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'BORING TOOL

~———— How to choose the right solid carbide drills

Drilling Tools

/ How to choose the right solid carbide drills \

———— Shape
———® Shape size

———o Product category

ng of soft steel, st

less steel —

% B L]
{ SSEEmm—m——— b
Internal coolant Straight shank l2 A s
T — 2 R =
Internal coolant Whistle notch shank ? 0
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.
Drill Drilling Cooling | Shank Basic dimer )
i Shank Overall
d;r("r:;e)r ‘17/':;;] mode | type Type dameter | Jengin | Flte length [ R shank length _ grade
d2(he) 11 I2 I3 la KDG303
3 Straight 1534ST03C-0300 6 62 20 14 36 *
3.0 5 shank 1536ST05C-0300 6 66 28 23 36 *
5 VWhistlenoleh  4736ST05C-0300 6 66 28 23 36 o
3 Straight 1534ST03C-0310 6 62 20 14 36 P
3.1 5 shank 1536ST05C-0310 6 66 28 23 36 %
5 VWhistle notch 1736ST05C-0310 6 66 28 23 36 *
3 Straight 1534ST03C-0320 6 62 20 14 36 *
3.2 5 shank 1536ST05C-0320 6 66 28 23 36 *
5 \Whistle notch 1736ST05C-0320 6 66 28 23 36 %
3 Straight 1534ST03C-0325 6 62 20 14 36 %
3.25 5 | Internal | shank 15365T05C-0325 6 66 28 23 36 =
coolant
5 Vhistienoleh - 4736ST05C-0325 6 66 28 23 36 *
3 Straight 1534ST03C-0330 6 62 20 14 36 %
3.3 5 shank 1536ST05C-0330 6 66 28 23 36 %
5 Whistle notch 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 %
5 \Whistle notch 1736ST05C-0340 6 66 28 23 36 *
3 Straight 1534ST03C-0350 6 62 20 14 36 %
3.5 5 shank 1536ST05C-0350 6 66 28 23 36 *
5 VWhistlenoleh  17365T05C-0350 6 66 28 23 36 o
¢ Recommended grade ( produce according to order)
( . .
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade i Carbon | Pre-hardened steel, Hardened steel 5 = Heat
Mild steel Steel, sta;nlelss Cast iron No?ylar Alunlr;mum Col;laper resistant
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC | St¢® CERHIED || ey ey alloy
KDG303 o o o o
L
r N\
Codm Cutting pa@ Cutting pa@ Non-standard cus(@
c6 c83 C87-C93 €94-C98
L J
Specifications @
————= Applicable workpiece Type, depth of drilling, cooling system, type
material range of shank, basic dimensions and grade.

o Product features

e Code key, cutting parameters,
technical information, non-standard customization



interchaneable head drills
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Drills >
Drilling tools overviews (4
Solid carbide drills ¢ C5-C98
Grade introduction for solid carbide drills C5
Solid carbide drills code key Ccé6
Solid carbide drills overview C9-C78
Recommended cutting parameters for
solid carbide drills C79-C86
Technical information for solid carbide drills C87-C93
Non-standard customization tools C94-C98
Indexable U drill ¢ C99-C129
U drills code key C100
U drills overview C103-C121
U drills code key C122-C123
U drills inserts overview C124-C126
Technical information for U drills C127
Recommended cutting parameters for C128-129
U drills
Interchangeable head drills ¢  C130-C143
Interchangeable head drills code key C131
Interchangeable head drill tool holders overview C132-C135
Interchangeable head drills overview C136-C140
Technical information for interchaneable C141-C142
head drills
Recommended cutting parameters for ¢  C143

C3



~————— Drilling tools overview

/ Drilling tools overview A\
Workpiece material Page
o
z s/ BN~ O ¢ | ¢
=1 | @& vlolelolz|z|z| 8 =
S T‘ép.ﬁ g Type Shape of drills = o) S|S|2(8|S|8|& = a
= | s 3| 3 |2/3|z|5|8|z|8| & 3
g g S |8|s|g|s|8|2|s| & B
. 8 & |®|zla|"|5|8|3| S g
@ 3| 3138 3
oI o] 25| e
Sle 8 g
External
GDO3 wolng | 92025 |0 | © 0| 0|0 |0
o)
g GD03C e 'c”;ji?fg' @3.025 |O|0|0|0|0O]|O
]
3 | Twist drill| GD05 S — E’g;::;' @2g25 | O| 0|0 |O0|0O|O C9-C44 | C79-C80
Q
=r
=) GD05C DT em— | 03025 | 0| 0|0 |0 0|0
8 e cooling
Internal
GDO08C DS — | | 03018 | O |0 | O| 0|00
So 1588SL Internal
=3 |Twist dri —_——rsr——— - -
(g% Twist drill 12/20/30C = - -~ cooling @3-220 | O | ©O | OO | O | O C48-C51 C81
s g
2 8 |Twist drill| 1534SP [ ——— 'c”;zl'lffg' g3pia | O|lo|O|o|0O]|O C52-C53 | C82
@ g
» Internal
&7 1534ST03C SsSSS=— | %3920 |00 |0 o}
2
@ S | Twist drill| 1536ST05C | SN e r— 'C”;zlrlrr‘fg' 23-920 |© | O | © o} cs5-c67 | C83
2]
N -~
= D
g 1736ST05C | (eSS = o 93620 (0| O | © o
e i —— Bl
| mosscos - wolng | 22016 o|o
o Twist drill c | C68-71 C83
= - 1101SC05 o W S —————] cf;[:; 22-916 0|0
=] o
g i Three — External
% 5 flute drill 1165PA03 m cooling 33-320 (ORNCRRCRNO] C72-C75 C84
< =
3 5 —_— " o
2 S | sraignt 1576PC05 wolng | 24020 o|o N
= 8 | flute drill Internal
7} 1579PC15C | & * | ooling @5-014 O |0
5 1143SC90 S R 20 o|o
Centering cooling c78 86
ll
aill | 114350120 | A — Ef;[;;' 25-220 olo
§ zsb p—PN P "™ |0 |0 |00 0|0 C103-C114|C130-C129
@ % 02/03/04/05 cooling
Z S | Uadril
(7]
e ZTD — = | rtermal
% 02/03/04/05 }-i cooling @13-@50 | © | © | O | O | O C118-C121|C130-C129
a3
=o a3
= 2 3 |Interchangeable| ZTK Internal y y
22| neatdis | 015/03/04/08 , cooling| 2129251 © | © ) O 1 0 © C132-C135|  C151

OVery suitable OSuitable

C4



Grade introduction of solid carbide drills ————~

Grade introduction of solid carbide drills

/

o Coated grade
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.

AICrN substrate composite coating KDG3013 Conventional coating

L.

KDG303

Ultra-fine carbide substrate with high strength, i
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. Common TIAIN coating nc-TIAIN coating
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> Uncoated grade

YK20r

Ultra-fine grain carbide substrate with high hardness, outstanding wear
resistance, and long tool life.

THZS N
YK3O0F
Ultra-fine carbide substrate with high strength, toughness and wear resistance
gives the cutting edge perfect strength.
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'BORING TOOL / Drilling Tools V)

~———— Solid carbide drills code key

/ Solid carbide drills code key \
Type to tool Mode of coollng Type of shank '
GD P Twist Drills for General Machining | | C P Intrnal cooling S P slim shank
- Default P Extemnal coollng Defauit P meet DING535HA standard )
Length code Spemf' catlon
03 p3d 0600 P Nominal diameter in compliance with DIN6535HA regulatlon
05 p 5d
.08 p&d
(Code Description )
1 | As per DIN338
2 | As per DIN1897 ” —
3 | As per QJ/ZZQ(TO)01.001.002 Code SEoreron
4 | As per DINB537K SL | Deep twist drills
5 | As per DINBS53TK ST | Twist drill for soft steel, stainless steel
S PErDINE SC | Twist drill for AL alloy and cast iron
7 | As per the rule ZZC-C in QJ/ZZQ(TO)01.001.002 | - -
8 | As per the rule ZZC-D in QJ/ZZQ(TO)01.001.002 PA | Three flute drill for AL alloy and cast iron
9 | As per the rule ZZC-E in QJ/IZZQ(T0)01.001.002! PC | Straight flute drill for aluminum, cast iron
Length code ' Geometry
<
[Code Description | Code Description
Cc Internal coolant
1 Drills
Default| External coolant

Type of shank Type of drill ' Specification
Code Description Code Description ! Code Description
1 | Straight shank 0 Twist drill 0850 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
_ 9 | Tapered shank 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
I —g%—~ Ej:g:: 90 pilot drill with 90° poeint angle
08 (7~8) d
12 (12)d 120 pilot drill with 120° point angle
15 (15) d
| 20 (20)d
L 30 (30) d

Cé




TW|st Drills}for
GeneralfMachining
Ap | f'

Versatile, for hig
machining in a varie

@ Linear cutting edge with high
strength.

Optimized drill point structure
for better cutting performance.

@ Simulation in combination with testing
for superior overall performance.

@ Professional after treatment for
coating ensures low-resistance
high-efficiency machining.

@ Double edge-line design for
improved machining stability.



