11-02
ZTDO03-420-XP40-SP14-02
ZTD03-430-XP40-SP14-02
ZTD03-440-XP40-SP14-02
ZTD03-450-XP40-SP14-02
ZTD03-460-XP40-SP14-02
ZTD03-470-XP40-SP14-02
ZTDO03-480-XP40-SP14-02
ZTD03-490-XP40-SP14-02
ZTD03-500-XP40-SP14-02

13 | 20 | 25 | 44 | 50 | 111 | SPGT050204-PM/EM | 160M2x4.3 WTO6IP
14 | 20 | 25 | 47 | 50 | 114 | SPGT050204-PM/EM | 160M2x4.3 WTO6IP
15 | 20 | 25 | 50 | 50 | 117 | SPGT050204-PM/EM | 160M2x4.3 WTO06IP
16 | 20 | 25 | 53 | 50 | 120 | SPGT050204-PM/EM | 160M2x4.3 WTO06IP
17 | 25 | 32 | 56 | 56 | 134 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
18 | 25 | 32 | 59 | 56 | 137 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
19 | 25 | 32 | 62 | 56 | 140 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
20 | 25 | 32 | 65 | 56 | 143 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
21 | 25 | 32 | 68 | 56 | 146 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
22 | 25 | 32 | 71 | 56 | 149 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP
23 | 25 | 32 | 74 | 56 | 152 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP - --- Picture 1
24 | 25 | 32 | 77 | 56 | 155 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP
25 | 25 | 32 | 80 | 56 | 158 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP
26 | 25 | 32 | 83 | 56 | 161 | SPGTO7T308-PM/EM | I60M2.5x6.5 | WTO7IP
27 | 25 | 32 | 86 | 56 | 164 | SPGTO7T308-PM/EM | I60M2.5%x6.5 | WTO7IP
28 | 32 | 37 | 89 | 60 | 174 | SPGT090408-PM/EM | 160M3.5x8 WT15IP
29 | 32 | 37 | 92 | 60 | 177 | SPGT090408-PM/EM | 160M3.5%8 WT15IP
30 | 32 | 37 | 95 | 60 | 180 | SPGT090408-PM/EM | 160M3.5x8 WT15IP
31 | 32 | 37 | 98 | 60 | 183 | SPGT090408-PM/EM | 160M3.5x8 WT15IP
32 | 32 | 37 | 101 | 60 | 186 | SPGT090408-PM/EM | 160M3.5x8 WT15IP
33 | 32 | 37 | 104 | 60 | 189 | SPGT090408-PM/EM | 160M3.5%8 WT15IP
34 | 40 | 47 | 107 | 70 | 207 | SPGT110408-PM/EM | 160M4x10 WT15IP
35 | 40 | 47 | 110 | 70 | 210 | SPGT110408-PM/EM | 160M4x10 WT15IP
36 | 40 | 47 | 113 | 70 | 213 | SPGT110408-PM/EM | 160M4x10 WT15IP
37 | 40 | 47 | 116 | 70 | 216 | SPGT110408-PM/EM | 160M4x10 WT15IP
38 | 40 | 47 | 119 | 70 | 219 | SPGT110408-PM/EM | 160M4x10 WT15IP
39 | 40 | 47 | 122 | 70 | 222 | SPGT110408-PM/EM | 160M4x10 WT15IP
40 | 40 | 47 | 125| 70 | 225 | SPGT110408-PM/EM | 160M4x10 WT15IP
41 | 40 | 47 | 128 | 70 | 228 | SPGT110408-PM/EM | 160M4x10 WT15IP
42 | 40 | 52 | 131 | 70 | 241 | SPGT140512-PM/EM | 160M5x13 WT20IP
43 | 40 | 52 | 134 | 70 | 244 | SPGT140512-PM/EM | 160M5x%13 WT20IP
44 | 40 | 52 | 137 | 70 | 247 | SPGT140512-PM/EM | 160M5x%13 WT20IP
45 | 40 | 52 | 140 | 70 | 250 | SPGT140512-PM/EM | 160M5x%13 WT20IP
46 | 40 | 52 | 143 | 70 | 253 | SPGT140512-PM/EM | 160M5x%13 WT20IP M8x8 | Rcl/4 Picture 2
47 | 40 | 52 | 146 | 70 | 256 | SPGT140512-PM/EM | 160M5x%13 WT20IP
48 | 40 | 52 | 149 | 70 | 259 | SPGT140512-PM/EM | 160M5x13 WT20IP
49 | 40 | 52 | 152 | 70 | 262 | SPGT140512-PM/EM | 160M5x%13 WT20IP
50 | 40 | 52 | 155 | 70 | 265 | SPGT140512-PM/EM | 160M5x13 WT20IP
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BORING TOOL

ZTD04 4D

L

Indexable shallow drills

L ‘
8IE - Picture 1
8 Picture 2
| (] ‘ L
sealing screw
Basic dimension(mm) Insert screw| wrench ssecarzr\:\? Re
Type Stock Applicable inserts thread style

@D |@D1|@D2| L1 | L2 | L

ZTD04-130-XP20-SP05-02
ZTD04-140-XP20-SP05-02
ZTDO04-150-XP20-SP05-02
ZTD04-160-XP20-SP05-02
ZTD04-170-XP25-SP06-02
ZTD04-180-XP25-SP06-02
ZTD04-190-XP25-SP06-02
ZTD04-200-XP25-SP06-02
ZTD04-210-XP25-SP06-02
ZTDO04-220-XP25-SP07-02
ZTD04-230-XP25-SP07-02
ZTD04-240-XP25-SP07-02
ZTD04-250-XP25-SP07-02
ZTD04-260-XP25-SP07-02
ZTD04-270-XP25-SP07-02
ZTDO04-280-XP32-SP09-02
ZTD04-290-XP32-SP09-02
ZTD04-300-XP32-SP09-02
ZTD04-310-XP32-SP09-02
ZTD04-320-XP32-SP09-02
ZTD04-330-XP32-SP09-02
ZTD04-340-XP40-SP11-02
ZTD04-350-XP40-SP11-02
ZTD04-360-XP40-SP11-02
ZTD04-370-XP40-SP11-02
ZTD04-380-XP40-SP11-02
ZTD04-390-XP40-SP11-02
ZTD04-400-XP40-SP11-02
ZTD04-410-XP40-SP11-02
ZTDO04-420-XP40-SP14-02
ZTD04-430-XP40-SP14-02
ZTD04-440-XP40-SP14-02
ZTD04-450-XP40-SP14-02
ZTD04-460-XP40-SP14-02
ZTD04-470-XP40-SP14-02
ZTDO04-480-XP40-SP14-02
ZTD04-490-XP40-SP14-02
ZTD04-500-XP40-SP14-02