Long and stable tool life

GD series drill

B company

tool: GD05C-0560

workpiece material: C70S6(HRC30)
Vc=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

~
GD series drill

B company tool: GD05C-1000

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

Tool life(m)

outstanding machining precision

quality of hole wall:

tool: GD03C-0820

workpiece material: C70S6(HRC30)
Vc=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: GD05C-0600

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

GD series drill A company




GD series ————

GD series General machining N

: 1 S 140 TSNS -—-— 8
< :
I2 | l4
External coolant Straight shank 11
y | :
‘s"'-._
Internal coolant Straight shank 2 I ls
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Driling Basic dimension(mm) Suitable for thread Grade
) Cooling| Shank Shank | Overall | Flute |Recommended Shank "
diameter| depth Type : - cutting taps /
d1(m7) (|/d) mode | type yp diameter | length | length | drilling depth | length tread milling | forming taps KDG3013
d2(he) I1 l2 I3 l4 cutters
3 GD03-0200S 3 58 13 9 28 O
5 GD05-0200S 3 58 18 14 28 O
2.0 NO.2-64UNF
3 GD03-0200 4 58 13 9 28 [
5 GD05-0200 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 GD03-0210 4 58 13 9 28 [ J
5 GDO05-0210 4 58 18 14 28 [ J
3 GD03-0215S 3 58 13 9 28 O
215 5 External | Straight GDO05-0215S 3 58 18 14 28 O
. NO.3-56UNF
3 |coolant| shank | Gp3.0215 4 58 13 9 28 ° 2
5 GD05-0215 4 58 18 14 28 ° 3
3 GDO03-0220S 3 58 13 9 28 O 8
22 5 GD05-0220S 3 58 18 14 28 @)
' 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
23 5 GD05-0230S 3 58 18 14 28 M2.5%0.45 O
' 3 GD03-0230 4 58 13 9 28 NO.3-56UNF| @
5 GD05-0230 4 58 18 14 28 [ J
@ Stock available O Make-to-order
p>> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | wild steel Cse:;t;?n Pl szl Ll el s | g Castiron | Nodular | Aluminum | Copper re:'i;)taatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! essilin | elloy lleyy alloy
KDG3013 O (@) @) O (@)} (@) O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
C6 C79-C80 C87-C93 C94-C98

C9



~—— GD series

GD series General machining N

~ s[140°7Y = - - } gl
< :
I2 l4
External coolant Straight shank ho
- * :
\‘-._
Internal coolant Straight shank l2 I 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
. Cooling| Shank Shank | Overall | Flute |Recommended Shank !
diameter| depth Type 5 o cutting taps /
d1(m7) (|/d) mode | type diameter | length | length | drilling depth | length tread milling | forming taps KDG3013
d2(he) I1 l2 I3 l4 cutters
3 GD03-0235S 3 58 17 12 28 @)
5 GDO05-0235S 3 58 22 17 28 O
2.35 NO.4-40UNC
3 GD03-0235 4 58 17 12 28 [ J
5 GD05-0235 4 58 22 17 28 [ J
3 GD03-0240S 3 58 17 12 28 O
5 GDO05-0240S 3 58 22 17 28 @)
24 NO.4-48UNF
3 GD03-0240 4 58 17 12 28 [ J
5 GD05-0240 4 58 22 17 28 ()
3 GD03-0250S 3 58 17 12 28 O
5 GD05-0250S 3 58 22 17 28 @)
2.5 M3x0.5
o 3 GD03-0250 4 58 17 12 28 )
g 5 GD05-0250 4 58 22 17 28 °
3 3 GD03-0255S 3 58 17 12 28 o
5 ; GD05-0255S 3 58 22 17 28 O
2.55 EXtelmi' St;a'g:t NO.4-40UNC
3 | coolant | shan GDO03-0255 4 58 17 12 28 )
5 GDO05-0255 4 58 22 17 28 [}
3 GD03-0260S 3 58 17 12 28 O
5 GD05-0260S 2 58 22 17 28 @)
2.6 NO.4-48UNF
3 GD03-0260 4 58 17 12 28 [
5 GD05-0260 4 58 22 17 28 [ J
3 GD03-0265S 3 58 17 12 28 O
5 GD05-0265S 3 58 22 17 28 O
2.65 NO.5-40UNC
3 GD03-0265 4 58 17 12 28 [
5 GDO05-0265 4 58 22 17 28 [
3 GD03-0270S 3 58 17 12 28 O
5 GD05-0270S 3 58 22 17 28 (@)
2.7 NO.5-44UNF
3 GD03-0270 4 58 17 12 28 )
5 GD05-0270 4 58 22 17 28 [

@ Stock available O Make-to-order

c10



GD series-—————~

Drill | Drilling Cooling| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
cameter deblh " roge’ e TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 GD03-0280S 3 58 17 12 28 o
08 5 GD05-0280S 3 58 22 17 28 a0 o)
3 GD03-0280 4 58 17 12 28 °
5 GD05-0280 4 58 22 17 28 °
3 GD03-0285S 3 58 17 12 28 o
285 5 GD05-0285S 3 58 22 17 2 | esUNG o
3 GD03-0285 4 58 17 12 28 °
5 GD05-0285 4 58 22 17 28 °
3 |External GD03-0290S 3 58 17 12 28 o)
5 | coolant GD05-0290S 3 58 22 17 28 NO.5-40UNC| O
29 3 GD03-0290 4 58 17 12 28 NO.5-44UNF| @
5 GD05-0290 4 58 22 17 28 °
3 GD03-0295S 3 58 17 12 28 o
205 5 GD05-0295S 3 58 22 17 B | 0 640UNF o)
3 GD03-0295 4 58 17 12 28 °
5 GD05-0295 4 58 22 17 28 °
3 Straight|  GD03-03008 3 62 20 14 36 o
5 shank | Gp05-0300S 3 66 28 23 36 o)
3 | nternal GD03C-0300S 3 62 20 14 36 o
5 | coolant GD05C-0300S 3 66 28 23 36 o)
3.0 3 | external 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 | mema GDO05C-0300 6 66 28 23 36 °
»
8 GDO08C-0300 6 72 34 29 36 %
3
3 |External GD03-0310S 4 62 20 14 36 ° a
5 | coolant GD05-0310S 4 66 28 23 36 ) ©
3 | internal GD03C-0310S 4 62 20 14 36 °
5 | coolant GD05C-0310S | 4 66 28 23 36 °
3.1 3 | Exteral 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 | mema GD05C-0310 6 66 28 23 36 0
8 GD08C-0310 6 72 34 29 36
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
p>> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess . Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! egilien | ey gley alloy
KDG3013 O © (@) O @) © O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
cé C79-C80 C87-C93 C94-C98

Cc11
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~—— GD series

GD series General machining

: _ 5[1407 - —--1 4
13
12 l4
External coolant Straight shank 11
" ’ :
\"-._
Internal coolant Straight shank 2 I la
;
@ 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
) Cooling| Shank Shank | Overall | Flute [Recommended Shank "
diameter| depth Type ; s cutting taps /
di(m) | (/d) mode | type yp diameter | length | length | driling depth | length tread milling | forming taps KDG3013
d2(he) I1 l2 I3 l4 cutters
3 |External GD03-0315S 4 62 20 14 36 °
5 | coolant GD05-0315S 4 66 28 23 36 °
3 | intemnal GD03C-0315S 4 62 20 14 36 °
5 | coolant GD05C-0315S 4 66 28 23 36 °
3.15 NO.6-32UNC
3 |External GD03-0315 6 62 20 14 36 0
5 | coolant GD05-0315 6 66 28 23 36 o)
3 | internal GD03C-0315 6 62 20 14 36 0
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 GD05C-0320S 4 66 28 23 36 °
3.2 3 | extomal| a9 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 0
5 | mema GD05C-0320 6 66 28 23 36 o
8 GD08C-0320 6 72 34 29 36 0
3 |External GD03-0325S 4 62 20 14 36 °
5 | coolant GD05-0325S 4 66 28 23 36 °
3 | intemnal GD03C-0325S 4 62 20 14 36 °
325 5 | coolant GD05C-0325S 4 66 28 23 36 °
’ 3 |External GD03-0325 6 62 20 14 36 0
5 | coolant GD05-0325 6 66 28 23 36 o)
3 | intemal GD03C-0325 6 62 20 14 36 0
5 | coolant GD05C-0325 6 66 28 23 36 o)

C12

@ Stock available

O Make-to-order



GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |External GD03-0330S 4 62 20 14 36 °
5 | coolant GD05-0330S 4 66 28 23 36 °
3 | internal GD03C-0330S 4 62 20 14 36 °
5 | coolant GD05C-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 GD03C-0330 6 62 20 14 36 o
5 | mema GDO05C-0330 6 66 28 23 36 o
8 GD08C-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 |Mntemal GD05C-0340 6 66 28 23 36 o
8 Straight| GD08C-0340 6 72 34 29 36 o
3 lextemnal| S | GD03-03508 4 62 20 14 36 °
5 | coolant GD05-0350S 4 66 28 23 36 °
3 | internal GD03C-03508 4 62 20 14 36 °
5 | coolant GD05C-03508 4 66 28 23 36 M4x0.5 °
35 3 |External GD03-0350 6 62 20 14 36 |NO.8-32UNC o)
5 | coolant GD05-0350 6 66 28 23 36 |NO.8-36UNF o)
3 GD03C-0350 6 62 20 14 36 o %
5 | Imema GDO05C-0350 6 66 28 23 36 o é
8 GD08C-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 GD03C-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 | Inema GD05C-0360 6 66 28 23 36 o
8 GD08C-0360 6 72 34 29 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> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | wild steel Csé:;t;?n Pre-hardened steel, Hardened steel | giainjess Castiron | Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! essilin | elloy lleyy alloy
KDG3013 O © (@) O @) © O
Codek(d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98

C13



~—— GD series

GD series General machining N

B 51407} S -—-—- 4
: 13
I2 | l4
External coolant Straight shank 11
‘k a 3
~
Internal coolant Straight shank 2 ” la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling coolinal Shank SR Bas"ic di':T(:nsic;n(mm) e — Suitable for thread Grade
d:ﬁ?:ﬁ;e)r (1|e/F()it)h modeg type Type dian?gter Ie\:legrtah Ienugteh gr?lcl)lnmg;n (?:ptﬁ Ien?;rt]h (t::je:gggn:ﬁl‘i):g/ forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 |External GD03-0370S 4 62 20 14 36 °
5 | coolant GD05-0370S 4 66 28 23 36 °
3 | intemnal 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 0
5 | coolant GD05-0370 6 66 28 23 36 o
3 GD03C-0370 6 62 20 14 36 o)
5 |Inomal GD05C-0370 6 66 28 23 36 0
8 GD08C-0370 6 72 34 29 36 o)
3 |external GD03-0380S 4 66 24 17 36 °
o 5 | coolant GD05-0380S 4 74 36 29 36 °
g 3 | internal GD03C-0380S | 4 66 24 17 36 °
3 5 | coolant Straight| GD05C-0380S 4 74 36 29 36 x5 °
3.8 3 lexternal| S | GD03-0380 6 66 24 17 36 NO.8.32UNG L...O
5 | coolant GD05-0380 6 74 36 29 36 o)
3 GD03C-0380 6 66 24 17 36 o)
5 | mema GD05C-0380 6 74 36 29 36 o
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 | intemnal GD03C-0385S 4 66 24 17 36 °
2.85 5 | coolant GD05C-0385S 4 74 36 29 36 \o.8360NE |
3 |External GD03-0385 6 66 24 17 36 o)
5 | coolant GD05-0385 6 74 36 29 36 o
3 | intemnal GD03C-0385 6 66 24 17 36 o)
5 | coolant GD05C-0385 6 74 36 29 36 o