13 | 20 | 25 | 57 | 50 | 124 | SPGT050204-PM/EM | 160M2x4.3 WTO6IP
14 | 20 | 25 | 61 | 50 | 128 | SPGT050204-PM/EM | 160M2x4.3 WTO6IP
15 | 20 | 25 | 65 | 50 | 132 | SPGT050204-PM/EM | 160M2x4.3 WTO6IP
16 | 20 | 25 | 69 | 50 | 136 | SPGT050204-PM/EM | 160M2x4.3 WTO06IP
17 | 25 | 32 | 73 | 56 | 151 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
18 | 25 | 32 | 77 | 56 | 155 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
19 | 25 | 32 | 81 | 56 | 159 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
20 | 25 | 32 | 85 | 56 | 163 | SPGT060204-PM/EM | 160M2.2x5.5 | WTO7IP
21 | 25 | 32 | 89 | 56 | 167 | SPGT060204-PM/EM | 160M2.2x5.5 | WTO7IP
22 | 25 | 32 | 93 | 56 | 171 | SPGT07T308-PM/EM | 160M2.5%x6.5 | WTO7IP
23 | 25 | 32 | 97 | 56 | 175 | SPGTO7T308-PM/EM | I60M2.5x6.5 | WTO7IP - - Picture 1
24 | 25 | 32 | 101 | 56 | 179 | SPGTO7T308-PM/EM | I60M2.5x6.5 | WTO7IP
25 | 25 | 32 | 105 | 56 | 183 | SPGT07T308-PM/EM | I60M2.5x6.5 | WTO7IP
26 | 25 | 32 | 109 | 56 | 187 | SPGT07T308-PM/EM | I60M2.5%6.5 | WTO7IP
27 | 25 | 32 | 113 | 56 | 191 | SPGT07T308-PM/EM | 160M2.5%x6.5 | WTO7IP
28 | 32 | 37 | 117 | 60 | 202 | SPGT090408-PM/EM | 160M3.5x8 WT15IP
29 | 32 | 37 | 121 | 60 | 206 | SPGT090408-PM/EM | 160M3.5x8 WT15IP
30 | 32 | 37 | 125 | 60 | 210 | SPGT090408-PM/EM | 160M3.5x8 WT15IP
31 | 32 | 37 | 129 | 60 | 214 | SPGT090408-PM/EM | 160M3.5x8 WT15IP
32 | 32 | 37 | 133 | 60 | 218 | SPGT090408-PM/EM | 160M3.5x8 WT15IP
33 | 32 | 37 | 137 | 60 | 222 | SPGT090408-PM/EM | 160M3.5x8 WT15IP
34 | 40 | 47 | 141 | 70 | 241 | SPGT110408-PM/EM | 160M4x10 WT15IP
35 | 40 | 47 | 145 | 70 | 245 | SPGT110408-PM/EM | 160M4x10 WT15IP
36 | 40 | 47 | 149 | 70 | 249 | SPGT110408-PM/EM | 160M4x10 WT15IP
37 | 40 | 47 | 153 | 70 | 253 | SPGT110408-PM/EM | 160M4x10 WT15IP
38 | 40 | 47 | 157 | 70 | 257 | SPGT110408-PM/EM | 160M4x10 WT15IP
39 | 40 | 47 | 161 | 70 | 261 | SPGT110408-PM/EM | 160M4x10 WT15IP
40 | 40 | 47 | 165 | 70 | 265 | SPGT110408-PM/EM | 160M4x10 WT15IP
41 | 40 | 47 | 169 | 70 | 269 | SPGT110408-PM/EM | 160M4x10 WT15IP
42 | 40 | 52 | 173 | 70 | 283 | SPGT140512-PM/EM | 160M5x13 WT20IP
43 | 40 | 52 | 177 | 70 | 287 | SPGT140512-PM/EM | 160M5x13 WT20IP
44 | 40 | 52 | 181 | 70 | 291 | SPGT140512-PM/EM | 160M5%13 WT20IP
45 | 40 | 52 | 185 | 70 | 295 | SPGT140512-PM/EM | 160M5%13 WT20IP
46 | 40 | 52 | 189 | 70 | 299 | SPGT140512-PM/EM | 160M5x13 WT20IP M8x8 | Rcl/4 Picture 2
47 | 40 | 52 | 193 | 70 | 303 | SPGT140512-PM/EM | 160M5x13 WT20IP
48 | 40 | 52 | 197 | 70 | 307 | SPGT140512-PM/EM | 160M5x13 WT20IP
49 | 40 | 52 | 201 | 70 | 311 | SPGT140512-PM/EM | 160M5x13 WT20IP
50 | 40 | 52 | 205 | 70 | 315 | SPGT140512-PM/EM | 160M5x13 WT20IP
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BORING TOOL

ZTDO05 5D

L

Indexable shallow drills

Lo

L1 |
SIE - g'é Picture 1

=
8 % Qg Picture 2
&
| (] ‘ L
sealing screw
Basic dimension(mm) Insert screw| wrench S;?Z:\? Re
Type Stock Applicable inserts thread style
@D (@D1|@D2| L1 | L2 | L

ZTD05-170-XP25-SP06-02 17 | 25 | 32 | 90 | 56 | 168 | SPGT060204-PM/EM | 160M2.2x5.5 | WTO7IP
ZTDO05-180-XP25-SP06-02 18 | 25 | 32 | 95 | 56 | 173 | SPGT060204-PM/EM | 160M2.2x5.5 | WTO7IP
ZTDO05-190-XP25-SP06-02 19 | 25 | 32 | 100 | 56 | 178 | SPGT060204-PM/EM | 160M2.2x5.5 | WTO7IP
ZTDO05-200-XP25-SP06-02 20 | 25 | 32 | 105 | 56 | 183 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
ZTD05-210-XP25-SP06-02 21 | 25 | 32 | 110 | 56 | 188 | SPGT060204-PM/EM | I60M2.2x5.5 | WTO7IP
ZTDO05-220-XP25-SP07-02 22 | 25 | 32 | 115 | 56 | 193 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP
ZTD05-230-XP25-SP07-02 23 | 25 | 32 | 120 | 56 | 198 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP
ZTDO05-240-XP25-SP07-02 24 | 25 | 32 | 125 | 56 | 203 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP
ZTD05-250-XP25-SP07-02 25 | 25 | 32 | 130 | 56 | 208 | SPGTO7T308-PM/EM | 160M2.5x6.5 | WTO7IP --- [Picture 1

ZTDO05-260-XP25-SP07-02 26 | 25 | 32 | 135 | 56 | 213 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP

ZTDO05-270-XP25-SP07-02 27 | 25 | 32 | 140 | 56 | 218 | SPGTO7T308-PM/EM | I60M2.5%6.5 | WTO7IP

ZTD05-280-XP32-SP09-02 28 | 32 | 37 | 145 | 60 | 230 | SPGT090408-PM/EM | [160M3.5x8 WT15IP

ZTD05-290-XP32-SP09-02 29 | 32 | 37 | 150 | 60 | 235 | SPGT090408-PM/EM | [160M3.5%8 WT15IP
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ZTDO05-300-XP32-SP09-02 30 | 32 | 37 | 155 | 60 | 240 | SPGT090408-PM/EM | 160M3.5%8 WT15IP

ZTDO05-310-XP32-SP09-02 31 | 32 | 37 | 160 | 60 | 245 | SPGT090408-PM/EM | [160M3.5x8 WT15IP

ZTD05-320-XP32-SP09-02 32 | 32 | 37 | 165 | 60 | 250 | SPGT090408-PM/EM | 160M3.5%8 WT15IP

ZTD05-330-XP32-SP09-02 33 | 32 | 37 | 170 | 60 | 255 | SPGT090408-PM/EM | 160M3.5%8 WT15IP

ZTDO05-340-XP40-SP11-02 34 | 40 | 47 | 175 | 70 | 275 | SPGT110408-PM/EM | 160M4x10 WT15IP

ZTD05-350-XP40-SP11-02
ZTD05-360-XP40-SP11-02
ZTD05-370-XP40-SP11-02
ZTD05-380-XP40-SP11-02
ZTD05-390-XP40-SP11-02
ZTD05-400-XP40-SP11-02
ZTD05-410-XP40-SP11-02
ZTD05-420-XP40-SP14-02
ZTD05-430-XP40-SP14-02

35 | 40 | 47 | 180 | 70 | 280 | SPGT110408-PM/EM | 160M4x10 WT15IP

Indexable shallow drill

36 | 40 | 47 | 185 | 70 | 285 | SPGT110408-PM/EM | 160M4x10 WT15IP

37 | 40 | 47 | 190 | 70 | 290 | SPGT110408-PM/EM | 160M4x10 WT15IP

M6x6 | Rcl/4 Picture 2
38 | 40 | 47 | 195 | 70 | 295 | SPGT110408-PM/EM | 160M4x10 WT15IP

39 | 40 | 47 | 200 | 70 | 300 | SPGT110408-PM/EM | 160M4x10 WT15IP

40 | 40 | 47 | 205 | 70 | 305 | SPGT110408-PM/EM | 160M4x10 WT15IP

41 | 40 | 47 | 210 | 70 | 310 | SPGT110408-PM/EM | 160M4x10 WT15IP

42 | 40 | 52 | 215 | 70 | 325 | SPGT140512-PM/EM | 160M5x13 WT20IP

43 | 40 | 52 | 220 | 70 | 330 | SPGT140512-PM/EM | 160M5x%13 WT20IP

ZTDO05-440-XP40-SP14-02 44 | 40 | 52 | 225 | 70 | 335 | SPGT140512-PM/EM | 160M5x%13 WT20IP

ZTDO05-450-XP40-SP14-02 45 | 40 | 52 | 230 | 70 | 340 | SPGT140512-PM/EM | 160M5x%13 WT20IP

ZTDO05-460-XP40-SP14-02 46 | 40 | 52 | 235 | 70 | 345 | SPGT140512-PM/EM | 160M5x%13 WT20IP M8x8 | Rcl/4 Picture 2