@ Stock available O Make-to-order
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Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |External GD03-0390S 4 66 24 17 36 °
5 | coolant GD05-0390S 4 74 36 29 36 °
3 | internal GD03C-0390S 4 66 24 17 36 °
5 | coolant GD05C-0390S 4 74 36 29 36 °
3.9 3 |Extemal GD03-0390 6 66 24 17 36 Si:\f; o)
5 | coolant GD05-0390 6 74 36 29 36 o)
3 GD03C-0390 6 66 24 17 36 o)
5 | mema GDO05C-0390 6 74 36 29 36 o
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 GD05C-0400S 4 74 36 29 36 °
4.0 3 |external GD03-0400 6 66 24 17 36 o
5 | coolant GD05-0400 6 74 36 29 36 o
3 GD03C-0400 6 66 24 17 36 o
5 |Mntemal GD05C-0400 6 74 36 29 36 o
8 Straight| GDOBC-0400 6 81 43 36 36 o
3 lextemal| S | GD03-04108 5 66 24 17 36 @
5 | coolant GD05-0410S 5 74 36 29 36 o)
3 | internal GD03C-0410S 5 66 24 17 36 o
5 | coolant GD05C-0410S 5 74 36 29 36 o)
4.1 3 |Extemal GD03-0410 6 66 24 17 36 |NO.10-32UNF °
5 | coolant GD05-0410 6 74 36 29 36 °
3 GD03C-0410 6 66 24 17 36 ° %
2
5 | Imema GDO05C-0410 6 74 36 29 36 ° g
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 e}
3 | internal GD03C-0420S 5 66 24 17 36 o
5 | coolant GD05C-0420S 5 74 36 29 36 o
42 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 | Inema GD05C-0420 6 74 36 29 36 °
8 GD08C-0420 6 81 43 36 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> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | wild steel Csé:;t;?n Pre-hardened steel, Hardened steel | giainjess Castiron | Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! egilien | ey gley alloy
KDG3013 O © (@) O @) © O
Codek(d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98
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GD series General machining

: _ 5[1407 - —--1 4
13
12 la
External coolant Straight shank 11
" ’ :
\‘-._
Internal coolant Straight shank l2 I la
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Drill | Drilling Cooling| Shank Shank | Overall | Flute |R ded Shank
diameter| depth Type SITEI W] sl SCOENCS anKk | cutting taps /
di(m) | (/d) mode | type yp diameter | length | length | driling depth | length tread milling | forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 | External GD03-0430S 5 66 24 17 36 )
5 | coolant GDO05-0430S 5 74 36 29 36 o)
3 | internal GD03C-0430S 5 66 24 17 36 )
5 | coolant GD05C-0430S 5 74 36 29 36 o)
4.3 3 | External GD03-0430 6 66 24 17 36 °
5 | coolant GDO05-0430 6 74 36 29 36 °
3 GD03C-0430 6 66 24 17 36 °
5 |Inomal GD05C-0430 6 74 36 29 36 °
8 GD08C-0430 6 81 43 36 36 )
3 | External GD03-0435S 5 66 24 17 36 )
5 | coolant GD05-0435S 5 74 36 29 36 0
3 | nternal GD03C-0435S 5 66 24 17 36 )
5 coolant : GD05C-0435S 5 74 36 29 36 @)
4.35 St{f'g:t NO.10-24UNC
3 |External| S2" GD03-0435 6 66 24 17 36 °
5 coolant GDO05-0435 6 74 36 29 36 )
3 | |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 )
5 coolant GD05-0440S 5 74 36 29 36 )
3 | internal GD03C-0440S 5 66 24 17 36 )
5 | coolant GD05C-0440S 5 74 36 29 36 o)
4.4 3 | External GD03-0440 6 66 24 17 36 °
5 | coolant GDO05-0440 6 74 36 29 36 °
3 GD03C-0440 6 66 24 17 36 °
5 | nema GD05C-0440 6 74 36 29 36 °
8 GD08C-0440 6 81 43 36 36 )

Cc16
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GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |External GD03-0445S 5 66 24 17 36 o)
5 | coolant GD05-0445S 5 74 36 29 36 o)
3 | nternal GD03C-0445S 5 66 24 17 36 o)
445 5 | coolant GD05C-0445S 5 74 36 29 36 NS
3 |External GD03-0445 6 66 24 17 36 °
5 | coolant GD05-0445 6 74 36 29 36 °
3 | intemal 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 GD05C-0450S 5 74 36 29 36 o
45 3 |External GD03-0450 6 66 24 17 so |\ 122AUNG °
5 | coolant GD05-0450 6 74 36 29 36 Mo0:5 °
3 GD03C-0450 6 66 24 17 36 °
5 |Intomal GDO05C-0450 6 74 36 29 36 °
8 Straight| GD0BC-0450 6 81 43 36 36 o)
3 lexternal| S | GD03-0460S 5 66 2 17 36 @
5 | coolant GD05-0460S 5 74 36 29 36 o)
3 | internal GD03C-0460S 5 66 24 17 36 o)
5 | coolant GD05C-0460S 5 74 36 29 36 o)
4.6 3 | External GD03-0460 6 66 24 17 36 °
5 | coolant GD05-0460 6 74 36 29 36 °
3 GD03C-0460 6 66 24 17 36 °
5 | mema GDO05C-0460 6 74 36 29 36 ° g
8 GD08C-0460 6 81 43 36 36 o) 3
3 |External GD03-0465S 5 66 24 17 36 o)
5 | coolant GD05-0465S 5 74 36 29 36 o)
3 | nternal GD03C-0465S 5 66 24 17 36 o)
465 5 | coolant GD05C-0465S 5 74 36 29 36 0.8 o
3 |external GD03-0465 6 66 24 17 36 °
5 | coolant GDO05-0465 6 74 36 29 36 °
3 | internal GD03C-0465 6 66 24 17 36 °
5 | coolant GD05C-0465 6 74 36 29 36 °
Note: For drilling depth (I/d) of 8 ,namely GD0O8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess . Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! egilien | ey gley alloy
KDG3013| O (@) @) e} @} @) 0
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98
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GD series General machining

\
B 51407} - —--1 4
: 13
I2 l4
External coolant Straight shank 11
: - 3
~
Internal coolant Straight shank 2 ” la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling coolinal Shank SR Bas"ic di':T(:nsic;n(mm) e — Suitable for thread Grade
d:ﬁ?:ﬁ;e)r (1|e/F()it)h modeg type Type dian?gter Ie\:legrtah Ienugteh gr?lcl)lnmg;n (?:ptﬁ Ien?;rt]h (t::je:gggn:ﬁl‘i):g/ forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 | external GD03-0470S 5 66 24 17 36 o)
5 | coolant GD05-0470S 5 74 36 29 36 o
3 | internal GD03C-0470S 5 66 24 17 36 o)
5 | coolant GD05C-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 |Inomal GD05C-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 | \nternal GD03C-0480S 5 66 28 20 36 o)
5 | coolant GD05C-0480S 5 82 44 35 36 o)
4.8 3 |extomal| a9 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 | mema GD05C-0480 6 82 44 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 | internal GD03C-0490S 5 66 28 20 36 o)
5 | coolant GD05C-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 | nema GDO05C-0490 6 82 44 35 36 °
8 GD08C-0490 6 95 57 48 36 o)
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GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |external GD03-0500S 5 66 28 20 36 o)
5 | coolant GD05-0500S 5 82 44 35 36 o)
3 | internal GD03C-05008 5 66 28 20 36 o)
5 | coolant GD05C-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 | mema GDO05C-0500 6 82 44 35 36 °
8 GD08C-0500 6 95 57 48 36 o)
3 |Exteral 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 | nema 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 Staloht|  GD03C-0520 6 66 28 20 36 °
5 |Intemal GD05C-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 °
5.25 M6x0.75
3 | internal GD03C-0525 6 66 28 20 36 °
5 | coolant GD05C-0525 6 82 44 35 36 )
3 | External GD03-0530 6 66 28 20 36 °
5 | coolant GD05-0530 6 82 44 35 36 ° %
5.3 3 GD03C-0530 6 66 28 20 36 ° a
5 | Imema GD05C-0530 6 82 44 35 36 ° ©
8 GD08C-0530 6 95 57 48 36 o)
3 |External GD03-0540 6 66 28 20 36 °
5 | coolant GD05-0540 6 82 44 35 36 °
5.4 3 GD03C-0540 6 66 28 20 36 °
5 | nema 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 GD08C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess . Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! essilin | elloy lleyy alloy
KDG3013| O (@) @) e} @} @) 0
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98
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GD series General machining N

B 51407} S -—-—- 4
: 13
I2 | l4
External coolant Straight shank 11
‘k a 3
~
Internal coolant Straight shank 2 ” la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling coolinal Shank SR Bas"ic di':T(:nsic;n(mm) e — Suitable for thread Grade
d:ﬁ?:ﬁ;e)r (1|e/F()it)h modeg type Type dian?gter Ie\:legrtah Ienugteh gr?lcl)lnmg;n (?:ptﬁ Ien?;rt]h (t::je:gggn:ﬁl‘i):g/ forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 |External GD03-0550 6 66 28 20 36 °
5 | coolant GD05-0550 6 82 44 35 36 °
5.5 3 GD03C-0550 6 66 28 20 36 | 1/4-28UNF °
5 'c”;gr;‘jt' 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 °
R Internal GD03C-0555 6 66 28 20 36 °
5 | coolant GD05C-0555 6 82 44 35 36 °
3 |external GD03-0560 6 66 28 20 36 °
o 5 | coolant GD05-0560 6 82 44 35 36 °
o 5.6 3 GD03C-0560 6 66 28 20 36 M6x1 °
%‘ 5 | mema GD05C-0560 6 82 44 35 36 °
8 Straight|  GD08C-0560 6 95 57 48 36 o
3 lexternal| S | 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 | Imema GDO05C-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 GD05C-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 |Mntomal GDO05C-0580 6 82 44 35 36 °
8 GD08C-0580 6 95 57 48 36 o)

@ Stock available O Make-to-order
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Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |Extemal 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 | mema GDO05C-0590 6 82 44 35 36 °
8 GD08C-0590 6 95 57 48 36 o)
3 |External GD03-0595 6 66 28 20 36 °
595 5 | coolant GD05-0595 6 82 44 35 36 4 2BUNF )
3 | internal GD03C-0595 6 66 28 20 36 °
5 | coolant GD05C-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 'C”cfﬁlr;‘r?t' GD05C-0600 6 82 44 35 36 °
8 GD08C-0600 6 95 57 48 36 o
3 | external GD03-0610S 7 79 34 24 36 o)
5 | coclant| o aight| GD05-0610S 7 91 53 43 36 o
3 |intemal | S/ | GD03C-06108 | 7 79 34 24 36 @
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 lcn;?)g:tl GD05C-0610 8 91 53 43 36 °
8 GD08C-0610 8 114 76 66 36 o)
3 |External GD03-0620S 7 79 34 24 36 o)
5 | coolant GD05-0620S 7 91 53 43 36 o) %
3 | internal GD03C-0620S 7 79 34 24 36 o) é
5 | coolant GD05C-0620S 7 91 53 43 36 o)
6.2 3 | External GD03-0620 8 79 34 24 36 °
5 | coolant GD05-0620 8 91 53 43 36 o
3 GD03C-0620 8 79 34 24 36 °
5 | mema GD05C-0620 8 91 53 43 36 °
8 GD08C-0620 8 14 76 66 36 o)
Note: For drilling depth (I/d) of 8 ,namely GD0O8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess . Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! essilin | elloy lleyy alloy
KDG3013 O © (@) O @) © O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
cé C79-C80 C87-C93 C94-C98
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GD series General machining