ZTD05-470-XP40-SP14-02 47 | 40 | 52 | 240 | 70 | 350 | SPGT140512-PM/EM | 160M5x%13 WT20IP

ZTDO05-480-XP40-SP14-02 48 | 40 | 52 | 245 | 70 | 355 | SPGT140512-PM/EM | 160M5x13 WT20IP

SIS ISl 21 S 2 S S S 2 SN S S N N N S S Sl S S O S B N o

ZTDO05-490-XP40-SP14-02 49 | 40 | 52 | 250 | 70 | 360 | SPGT140512-PM/EM | 160M5x13 WT20IP

ZTD05-500-XP40-SP14-02

>

50 | 40 | 52 | 255 | 70 | 365 | SPGT140512-PM/EM | 160M5x13 WT20IP

A Stock available  AMake-to-order
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BORING TOOL

Basic dimension(mm) Screw Wrench
Type Stock Applicable
D | D1t | Do | L | Lt | L inserts v ’/

ZD03-160-XP25-WC03-02 A 16 25 32 56 52 129 WCMX030208 | 160M2.5X 6.5 WTO7IP
ZD03-170-XP25-WC03-02 A 17 25 32 56 55 133 WCMX030208 | 160M2.5X 6.5 WTO7IP
ZD03-180-XP25-WC03-02 A 18 25 32 56 58 137 WCMX030208 | 160M2.5X 6.5 WTO7IP
ZD03-190-XP25-WC03-02 A 19 25 32 56 61 140 WCMX030208 | 160M2.5X 6.5 WTO7IP
ZD03-200-XP25-WC03-02 A 20 25 32 56 64 143 WCMX030208 | 160M2.5X 6.5 WTO7IP
ZD03-210-XP25-WC04-02 A 21 25 45 56 67 153 WCMX040208 |I60M2.5X6.5T | WTOSIP
ZD03-220-XP25-WC04-02 A 22 25 45 56 70 156 WCMX040208 |160M2.5X6.5T | WTOSIP
ZD03-230-XP25-WC04-02 A 23 25 45 56 73 159 WCMX040208 |160M2.5X6.5T | WTOSIP
ZD03-240-XP25-WC04-02 A 24 25 45 56 76 162 WCMX040208 | I60M2.5X6.5T | WTOSIP
ZD03-250-XP25-WC04-02 A 25 25 45 56 79 165 WCMX040208 |I60M2.5X6.5T | WTOSIP
ZD03-260-XP32-WC05-02 A 26 32 55 60 83 176 WCMX050308 160M3 X 7 WT09IP

— ZD03-270-XP32-WC05-02 A 27 32 55 60 86 180 WCMX050308 160M3 X 7 WT09IP
% ZD03-280-XP32-WC05-02 A 28 32 55 60 89 184 WCMX050308 160M3X 7 WTO09IP
;;_ ZD03-290-XP32-WC05-02 A 29 32 55 60 92 188 WCMX050308 160M3 X 7 WTO9IP
% ZD03-300-XP32-WC05-02 A 30 32 55 60 95 192 WCMX050308 160M3X 7 WTO09IP
% ZD03-310-XP40-WC06-02 A 31 40 60 70 98 203 WCMX06T308 160M3 X 7 WT09IP
ZD03-320-XP40-WC06-02 A 32 40 60 70 101 206 WCMX06T308 160M3 % 7 WT09IP
ZD03-330-XP40-WC06-02 A 33 40 60 70 104 209 WCMX06T308 160M3 X 7 WT09IP
ZD03-340-XP40-WC06-02 A 34 40 60 70 107 212 WCMX06T308 160M3 X 7 WT09IP
ZD03-350-XP40-WC06-02 A 85 40 60 70 110 215 WCMX06T308 160M3 X 7 WT09IP
ZD03-360-XP40-WC06-02 A 36 40 60 70 113 218 WCMX06T308 I60M3X 7 WTO09IP
ZD03-370-XP40-WC06-02 A 37 40 60 70 116 221 WCMX06T308 I60M3X 7 WTO9IP
ZD03-380-XP40-WC06-02 A 38 40 60 70 119 225 WCMX06T308 160M3 X 7 WT09IP
ZD03-390-XP40-WC06-02 A 39 40 60 70 122 228 WCMX06T308 160M3 X 7 WT09IP

A Stock available  AMake-to-order
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Indexable shallow drills

™
3D
T -
Basic dimension(mm) Al Screw Wrench
Type Stock .
D | D1 | Do | Lo | L | L Inserts ’ ’/

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

AStock available  AMake-to-order
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BORING TOOL

Drilling Tools

Code

Insert shap

Insert shape / code

$

S
Code |Nost Height m '”SCfibﬁficCifC'e Thickness S Code |Nose Height m '”SCTibeCC"C'e Thickness S
Tolerance(mm) |Tolerance(mm)|Tolerance(mm) Tolerance(mm) | Tolerance(mm) [Tolerance(mm)
A +0.005 10.025 +0.025 J +0.005 +0.05-+0.13 | +0.025
F +0.005 +0.013 +0.025 K +0.013 +0.05-+0.13 | +0.025
(o3 +0.013 +0.025 +0.025 L +0.025 +0.05-+0.13 | +0.025
H 1+0.013 +0.013 +0.025 M +0.08-£0.18 | +0.05-+0.13 | +0.13
E +0.025 +0.025 +0.025 N +0.08-+0.18 | +0.05-+0.13 | +0.025
G +0.025 +0.025 +0.13 U +0.13-£0.38 | £0.08-+0.25| +0.13
Tolerance

Clearance angle of main
cutting edge

wl cmlx

Chipbreaker and clamping system

Co8

oo Clearance o, | Clearance - vewe
Code W'thrmghm \{:vr%tigmg]feurt Section plane of Insert| Code W'th(]\ggho” Vgﬁﬁg’mg‘feﬂt Section plane of Insert
> 65°
A B B | With | wWithout N |without| without | \ ]
\C30 ~ 5°
>65°
H | With | Single-side R |Without| Single-side @
c D > 65°
»;‘:/70 15° C | With | Without F |Without| Double-side ©
> 65°
J | With |Double-side A win | wiout | \ ] T/
E F i
20° 25 <65°
W | With | Without ﬁ M | wih | singleside | (][]
<65°
G N | T With | Single-side G With | Double-side @
30° ~l-0°
<65°
Q | With Without X === = Special
Other
P 0 clearance <65°
11° angle U With | Double-side
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e 0
Thickness is defined as the height from the bottom of insert to the highest part of cutting edge.
Insert thickness Insert thickness
Code (mm) Code (mm)
00 0.79 05 5.96
Length
il - g . TO 0.99 T5 5.95
01 1.59 06 6.35
03 3.8
T 1.98 T6 6.75
e 43 02 2.38 07 7.94
05 o T2 2.58 09 9.52
06 6.5 6.35 03 3.18 T9 9.72
08 8.7 8.0 T3 3.97 1 11.11
09 9.525 04 4.76 12 12.70
12 12.7 T4 4.96
Length of cutting edge L Insert thickness )
‘n
)
e
o
=
: 5
Nose radius Cutting direction Chipbreaker code
>
1)
Code Description Code Description -
o=
04 0.4mm R Right hand 8
08 0.8mm L Left hand E
12 1.2mm N Neutral %
<=
w
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Drilling Tools

— ZTDapplicable inserts -

Basic dimension(mm) Grade
Type YBG205 YBG212
L al1.Cc S ad r ) )
(peripheral edge) (inner edge)
SPGT050204-PM 5 5 2.38 2.2 0.4 * *
SPGT060204-PM 6 6 2.38 2.6 0.4 * *
SPGTO07T308-PM 7.94 7.94 3.97 2.8 0.8 * *
SPGT090408-PM 9.8 9.8 4.3 4.2 0.8 * *
SPGT110408-PM 11.5 11.5 4.76 4.4 0.8 * *
SPGT140512-PM 14.3 14.3 5.2 5.75 1.2 * *

% Recommended grade (always stock available) ~ @ Available grade (always stock available) O Make-to-order

=

o

[

g Basic dimension(mm) Grade

Z g . Z1C . i ; YBG205 YBG212

§ } (peripheral edge) (inner edge)