: _ 5[1407 - —--1 4
13
12 l4
External coolant Straight shank 11
" * :
\"-._
Internal coolant Straight shank l2 I 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
) Cooling| Shank Shank | Overall | Flute [Recommended Shank "
diameter| depth Type ; i cutting taps /
di(m) | (/d) mode | type yp diameter | length | length | driling depth | length tread milling | forming taps [KDG3013
d2(hs) l1 I2 I3 l4 cutters
3 External GD03-0630S 7 79 34 24 36 (@]
5 | coolant GD05-0630S 7 91 53 43 36 o
3 | nternal GD03C-0630S | 7 79 34 24 36 o
5 | coolant GD05C-0630S 7 91 53 43 36 o)
6.3 3 |edternal 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 |Inomal GDO05C-0630 8 91 53 43 36 °
8 GD08C-0630 8 114 76 66 36 o}
3 | External GD03-0640S 7 79 34 24 36 o
5 | coolant GD05-0640S 7 91 53 43 36 o)
3 | nternal GDO03C-0640S | 7 79 34 24 36 o
5 | coolant GD05C-0640S 7 91 53 43 36 o
64 | 3 |gomal 29" GD03-0640 8 79 | a4 24 36 °
5 | coolant GD05-0640 8 91 53 43 36 °
3 GDO03C-0640 8 79 34 24 36 [ ]
5 | mema GD05C-0640 8 91 53 43 36 °
8 GD08C-0640 8 114 76 66 36 @]
3 |edternal GD03-0650S 7 79 34 24 36 0
5 | coolant GD05-0650S 7 91 53 43 36 o
3 | internal GD03C-0650S | 7 79 34 24 36 o
5 | coolant GD05C-0650S 7 91 53 43 36 o)
6.5 3 | External GD03-0650 8 79 34 24 36 )
5 | coolant GDO05-0650 8 91 53 43 36 °
8 GD03C-0650 8 79 34 24 36 [ ]
5 | nema GDO05C-0650 8 91 53 43 36 °
8 GD08C-0650 8 114 76 66 36 o}
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GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |external GD03-0660S 7 79 34 24 36 o
5 | coolant GD05-0660S 7 91 53 43 36 o)
3 | internal GD03C-0660S 7 79 34 24 36 o)
5 | coolant GD05C-0660S 7 91 53 43 36 o)
6.6 3 |External GD03-0660 8 79 34 24 36 |5M16-18UNC|  M7x1 °
5 | coolant GD05-0660 8 91 53 43 36 °
3 GD03C-0660 8 79 34 24 36 °
5 | mema GDO05C-0660 8 91 53 43 36 °
8 GD08C-0660 8 14 76 66 36 o)
3 |edternal GD03-0670S 7 79 34 24 36 o)
5 | coolant GD05-0670S 7 91 53 43 36 o
3 | internal GD03C-0670S 7 79 34 24 36 o)
5 | coolant GD05C-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 |Inomal GD05C-0670 8 91 53 43 36 °
8 S;;aa'gf(‘t GD08C-0670 8 114 76 66 36 o)
3 | External GD03-0675S 7 79 34 24 36 o
5 | coolant GD05-0675S 7 91 53 43 36 o)
3 | internal GD03C-0675S 7 79 34 24 36 o)
6.75 5 | coolant GD05C-0675S 7 91 53 43 36 et 25 o
3 |external GD03-0675 8 79 34 24 36 °
5 | coolant GD05-0675 8 91 53 43 36 °
3 | intemnal GD03C-0675 8 79 34 24 36 ° %
5 | coolant GD05C-0675 8 91 53 43 36 ° a
3 |edternal GD03-0680S 7 79 34 24 36 o) ©
5 | coolant GD05-0680S 7 91 53 43 36 o)
3 | internal GD03C-0680S 7 79 34 24 36 o)
5 | coolant GD05C-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 GD03C-0680 8 79 34 24 36 °
5 | Intema GD05C-0680 8 91 53 43 36 °
8 GD08C-0680 8 14 76 66 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> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess . Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! egilien | ey gley alloy
KDG3013 O © (@) O @) © O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98
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GD series General machining

\
B 51407} - —--1 4
: 13
I2 l4
External coolant Straight shank 11
: - 8
S
Internal coolant Straight shank 2 ” la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling coolinal Shank SR Bas"ic di':T(:nsic;n(mm) e — Suitable for thread Grade
d:ﬁ?:ﬁ;e)r (1|e/F()it)h modeg type Type dian?gter Ie\:legrtah Ienugteh gr?lcl)lnmg;n (?:ptﬁ Ien?;rt]h (t::je:gggn:ﬁl‘i):g/ forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 | External GD03-0690S 7 79 34 24 36 O
5 | coolant GD05-0690S 7 91 53 43 36 o
3 | internal GD03C-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 o
5 | coolant GD05-0690 8 91 53 43 36 °
3 GD03C-0690 8 79 34 24 36 °
5 |Inomal GD05C-0690 8 91 53 43 36 °
8 GD08C-0690 8 14 76 66 36 O
3 | External GDO03-0700S 7 79 34 24 36 O
5 | coolant GD05-0700S 7 91 53 43 36 o
3 | nternal GDO03C-0700S 7 79 34 24 36 O
5 | coolant GD05C-0700S 7 91 53 43 36 @)
7.0 3 |Extemal| Straight| GD03-0700 8 79 34 24 36 M8x1 °
5 | coolant| shank | Gp05.0700 8 91 53 43 36 °
3 GDO03C-0700 8 79 34 24 36 °
5 | mema GD05C-0700 8 91 53 43 36 °
8 GDO08C-0700 8 116 76 66 36 O
3 |External GD03-0710 8 79 41 29 36 o
5 | coolant GDO05-0710 8 91 53 43 36 °
741 3 GD03C-0710 8 79 41 29 36 o
5 | nema GDO05C-0710 8 91 53 43 36 °
8 GD08C-0710 8 116 76 66 36 O
3 | External GD03-0720 8 79 41 29 36 o
5 | coolant GD05-0720 8 91 53 43 36 °
7.2 3 GD03C-0720 8 79 41 29 36 °
5 |Mntomal GDO05C-0720 8 91 53 43 36 °
8 GD08C-0720 8 116 76 66 36 O

C24

@ Stock available

O Make-to-order



GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
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 36 516-18UNC| @
5 | mema GDO05C-0730 8 91 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 GD03C-0740 8 79 41 29 36 °
5 L”;glrgjt' GD05C-0740 8 91 53 43 36 °
8 GD08C-0740 8 16 76 66 36 o)
3 |edternal GD03-0745 8 79 41 29 36 °
5 | coolant GD05-0745 8 91 53 43 36 M8x1.25 °
743 3 | internal GD03C-0745 8 79 41 29 36 516-24UNF | @
5 | coolant GD05C-0745 8 91 53 43 36 °
3 |edternal GD03-0750 8 79 41 29 36 °
5 | coolant GD05-0750 8 91 53 43 36 °
7.5 3 Straight| GD03C-0750 8 79 41 29 36 °
5 |Inemall shank | GDO5C-0750 8 91 53 43 36 °
8 GD08C-0750 8 116 76 66 36 o
3 | External GD03-0760 8 79 41 29 36 °
5 | coolant GD05-0760 8 91 53 43 36 ° 8
7.6 3 GD03C-0760 8 79 41 29 36 M8x1 ° é
5 | mema GD05C-0760 8 91 53 43 36 ° ¥
8 GD08C-0760 8 116 76 66 36 o)
3 | Extemnal GD03-0770 8 79 41 29 36 ° %
5 | coolant GD05-0770 8 91 53 43 36 ° a
7.7 3 GD03C-0770 8 79 41 29 36 ° ©
5 L”;E[g;"t' GD05C-0770 8 91 53 43 36 °
8 GD08C-0770 8 116 76 66 36 o)
3 |external GD03-0780 8 79 41 29 36 °
5 | coolant GD05-0780 8 91 53 43 36 °
7.8 3 GD03C-0780 8 79 41 29 36 °
5 | nema GD05C-0780 8 91 53 43 36 °
8 GD08C-0780 8 16 76 66 36 o
Note: For drilling depth (I/d) of 8 ,namely GD0O8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess . Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! egilien | ey gley alloy
KDG3013 O © (@) O @) © O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98

C25



~—— GD series

GD series General machining N

~ s[140°7Y = - - } gl
: 13
I2 | l4
External coolant Straight shank 11
: a 3
~
Internal coolant Straight shank 2 ” la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling coolinal Shank SR Bas"ic di':T(:nsic;n(mm) e — Suitable for thread Grade
d:ﬁ?:ﬁ;e)r (1|e/F()it)h modeg type Type dian?gter Ie\:legrtah Ienugteh gr?lcl)lnmg;n (?:ptﬁ Ien?;rt]h (t::je:gggn:ﬁl‘i):g/ forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 |External GD03-0790 8 79 41 29 36 °
5 | coolant GD05-0790 8 91 53 43 36 °
7.9 3 GD03C-0790 8 79 41 29 36 °
5 | nema GDO05C-0790 8 91 53 43 36 °
8 GD08C-0790 8 116 76 66 36 o)
3 |external GD03-0800 8 79 41 29 36 °
5 | coolant GD05-0800 8 91 53 43 36 °
8.0 3 GD03C-0800 8 79 41 29 36 | 3/8-16UNC °
5 |Mntomal GDO05C-0800 8 91 53 43 36 °
8 GD08C-0800 8 116 76 66 36 o
o 3 |extemal GD03-0810S 9 89 47 35 40 0
e 5 | coolant GD05-0810S 9 103 61 49 40 o)
g' 3 | internal GD03C-0810S 9 89 47 35 40 o)
5 | coolant | aight| ©D05C-0810S | 9 103 61 49 40 o
8.1 3 lexternal| S |  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 g‘;ﬁ[gﬁ: GD05C-0810 10 103 61 49 40 °
8 GD08C-0810 10 142 95 83 40 0
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 GD05C-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 t‘;ﬁ{;‘:t' GD05C-0820 10 103 61 49 40 °
8 GD08C-0820 10 142 95 83 40 0