= SPGT050204-EM 5 5 2.38 2.2 0.4 * *

o

g SPGT060204-EM 6 6 2.38 2.6 0.4 * *

5

z SPGTO7T308-EM 7.94 7.94 3.97 28 08 * *

= SPGT090408-EM 9.8 9.8 43 42 0.8 * *

ae
SPGT110408-EM 15 115 4.76 44 058 * *
SPGT140512-EM 143 143 5.2 575 12 * *

* Recommended grade (always stock available) @ Available grade (always stock available) O Make-to-order

-EM chipbreaker characteristics

Recommended chipbreaker for M kind materials drilling.
With G-class accuracy, sharp cutting edges, and high
strength, better performance of resist impacts. Inserts
meet the required of machining adhesive material, It is also
properly suited for machining Austenite Stainless steel etc
adhesive materials.
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Drilling Tools

— ZTDO03applicable inserts

53 4 -PG
Basic dimension(mm) Grade
Type
L al1.Cc S d r YBG202
WCMX030208R-53 3.8 5.56 2.38 2.8 0.8 *
WCMX040208R-53 43 6.35 2.38 3.1 0.8 *
WCMX050308R-53 5.4 7.94 3.18 32 0.8 *
WCMX06T308R-53 6.5 9.525 3.97 37 0.8 *
WCMX080412R-53 8.7 12.7 4.76 4.3 1.2 *
WCMX030208R-PG 3.8 5.56 2.38 2.8 0.8 *
WCMX040208R-PG 4.3 6.35 2.38 31 0.8 *
WCMX050308R-PG 5.4 7.94 3.18 3.2 0.8 *
WCMXO06T308R-PG 6.5 9.525 3.97 37 0.8 *
WCMX080412R-PG 8.7 12.7 4.76 4.3 1.2 *

% Recommended grade (always stock available) ~ @ Available grade (always stock available) O Make-to-order

-P G chipbreaker characteristics

Unique design of corrugated edge ensures high edge strength
and good chip breaking performance, for machining of carbon
steel and alloy steel.

-53 chipbreaker characteristics

Sharp cutting edge beneficial to gaining low
roughness surface, mainly applicable for low load
cutting of aluminum alloy, mild steel and cast iron.

Optional accessories for ZTD drills (913-@33)

drill diameter shank adapter D1 L1 L H Rc thread
?13-016 XP20 ZTD-XP20-THIN 18 4.23 13 14 Rc 1/8
0 type seal figure _

! 3 @17-027 XP25 ZTD-XP25-THIN 22 4.65 17 17 Rc 1/8

3

,,+I£5

&

L% @28-033 XP32 ZTD-XP32-THIN 29 5.65 21 22 Rc 1/4
L

Note: As standard, ZTD drills do not include adapter. Please order separately if it is needed.
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W Initial drill penetration

Initial drill penetration is an important factor for successful drilling. One way of ensuring good hole quality is to make sure the
penetration surface of the workpiece is vertical to the drill centre axis. In addition, an indexable drill can carry out initial penetration
of convex, concave, inclined and irregular surfaces by adjusting feed rates.

Workpiece surface Countermeasures

For a convex surface, the conditions are relatively good and the centre of the drill

ideally makes contact with the workpiece first, thus normal feed can be adopted.

When penetrating an inclined surface, the cutting edges will be unevenly loaded, which
may result in the premature drill abrasion. If the angle of the inclined surface is larger

than 2°, the feed should be reduced to 1/3 of the value recommended for the drill.

When drilling into concave surface, drill center axis normally tends to go off-center, the
feed should be reduced to 1/3 of the value recommended for the drill.

When drilling into non-symmetric curved surfaces, the drill tends to deviate from the
centre because it is penetrating an inclined surface. The feed should be reduced to

lower than the value recommended for the initial penetration of concave surfaces.

I When drilling into irregular surface, the insert faces the risk of chipping, which may

- — also occur when drilling through the workpiece. Therefore, the feed rate should be
reduced.

/ Calculations for shallow drilling \
@ Cutting speed(Vc) @® Feed speed

Ve (m/min): cutting speed Vi (mm/min): feed speed
= Dc(mm): drill diameter Vi= fr Xn ( mm/min ) fr (mm/rev): feed rate per revolution
§- n (rev/min): rotating speed n (rev/min): spindle speed
% @ Example € Example
=
g . . .

3 Spindle speed is1600 rev/min, drill diameter is Spindle speed is1500 rev/min, feed rate per
§' 20mm, thus cutting speed is: revolution is 0.1mm/rev, thus feed speed is:
=3

2 Dexaxn 20x3.14x1600 . Vi = - - ;
= = = = t= fr xn =0.1x1500 = 150 (mm/min
£ Ve 1000 1500 100 (m/min) Ji (0 )
:

z @® Machining time @ Metal removal rate

Te (mMin): machining time

fr (mm/rev): feed rate per revolution
i- number of holes Id (mm): drilling depth Q = W
n (rev/min): spindle speed

2 Q (cm%min): metal removal rate
X X
Vi xm x Dc De(mm): drill diameter
Vs (mm/min): feed speed

& Example @ Example
Drilling a hole with a diameter of 20mm and a depth of Drill diameter is 20mm, feed speed is 160mm/rev,
40mm, cutting speed is 100m/min and feed rate per thus metal removal rate is:

revolution is 0.1mm/rev. Calculate the drilling time.

n= Vlc):xl?too - 128:;230 = 1600 (rev/min) ooVt xaxDe’ | 160x3.14x20° _ (i)
' T T ax1000  4x1000 -4 (emt 7t
To= —X o A0 o5 min

nxfr ~ 1600 x 0.1
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/ Recommended cutting parameters for shallow drills \

1SO Materials Hardness HB Diameter Dc Feed rate fn Cutting sp_eed Ve
mm mm/r m/min
13.0-21.0 0.05-0.09
22.0-33.0 0.05-0.09
Carbon steel 80-200 34.0-41.0 0.06-0.10 200(170-240)
42.0-50.0 0.07-0.11
51.0-58.0 0.08-0.12
13.0-21.0 0.05-0.09
22.0-33.0 0.05-0.12
Low alloy steel 150-260 34.0-41.0 0.06-0.14 170(140-220)
42.0-50.0 0.08-0.16
51.0-58.0 0.10-0.20
13.0-21.0 0.05-0.09
22.0-33.0 0.05-0.12
Hign alloy steel 150-320 34.0-41.0 0.06-0.16 150(120-180)
42.0-50.0 0.08-0.18
51.0-58.0 0.10-0.22
13.0-21.0 0.05-0.08
22.0-33.0 0.05-0.08
Cast steel 180-250 34.0-41.0 0.06-0.10 140(120-170)
42.0-50.0 0.07-0.11
51.0-58.0 0.07-0.12
13.0-21.0 0.05-0.09
Stainless steel 22.0-33.0 0.05-0.12
Ferrite 150-270 34.0-41.0 0.06-0.16 160(110-230)
Martensite 42.0-50.0 0.08-0.18 »
51.0-58.0 0.10-0.22 8
| r
13.0-21.0 0.05-0.09 =
22.0-33.0 0.05-0.11 =
Austenite 150-275 34.0-41.0 0.06-0.13 140(110-220)
42.0-50.0 0.08-0.14 =
51.0-58.0 0.10-0.16 <
B
13.0-21.0 0.05-0.10 _T::
22.0-33.0 0.05-0.14 2
llezol e 150-230 34.0-41.0 0.08-0.16 160(120-220) <
ron 42.0-50.0 0.10-0.20 2
51.0-58.0 0.12-0.24 £
S
=
13.0-21.0 0.05-0.10 -
22.0-33.0 0.05-0.14 £
Gray cast iron 150-220 34.0-41.0 0.08-0.16 200(170-240) E
42.0-50.0 0.10-0.20
51.0-58.0 0.12-0.24
13.0-21.0 0.05-0.09
22.0-33.0 0.05-0.12
Nodular cast 160-250 34.0-41.0 0.06-0.14 160(130-200)
ron 42.0-50.0 0.08-0.16
51.0-58.0 0.10-0.20
13.0-21.0 0.05-0.10
22.0-33.0 0.05-0.14
N(r’:e‘;et;rl‘;us 60-110 34.0-41.0 0.08-0.16 300(250-350)
42.0-50.0 0.10-0.20
51.0-58.0 0.12-0.24
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