@ Stock available O Make-to-order

C26



GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |External GD03-0830S 9 89 47 35 40 o)
5 | coolant GD05-0830S 9 103 61 49 40 o)
3 | nternal GD03C-0830S 9 89 47 35 40 o)
5 | coolant GD05C-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 | mema GDO05C-0830 10 103 | 61 49 40 °
8 GD08C-0830 10 142 95 83 40 o)
3 |External GD03-0840S 9 89 47 35 40 o)
5 | coolant GDO05-0840S 9 103 61 49 40 O
3 | internal GD03C-0840S 9 89 47 35 40 o
5 | coolant GD05C-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 °
5 Icn;gg:tl GD05C-0840 10 103 61 49 40 °
8 Straight| GD0BC-0840 10 142 95 83 40 o)
3 lextemnal| S | GD03-08508 9 89 47 35 40 @
5 | coolant GD05-0850S 9 103 61 49 40 o
3 | internal GD03C-0850S 9 89 47 35 40 o)
5 | coolant GD05C-0850S 9 103 61 49 40 o)
M10x1.5
8.5 3 |External GD03-0850 10 89 47 35 I °
5 | coolant GD05-0850 10 103 61 49 40 )
3 GD03C-0850 10 89 47 35 40 ° %
2
5 | mema GDO05C-0850 10 103 | 61 49 40 ° g
8 GD08C-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 GD03C-0860S 9 89 47 35 40 o
5 | coolant GD05C-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 GD03C-0860 10 89 47 35 40 °
5 'C”Otslr;‘:t' GD05C-0860 10 103 61 49 40 °
8 GD08C-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> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | wild steel Csé:;t;?n Pre-hardened steel, Hardened steel | giainjess Castiron | Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! egilien | ey gley alloy
KDG3013 O © (@) O @) © O
Codek(d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98

c27



~—— GD series

GD series General machining N

~ s[140°7Y = - - } gl
: 13
I2 | l4
External coolant Straight shank 11
: - 8
S
Internal coolant Straight shank 2 ” la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling coolinal Shank SR Bas"ic di':T(:nsic;n(mm) e — Suitable for thread Grade
d:ﬁ?:ﬁ;e)r (1|e/F()it)h modeg type Type dian?gter Ie\:legrtah Ienugteh gr?lcl)lnmg;n (?:ptﬁ Ien?;rt]h (t::je:gggn:ﬁl‘i):g/ forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 | External GD03-0870S 9 89 47 35 40 0
5 | coolant GD05-0870S 9 103 61 49 40 o
3 | Internal GD03C-0870S 9 89 47 35 40 0
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 47 35 40 °
5 'c’gilr;‘ﬁt' GD05C-0870 10 103 61 49 40 °
8 GD08C-0870 10 142 95 83 40 0
3 | External GD03-0875S 9 89 47 35 40 0
o 5 | coolant GD05-0875S 9 103 61 49 40 o)
g 3 | internal GD03C-0875S | 9 89 47 35 40 @
3 875 5 | coolant Straight| GD05C-0875S 9 103 61 49 40 V0%t 25 o
3 |external| S™@™ | GD03-0875 10 89 47 35 40 °
5 | coolant GD05-0875 10 103 61 49 40 )
3 | Internal GD03C-0875 10 89 47 35 40 °
5 | coolant GD05C-0875 10 103 61 49 40 o
3 | External GD03-0880S 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 GD05C-0880S 9 103 61 49 40 o)
8.8 3 | external GD03-0880 10 89 47 35 40 3/8-16UNC °
5 | coolant GD05-0880 10 103 61 49 40 °
3 GD03C-0880 10 89 47 35 40 °
5 'C”;g';'r?t' GD05C-0880 10 103 61 49 40 °
8 GD08C-0880 10 142 95 83 40 o)

@ Stock available O Make-to-order

Cc28



GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |External GD03-0890S 9 89 47 35 40 o)
5 | coolant GD05-0890S 9 103 61 49 40 o)
3 | internal GD03C-0890S 9 89 47 35 40 o)
5 | coolant GD05C-0890S 9 103 61 49 40 o)
8.9 3 |Extemal 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 | mema GDO05C-0890 10 103 | 61 49 40 °
8 GD08C-0890 10 142 95 83 40 o)
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 GD05C-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 °
5 'cngilrg;’t' S;{;'g:t GD05C-0900 10 103 61 49 40 °
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 °
5 lcn;?)g:tl GD05C-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 ° a
5 L”;glrgjt' GD05C-0920 10 103 61 49 40 ° ©
8 GD08C-0920 10 142 95 83 40 o)
3 | Exteral 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 L”;ngrft' 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> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess . Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! essilin | elloy lleyy alloy
KDG3013 O © (@) O @) © O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98

C29



~—— GD series

GD series General machining N

B 51407} S -—-—- 4
: 13
I2 | l4
External coolant Straight shank 11
: . 3
~
Internal coolant Straight shank 2 ” la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling coolinal Shank SR Bas"ic di':T(:nsic;n(mm) e — Suitable for thread Grade
d:ﬁ?:ﬁ;e)r (1|e/F()it)h modeg type Type dian?gter Ie\:legrtah Ienugteh gr?lcl)lnmg;n (?:ptﬁ Ien?;rt]h (t::je:gggn:ﬁl‘i):g/ forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 | external GD03-0935 10 89 47 35 40 °
5 | coolant GD05-0935 10 103 61 49 40 °
9.35 M10x1.5
3 | nternal 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 GD05-0940 10 103 61 49 40 °
9.4 3 GD03C-0940 10 89 47 35 40 | 7/16-14UNC °
5 'c’gilr;‘ﬁt' GD05C-0940 10 103 61 49 40 °
8 GD08C-0940 10 142 95 83 40 o
3 | external GD03-0945 10 89 47 35 40 °
5 0.45 5 | coolant GD05-0945 10 103 61 49 40 oe 25 °
z 3 | nternal GD03C-0945 10 89 47 35 40 °
z 5 | coolant GD05C-0945 10 103 61 49 40 °
3 |External| Straight|  ©D03-0950 10 89 47 35 40 °
5 | coolant | shank | Gpos5-0950 10 103 61 49 40 °
9.5 3 GD03C-0950 10 89 47 35 40 °
5 | mema GDO05C-0950 10 103 | 61 49 40 °
8 GD08C-0950 10 142 95 83 40 o)
3 |Extemnal GD03-0960 10 89 47 35 40 °
5 | coolant GD05-0960 10 103 61 49 40 o
9.6 3 GD03C-0960 10 89 47 35 40 M10x1 °
5 | nema GDO05C-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 GD05-0970 10 103 61 49 40 °
9.7 3 GD03C-0970 10 89 47 35 40 °
5 Icrgig:tl GD05C-0970 10 103 61 49 40 °
8 GD08C-0970 10 142 95 83 40 o)

@ Stock available O Make-to-order

C30



GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
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 Icn;?)g:tl GD05C-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 GD03C-0990 10 89 47 35 40 | 7/16-20UNF °
5 L”;glrgjt' GD05C-0990 10 103 61 49 40 °
8 GD08C-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 GD03C-1000 10 89 47 35 40 °
5 |Mntomal GDO05C-1000 10 103 | 61 49 40 °
8 GD08C-1000 10 142 95 83 40 o
3 |External GD03-1010S 11 102 55 40 45 o
5 | coolant S;{;'g:t GD05-1010S 11 118 71 56 45 o)
3 | internal GD03C-1010S | 11 102 55 40 45 o
5 | coolant GD05C-1010S | 11 118 71 56 45 o
10.1 3 |external GD03-1010 12 102 55 40 45 °
5 | coolant GD05-1010 12 118 71 56 45 °
3 GD03C-1010 12 102 55 40 45 °
5 | mema GDO05C-1010 12 M8 | 71 56 45 °
8 GD08C-1010 12 162 14 99 45 o)
3 |external GD03-1020S 11 102 55 40 45 o %
5 | coolant GD05-1020S 11 118 71 56 45 o a
3 | internal GD03C-1020S | 11 102 55 40 45 o) ©
5 | coolant GD05C-1020S 11 118 71 56 45 )
10.2 3 |External GD03-1020 12 102 55 40 45 °
5 | coolant GD05-1020 12 118 71 56 45 °
3 GD03C-1020 12 102 55 40 45 °
5 | nema GD05C-1020 12 18 | 71 56 45 °
8 GD08C-1020 12 162 114 99 45 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> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess . Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! egilien | ey gley alloy
KDG3013 O © (@) O @) © O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98

C31



~—— GD series

GD series General machining N

B 51407} S -—-—- 4
< 3
12 l4
External coolant Straight shank ho
" ’ °
\"-._
Internal coolant Straight shank l2 I la
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Dril | Driling Cooling| Shank Shank | Overall | Flute [R ded Shank
diameter depth T e < an veral ute et;o_mmen e an cutting taps/
di(m) | (/d) mode | type yp diameter | length | length | driling depth | length tread milling | forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 | External GD03-1025S 1 102 55 40 45 )
5 | coolant GD05-1025S 11 118 71 56 45 o)
3 | nternal GDO03C-1025S8 1 102 55 40 45 )
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 12 118 71 56 45 °
3 | internal GDO03C-1025 12 102 55 40 45 °
5 | coolant GD05C-1025 12 118 71 56 45 °
3 | External GD03-1030S 1 102 55 40 45 )
5 | coolant GDO05-1030S 11 118 71 56 45 o)
o 3 | internal GD03C-1030S 1 102 55 40 45 )
e 5 | coolant GD05C-1030S | 11 118 71 56 45 o
(0]
@ 10.3 3 |Extemal| Straight| GD03-1030 12 102 55 40 45 7/16-14UNC °
5 | coolant| shank | Gpg5.1030 12 118 71 56 45 °
3 GD03C-1030 12 102 55 40 45 )
5 | Imema GD05C-1030 12 118 71 56 45 °
8 GD08C-1030 12 162 14 99 45 o)
3 | External GD03-1040S 11 102 55 40 45 o)
5 | coolant GD05-1040S 1 118 71 56 45 )
3 | nternal GD03C-1040S 1 102 55 40 45 e)
5 | coolant GD05C-1040S | 11 118 71 56 45 o)
10.4 3 | External GD03-1040 12 102 55 40 45 )
5 | coolant GD05-1040 12 118 71 56 45 °
3 GD03C-1040 12 102 55 40 45 °
5 'C”;g';'r?t' GD05C-1040 12 118 71 56 45 °
8 GD08C-1040 12 162 114 99 45 )

@ Stock available O Make-to-order

C32



GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |External GD03-1050S 11 102 55 40 45 o)
5 | coolant GD05-1050S 11 118 71 56 45 o)
3 | internal GD03C-1050S | 11 102 55 40 45 o)
5 | coolant GD05C-1050S | 11 18 71 56 45 o)
10.5 3 |Extemal GD03-1050 12 102 55 40 45 M12x15 | 7/16-20UNF | @
5 | coolant GD05-1050 12 18 71 56 45 °
3 GD03C-1050 12 102 55 40 45 °
5 | mema GDO05C-1050 12 M8 | 71 56 45 °
8 GD08C-1050 12 162 14 99 45 o)
3 |External GD03-1060S 11 102 55 40 45 o)
5 | coolant GDO05-1060S 1 118 71 56 45 O
3 | internal GD03C-1060S | 11 102 55 40 45 o)
5 | coolant GD05C-1060S | 11 118 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 °
5 'cngilrg;’t' GD05C-1060 12 118 71 56 45 °
8 S;;aa'gf(‘t GD08C-1060 12 162 14 99 45 o)
3 |external GD03-1070S 11 102 55 40 45 o)
5 | coolant GD05-1070S 11 118 71 56 45 o)
3 | Internal GD03C-1070S | 11 102 55 40 45 o) é
5 | coolant GD05C-1070S | 11 18 71 56 45 o) é’
107 | 3 | eermal GD03-1070 12 | 102 | 55 40 45 ° ¥
5 | coolant GD05-1070 12 18 | 71 56 45 ° ‘
3 GD03C-1070 12 102 55 40 45 ° %
2
5 | Imema GDO05C-1070 12 M8 | 71 56 45 ° g
8 GD08C-1070 12 162 14 99 45 o)
3 |External GD03-1075S 11 102 55 40 45 o)
5 | coolant GD05-1075S 1 118 71 56 45 e}
3 | internal GD03C-1075S8 | 11 102 55 40 45 o
1075 5 | coolant GD05C-1075S8 | 11 118 71 56 45 S o
3 |external GD03-1075 12 102 55 40 45 °
5 | coolant GD05-1075 12 118 71 56 45 °
3 | internal GD03C-1075 12 102 55 40 45 °
5 | coolant GD05C-1075 12 118 71 56 45 °
Note: For drilling depth (I/d) of 8 ,namely GDO8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess . Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! essilin | elloy lleyy alloy
KDG3013 O © (@) O @) © O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98
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~—— GD series

GD series General machining N

~ s[140°7Y = - - } gl
: 13
I2 | l4
External coolant Straight shank 11
: - 3
~
Internal coolant Straight shank 2 ” la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling coolinal Shank SR Bas"ic di':T(:nsic;n(mm) e — Suitable for thread Grade
d:ﬁ?:ﬁ;e)r (1|e/F()it)h modeg type Type dian?gter Ie\:legrtah Ienugteh gr?lcl)lnmg;n (?:ptﬁ Ien?;rt]h (t::je:gggn:ﬁl‘i):g/ forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 | external GD03-1080S 11 102 55 40 45 o)
5 | coolant GD05-1080S 11 118 71 56 45 o)
3 | nternal GD03C-1080S | 11 102 55 40 45 o)
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 GD05-1080 12 118 71 56 45 °
3 GD03C-1080 12 102 55 40 45 °
5 'c’gilr;‘ﬁt' GD05C-1080 12 118 71 56 45 °
8 GD08C-1080 12 162 14 99 45 o
3 | external GD03-1090S 11 102 55 40 45 o)
o 5 | coolant GD05-1090S 11 118 71 56 45 o)
g 3 | nternal GD03C-1090S | 11 102 55 40 45 o)
g 5 | coolant GD05C-1090S | 11 118 71 56 45 o)
109 | 3 |Exernal| oa9™|  GDO3-1090 12 | 102 | 85 40 45 °
5 | coolant GD05-1090 12 18 71 56 45 °
3 GD03C-1090 12 102 55 40 45 °
5 | mema GDO05C-1090 12 M8 | 71 56 45 °
8 GD08C-1090 12 162 114 99 45 o)
3 | External GD03-1100S 11 102 55 40 45 o)
5 | coolant GD05-1100S 11 18 71 56 45 O
3 | nternal GD03C-1100S | 11 102 55 40 45 o)
5 | coolant GD05C-1100S | 11 118 71 56 45 o
1.0 3 | external GD03-1100 12 102 55 40 45 °
5 | coolant GD05-1100 12 118 71 56 45 °
3 GD03C-1100 12 102 55 40 45 °
5 'c”cfﬁlr;‘jt' GD05C-1100 12 118 71 56 45 °
8 GD08C-1100 12 162 14 99 45 o)

@ Stock available O Make-to-order

C34



GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |External GD03-1110 12 102 55 40 45 °
5 | coolant GD05-1110 12 118 71 56 45 °
1.1 3 GD03C-1110 12 102 55 40 45 °
5 Icn;?)g:tl GD05C-1110 12 18 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 °
1.2 3 GD03C-1120 12 102 55 40 45 °
5 | nema GD05C-1120 12 18 | 71 56 45 °
8 GD08C-1120 12 162 114 99 45 o)
3 |edternal GD03-1125 12 102 55 40 45 °
5 | coolant GD05-1125 12 118 71 56 45 °
11.25 M12x1.75
3 | internal GD03C-1125 12 102 55 40 45 °
5 | coolant GDO05C-1125 12 118 71 56 45 °
3 |External GD03-1130 12 102 55 40 45 °
5 | coclant | aight| GD05-1130 12 18 | 71 56 45 °
1.3 3 shank | Gpo3C-1130 12 102 55 40 45 °
5 'C”;ngr?t' GD05C-1130 12 118 71 56 45 °
8 GD08C-1130 12 162 114 99 45 o)
3 | External GD03-1135 12 102 55 40 45 °
5 | coolant GD05-1135 12 118 71 56 45 ° é
11.35 M12x1.5 P2
3 | internal GD03C-1135 12 102 55 40 45 ° |2
5 | coolant GD05C-1135 12 | 18 | 71 56 45 ° ¥
3 |external GD03-1140 12 | 102 | 55 40 45 ° ‘
5 | coolant GD05-1140 12 18 71 56 45 ° %
1.4 3 GD03C-1140 12 102 | 55 40 45 ° a
5 | nema GD05C-1140 12 18 | 71 56 45 ° ©
8 GD08C-1140 12 162 114 99 45 o)
3 |edternal GD03-1145 12 102 55 40 45 °
145 5 | coolant GD05-1145 12 118 71 56 45 et 25 °
3 | internal GD03C-1145 12 102 55 40 45 °
5 | coolant GDO05C-1145 12 118 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> Applicable material table OVery suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess . Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! egilien | ey gley alloy
KDG3013 O © (@) O @) © O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98
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~—— GD series

GD series General machining N

~ s[140°7Y = - - } gl
: 13
I2 | l4
External coolant Straight shank 11
: a 3
~
Internal coolant Straight shank 2 ” la
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
Drill | Drilling coolinal Shank SR Bas"ic di':T(:nsic;n(mm) e — Suitable for thread Grade
d:ﬁ?:ﬁ;e)r d(le/F()it)h modeg type Type dian?gter Ie\:legrtah Ienl;;ter1 gr?lcl)lnmg;n c?:ptﬁ Ien?;rt]h (t::je:gggn:ﬁl‘i):g/ forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 |External GD03-1150 12 102 55 40 45 °
5 | coolant GDO05-1150 12 118 71 56 45 °
11.5 3 GD03C-1150 12 102 55 40 45 | 1/2-20UNF °
5 | nema GDO05C-1150 12 118 71 56 45 °
8 GD08C-1150 12 162 114 99 45 o)
3 | external GD03-1160 12 102 55 40 45 °
5 | coolant GD05-1160 12 118 71 56 45 °
11.6 3 GD03C-1160 12 102 55 40 45 °
5 'C”;;r;‘:t' GD05C-1160 12 118 71 56 45 °
8 GD08C-1160 12 162 114 99 45 o
o 3 |extemal GD03-1170 12 102 55 40 45 °
o 5 | coolant GD05-1170 12 118 71 56 45 °
%‘ 1.7 3 GD03C-1170 12 102 55 40 45 °
5 | mema GDO05C-1170 12 18 | 71 56 45 °
8 Straight| GD08C-1170 12 162 114 99 45 0
3 lexternal| "™ | GD03-1180 12 102 | 55 40 45 °
5 | coolant GD05-1180 12 118 71 56 45 °
11.8 3 GD03C-1180 12 102 55 40 45 1/2-13UNC °
5 g‘;ﬁg:t' GD05C-1180 12 118 71 56 45 °
8 GD08C-1180 12 162 114 99 45 o
3 | External GD03-1190 12 102 55 40 45 °
5 | coolant GD05-1190 12 18 71 56 45 °
11.9 3 GD03C-1190 12 102 55 40 45 °
5 |Inomal GDO05C-1190 12 118 71 56 45 °
8 GD08C-1190 12 162 114 99 45 o)
3 |External GD03-1200 12 102 55 40 45 °
5 | coolant GD05-1200 12 118 71 56 45 °
12.0 3 GD03C-1200 12 102 55 40 45 M14x2 °
5 t‘;ﬁlr::t' GD05C-1200 12 118 71 56 45 °
8 GD08C-1200 12 162 114 99 45 o)

@ Stock available O Make-to-order
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GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |External GD03-1210 14 107 60 43 45 °
5 | coolant GD05-1210 14 124 77 60 45 °
12.1 1/2-20UNF
3 | nternal 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 °
122 5 | coolant GD05-1220 14 124 77 60 B NG °
3 | intemal GD03C-1220 14 107 60 43 45 °
5 | coolant GD05C-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 GD05C-1225 14 124 77 60 45 °
3 |external GD03-1230 14 107 60 43 45 °
5 | coolant GD05-1230 14 124 77 60 45 °
12:3 3 | internal GD03C-1230 14 107 | 60 43 45 °
5 | coolant GD05C-1230 14 124 77 60 45 °
o[- GD03-1250 14 107 60 43 45 °
5 | coolant Sst;e;g:t GD05-1250 14 124 77 60 45 °
12.5 3 GD03C-1250 14 107 60 43 45 M14x1.5 °
5 'C”;zlr;‘:t' GD05C-1250 14 124 77 60 45 ° Ve
8 GD08C-1250 14 178 133 116 45 o) '3
3 | External GD03-1270 14 107 60 43 45 ° é
5 | coolant GD05-1270 1 | 124 | 77 60 45 ° ¥
12.7 3 GD03C-1270 14 107 60 43 45 ° .
5 | Internal GDO05C-1270 14 124 | 77 60 45 ° 8
coolant 2
8 GD08C-1270 14 178 133 116 45 o o
3 |External GD03-1275 14 107 60 43 45 ° ©
5 | coolant GD05-1275 14 124 77 60 45 °
1275 3 | nternal GD03C-1275 14 107 60 43 45 °
5 | coolant GD05C-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 GD03C-1280 14 107 60 43 45 °
5 'égglr;‘:t' GD05C-1280 14 124 77 60 45 °
8 GD08C-1280 14 178 133 116 45 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> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | wild steel Csé:;t;?n Pre-hardened steel, Hardened steel | giainjess Castiron | Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! essilin | elloy lleyy alloy
KDG3013 O © (@) O @) © O
Codek(d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98
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~—— GD series

GD series General machining N

B 51407} S -—-—- 4
< 3
12 l4
External coolant Straight shank ho
" * °
\"-._
Internal coolant Straight shank l2 I la
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Dril | Driling Cooling| Shank Shank | Overall | Flute [R ded Shank
diameter| depth Type SITEI W] sl SCOENCS anKk | cutting taps /
di(m) | (/d) mode | type yp diameter | length | length | driling depth | length tread milling | forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 | External GD03-1290 14 107 60 43 45 °
5 | coolant GD05-1290 14 124 77 60 45 °
12.9 9/16-18UNF
3 | nternal GD03C-1290 14 107 60 43 45 °
5 | coolant GD05C-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 'c’gilr;‘ﬁt' GDO05C-1300 14 124 77 60 45 °
8 GD08C-1300 14 178 133 116 45 e)
3 | External GD03-1310 14 107 60 43 45 °
5 | coolant GD05-1310 14 124 77 60 45 ™
@ 13.1 M14x2
2 3 | internal GD03C-1310 14 107 60 43 45 °
=1 lant
2 5 | 008N g aight| GDO5C-1310 14 124 77 60 45 °
3 lexternal| S | GD03-1335 14 107 | 60 43 45 °
13.35 5 | coolant GD05-1335 14 124 77 60 45 M14x1.5 °
' 3 | nternal GD03C-1335 14 107 60 43 45 9/16-12UNC )
5 coolant GD05C-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 GDO03C-1350 14 107 60 43 45 5/8-11UNC )
5 | nema GD05C-1350 14 124 | 77 60 45 °
8 GD08C-1350 14 178 133 116 45 )
3 | External GD03-1365 14 107 60 43 45 °
5 | coolant GD05-1365 14 124 77 60 45 °
13.65 9/16-18UNF
3 | internal GD03C-1365 14 107 60 43 45 °
5 | coolant GD05C-1365 14 124 77 60 45 °

@ Stock available O Make-to-order

C38



GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 cutters
3 |external GD03-1380 14 107 60 43 45 °
5 | coolant GD05-1380 14 124 77 60 45 °
138 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 GD05-1400 14 124 77 60 45 °
14.0 3 GD03C-1400 14 107 60 43 45 M16x2 °
5 | mema GDO05C-1400 14 124 | 77 60 45 °
8 GD08C-1400 14 178 133 116 45 o)
3 |Exteral GD03-1425 16 15 65 45 48 °
5 | coolant GD05-1425 16 133 83 63 48 )
1425 3 | internal GD03C-1425 16 115 65 45 48 °
5 | coolant GD05C-1425 16 133 83 63 48 °
3 |External GD03-1430 16 15 65 45 48 °
5 | coolant GD05-1430 16 133 83 63 48 °
13 3 | internal GD03C-1430 16 15 | 65 45 48 °
5 | coolant GD05C-1430 16 133 83 63 48 °
3 | External| Straight| ©D03-1450 16 15 65 45 48 °
5 | coolant| shank | Gpgs5.1450 16 133 83 63 48 °
14.5 3 GDO03C-1450 16 115 65 45 48 M16x1.5 ° .
Internal 5/8-18UNF (8
5 | cootnt GD05C-1450 16 133 83 63 48 ° '3
8 GD08C-1450 16 204 152 132 48 o) =
3 Exernal GD03-1475 16 | 115 | 65 45 48 ° ¥
1475 5 | coolant GD05-1475 16 133 83 63 48 ) . .
3 | nternal GD03C-1475 16 115 65 45 48 ° 2
5 | coolant GD05C-1475 16 133 83 63 48 ) a
3 |External GD03-1480 16 15 65 45 48 ° ©
5 | coolant GD05-1480 16 133 83 63 48 )
14.8 3 GD03C-1480 16 15 65 45 48 5/8-11UNC °
5 'C”;g;‘jt' GD05C-1480 16 133 83 63 48 °
8 GD08C-1480 16 204 152 132 48 o
3 |external GD03-1500 16 15 65 45 48 °
5 | coolant GD05-1500 16 133 83 63 48 °
15.0 3 GD03C-1500 16 15 65 45 48 °
5 'C”cfﬁlr;‘r?t' GD05C-1500 16 133 83 63 48 °
8 GD08C-1500 16 204 152 132 48 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> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | wild steel Csé:;t;?n Pre-hardened steel, Hardened steel | giainjess Castiron | Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC | Stee! egilien | ey gley alloy
KDG3013 O © (@) O @) © O
Codek(d Cutting pa@ Technical inf@ Non-standard customiza@
c6 C79-C80 C87-C93 C94-C98

C39



~—— GD series

GD series General machining N

B 51407} S -—-—- 4
< :
12 la
External coolant Straight shank ho
" ’ :
\'-._
Internal coolant Straight shank l2 I la
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Drill | Drilling Cooling| Shank Shank | Overall | Flute |R ded Shank
diameter| depth Type SITEI W] sl SCOENCS anKk | cutting taps /
di(m) | (/d) mode | type Yl diameter | length | length | driling depth | length tread milling | forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
3 | external GD03-1510 16 115 65 45 48 °
5 | coolant GD05-1510 16 133 83 63 48 °
15.1 M16x2
3 | nternal 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 GD05-1525 16 133 83 63 48 °
15.25 5/8-18UNF
3 | nternal GD03C-1525 16 115 65 45 48 °
5 | coolant GDO05C-1525 16 133 83 63 48 °
3 | external GD03-1535 16 115 65 45 48 °
5 | coolant GD05-1535 16 133 83 63 48 °
15.35 M16x1.5
o 3 | nternal GD03C-1535 16 115 65 45 48 °
o 5 | coolant GD05C-1535 16 133 83 63 48 °
(0]
g 3 | External| Straight| GD03-1550 16 115 65 45 48 °
5 | coolant| shank | gpgs5.1550 16 133 83 63 48 °
15.5 3 GD03C-1550 16 115 65 45 48 M18x2.5 °
5 | mema GDO05C-1550 16 133 83 63 48 °
8 GD08C-1550 16 204 152 132 48 o)
3 | External GD03-1580 16 115 65 45 48 °
15 5 | coolant GDO05-1580 16 133 83 63 48 °
’ 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 'C”;g';'r?t' GD05C-1600 16 133 83 63 48 °
8 GD08C-1600 16 204 152 132 48 0

@ Stock available O Make-to-order
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GD series-—————~

Drill | Drilling cooting| Shank s Bas"ic diFrrttansic;n(mm) e Suitable for thread Grade
L] e ode | typs TYPe | diameler | lengin | length | Gillngdepth | lengih | SnOteRS S| L sota
d2(he) 1 l2 I3 l4 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 Icn;?)g:tl GD05C-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 )
1675 3 | internal GD03C-1675 18 123 73 51 48 °
5 | coolant GD05C-1675 18 143 93 71 48 °
3 | External GD03-1680 18 123 73 51 48 °
168 5 | coolant GDO05-1680 18 143 93 71 48 18x2s °
3 | intemnal GD03C-1680 18 123 73 51 48 °
5 | coolant GD05C-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 'cngilrg;’t' GD05C-1700 18 143 93 71 48 °
8 Straight| GD08C-1700 18 223 171 149 48 0
3 lexternal| S | GDO03-1750 18 123 | 73 51 48 °
5 | coolant GD05-1750 18 143 93 71 48 ° .
17.5 3 GD03C-1750 18 123 73 51 48 M20x2.5 ° 1%
Internal 3/4-16UNF 1=
5 | coolant GD05C-1750 18 143 93 71 48 ° =
8 GD08C-1750 18 223 171 149 48 0 =
3 |External GD03-1780 18 | 123 | 73 51 48 ° ‘
5 | coolant GD05-1780 18 143 93 71 48 ) %
78 Internal GD03C-1780 18 123 | 73 51 48 ° é
5 | coolant GD05C-1780 18 143 93 71 48 )
3 | External GD03-1790 18 123 73 51 48 °
179 5 | coolant GD05-1790 18 143 93 71 48 S10UNG °
3 | intemnal GD03C-1790 18 123 73 51 48 °
5 | coolant GD05C-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 'C”cfﬁlr;‘r?t' GD05C-1800 18 143 93 71 48 °
8 GD08C-1800 18 223 171 149 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> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | wild steel Csé:;t;?n Pre-hardened steel, Hardened steel | giainjess Castiron | Nodular | Aluminum | Copper re:'iztaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! essilin | elloy lleyy alloy
KDG3013 @] (@) (@) O @) © O
Codek(d Cutting pa@ Technical inf@ Non-standard customiza@
cé C79-C80 C87-C93 C94-C98
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~—— GD series

GD series General machining N

B 51407} S -—-—- 4
< 3
12 l4
External coolant Straight shank ho
" ’ °
\‘-._
Internal coolant Straight shank l2 I la
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Dril | Driling Cooling| Shank Shank | Overall | Flute [R ded Shank
diameter| depth Type SITEI W] sl SCOENCS anKk | cutting taps /
di(m) | (/d) mode | type yp diameter | length | length | driling depth | length tread milling | forming taps [KDG3013
d2(hs) l1 I2 I3 l4 cutters
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 °
185 5 | coolant GDO05-1850 20 153 101 77 50 °
’ 3 | internal GD03C-1850 20 131 79 55 50 °
5 | coolant GD05C-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
o 3 | nternal GD03C-1880 20 131 79 55 50 °
o 5 | coolant GD05C-1880 20 153 101 77 50 °
(0]
) 3 | External GD03-1900 20 131 79 55 50 °
19.0 5 | coolant Straight| GD05-1900 20 153 101 77 50 °
' 3 | internat | S | GD03C-1900 20 131 79 55 50 °
5 coolant GD05C-1900 20 153 101 77 50 ®
3 | External GD03-1950 20 131 79 55 50 )
105 5 | coolant GDO05-1950 20 153 101 77 50 M22x2.5 °
' 3 | internal GD03C-1950 20 131 79 55 50 | 7/8-9UNC °
5 | coolant GD05C-1950 20 153 101 77 50 )
3 | External GD03-1980 20 131 79 55 50 °
108 5 | coolant GDO05-1980 20 153 101 77 50 °
) 3 | internal GD03C-1980 20 131 79 55 50 °
5 | coolant GD05C-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 GD03C-2000 20 131 79 55 50 °
5 | coolant GD05C-2000 20 153 101 77 50 °

@ Stock available O Make-to-order

C42



GD series-—————~

Drill | Drilling Basic dimension(mm) Suitable for thread Grade
. Cooling| Shank Shank | Overall | Flute [Recommended Shank "
diameter| depth Type : - cutting taps /
di(m7) | (Vd) mode | type yp diameter | length | length | drilling depth | length tread milling | forming taps KDG3013
d2(he) 1 l2 I3 l4 cutters
3 | External GD03-2040 20 141 86 60 50 o)
5 coolant GDO05-2040 20 167 12 85 50 @)
20.4 7/8-14UNF
3 | Internal GD03C-2040 20 141 86 60 50 )
5 coolant GD05C-2040 20 167 12 85 50 @)
3 | External GD03-2050 20 141 86 60 50 6]
205 5 | coolant GD05-2050 20 167 12 85 50 o
’ 3 | Internal GD03C-2050 20 141 86 60 50 6]
5 coolant GD05C-2050 20 167 12 85 50 (@)
3 | External GD03-2100 20 141 86 60 50 )
5 | coolant GD05-2100 20 167 112 85 50 o
21.0 M24x3 7/8-9UNC
3 | nternal GD03C-2100 20 141 86 60 50 6]
5 | coolant GD05C-2100 20 167 112 85 50 o)
3 | External GD03-2140 20 141 86 60 50 )
5 coolant GD05-2140 20 167 12 85 50 @)
21.4 7/8-14UNF
3 | internal GD03C-2140 20 141 86 60 50 )
5 | coolant GD05C-2140 20 167 112 85 50 o)
3 | External GD03-2150 20 141 86 60 50 )
15 |5 coolant | o aight| GD05-2150 20 167 | 112 85 50 @
’ 3 |internal | M@K |  GD03C-2150 20 141 86 60 50 @
5 | coolant GD05C-2150 20 167 112 85 50 @) -
"]
3 | External GD03-2200 20 141 86 60 50 ) '8
5 | coolant GD05-2200 20 167 112 85 50 (o) -
22.0 M24x2 =
3 | Internal GD03C-2200 20 141 86 60 50 6] 5
5 | coolant GD05C-2200 20 167 12 85 50 0
(7]
3 | External GDO03-2225 25 153 95 65 56 O 2
5 coolant GDO05-2225 25 184 126 98 56 (@) a
22.25 1-8UNC o
3 | Internal GD03C-2225 25 153 95 65 56 )
5 | coolant GD05C-2225 25 184 126 98 56 o
3 | External GD03-2250 25 153 95 65 56 )
225 5 | coolant GDO05-2250 25 184 126 98 56 0
) 3 | internal GD03C-2250 25 153 | 95 65 56 @
5 | coolant GD05C-2250 25 184 126 98 56 o)
3 | External GD03-2300 25 153 95 65 56 )
5 | coolant GDO05-2300 25 184 126 98 56 o)
23.0 M25x2
3 | internal GD03C-2300 25 153 95 65 56 )
5 | coolant GD05C-2300 25 184 126 98 56 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> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | Mmild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess Castiron | Nodular | Aluminum | Copper re:'iztaatnt
HB<180 y - - - steel cast iron alloy alloy
Alloy steel | ~40HRC 50HRC | ~60HRC alloy
KDG3013 O © (@) O (@) © O
Codek(d Cutting pa@ Technical inf@ Non-standard customiza@
C6 C79-C80 C87-C93 C94-C98
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GD series General machining

B 51407} S -—-—- 4
< :
12 l4
External coolant Straight shank 11
" * °
\‘-._
Internal coolant Straight shank l2 I la
1
@ Suitable for high efficiency drilling in a variety of materials e.g steel, stainless steel, cast iron.
. - Basic dimension(mm) Suitable for thread Grade
Dril | Driling Cooling| Shank Shank | Overall | Flute [R ded Shank
diameter| depth Type SITEI W] sl SCOENCS anKk | cutting taps /
di(m) | (/d) mode | type yp diameter | length | length | driling depth | length tread milling | forming taps [KDG3013
d2(he) I1 l2 I3 l4 cutters
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 GD05C-2325 25 184 126 98 56 o)
3 |External GD03-2350 25 153 95 65 56 o)
235 5 | coolant GD05-2350 25 184 126 98 56 o)
’ 3 | internal GD03C-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 o)
5 | coolant - GD05-2400 25 184 126 98 56 o)
24.0 St;alglz\t M27x3 1-8UNC
3 | internal | SM2" GD03C-2400 25 153 95 65 56 o
5 | coolant GD05C-2400 25 184 126 98 56 le)
3 | External GD03-2450 25 153 95 65 56 o)
5 coolant GD05-2450 25 184 126 98 56 e)
24.5 1-12UNF
3 Internal GD03C-2450 25 153 95 65 56 e)
5 coolant GD05C-2450 25 184 126 98 56 @)
3 |External GD03-2500 25 153 95 65 56 e)
25.0 5 | coolant GD05-2500 25 184 126 98 56 M27x2 o)
’ 3 Internal GD03C-2500 25 153 95 65 56 11/8-TUNC o)
5 coolant GD05C-2500 25 184 126 98 56 e)
Note: For drilling depth (I/d) of 8 ,namely GD0O8C series, tolerance of shank diameter is hs. @ Stock available O Make-to-order
B> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | wild steel Cse:;t;?n Pl szl Ll el s | g Castiron | Nodular | Aluminum | Copper re:'i;)taatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! essilin | elloy lleyy alloy
KDG3013 O © (@) O @) © @]
Codm Cutting para{eteg Technical inf@ Non-standard customiza@
C6 C79-C80 C87-C93 C94-C98
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Achieving the
optimization of tool
structure through
analysis of simulated
cutting.

Double special
guiding margin,
more credible
guiding and more
stable machining.

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.

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

1588SL scries

deep hole twist drills




C46

Cutting speed (m/min)

OutstandinglyZchip
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

\ }‘ﬁei

_“
100 "kiizli? ‘.élliill ‘l"'=:,.
1% &y
. ", p

120

—

! v
¢

S

0.3

Feed rate per revolution/(mm/r)

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

[ MExtremelyihighlefficiency

- and long tool life

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

| Comparison of tool life(number of machined holes)

2500

1588SL Product of
company A

2000 0
1500 0
1000
500

0

| Comparison of tool life(tool wear)

1588SL(regular wear)

Product of
company A(falling)



{O Good cutting performance

4000
3500
3000
2500
2000
1500
1000

500

-500
-1000

Tool type: 1588SL12C-0850/KDG303

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

Cooling system: Emulsified liquid

Cutting speed: 80m/min

Drilling depth: 72mm

Machine equipment: Vertical machining center

Cutting force of 1588SL
— Fy (M.U.)
— Fx(M.U.)
/- ‘ o — Fz(M.U)

Workpiece: Die

Machined materials: 738H
Machined area: Hole of sidewall
Drilling depth: 70mm

Tool type: 1588SL12C-0600/KDG303

Recommended parameters: Vc=85m/min, fr=0.2mm/r

Cooling system: Water-soluble liquid

N
4000
3500
3000
2500
2000
1500
1000

500

-500

-1000

Cutting force of Product of company A
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Time (s)
Comparison of Machined Hole's Accure
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~——— SL series

SL series Deep-hole machining N

¢ N | s
l4
S eSS TS —— '
- — -
Internal coolant Straight shank
SRS SS s =1 3! 20D/30D
Is la
I2
I
® Suitable for deep-hole drilling of steel, cast iron etc.
Diil di;meter Driing Basic dimension(mm) il dLameter Driling Basic dimension(mm)
E I ol o e e I B =
20D/30D(f) dohs) | b | k|l | L | [PDR0DM) dhs) | b | 2| b |
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
31 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 |1588SL12C-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 |1588SL12C-0340 6 90 | 50 40 36 12 (1588SL12C-0460 6 102 | 64 56 36
o 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
3.5 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 |1588SL12C-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 |[1588SL12C-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 |1588SL12C-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 |1588SL12C-0410, 6 102 | 64 56 36 12 |1588SL12C-0530, 6 116 | 78 72 36
4.1 20 |1588SL20C-0410 6 148 | 108 96 36 53 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 —————~

il d?meter oriling Basic dimension(mm) il d?meter oriling Basic dimension(mm)
o deth| - Type dametr| g g g e 1| | 120 deth| - Type it foe s oo

AR dohe) | 1 | b | b | e | [2ODR0DI) dohe) | 1 | | b |l
12 |1588SL12C-0540 6 116 | 78 72 36 12 |1588SL12C-0660 8 131 | 93 84 36

54 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

55 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

59 20 |1588SL20C-0590 6 180 | 140 126 36 71 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

6.1 20 [1588SL20C-0610 8 192 | 150 132 36 7.3 20 [1588SL20C-0730 8 213 | 173 155 36
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

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 (;e:;t;?n Pre-hardened steel, Hardened steel Stainless R Nodular | Aluminum | Copper re:'i(setaatnt
HB<180 | aj y - - ~ steel cast iron alloy alloy
oy steel | ~40HRC 50HRC 60HRC alloy
KDG303 @] (@) @) O o @) O O
Codek(d Cutting pa@ Technical inf@ Non-standard customizationﬂg
C6 Ccs81 C80-C86 C94-C98
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~——— SL series

SL series Deep-hole machining N

¢ N | s
l4
S eSS ST — '
- —_— -
Internal coolant Straight shank
5135 RS OSS s =L 8] 200/30D
I3 la
I2
I
® Suitable for deep-hole drilling of steel, cast iron etc.
Diil di;meter Driing Basic dimension(mm) Diil di;meter Driing Basic dimension(mm)
P I ol e e I B =
20D/30D(f) dohs) | b | R | b |l | [PDR0D0) dh) | b | 12| b |l
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
; 30 |1588SL30C-0820, 10 330 | 285 265 40 30 |1588SL30C-0940, 10 360 | 315 292 40
%‘ 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 40 104 12 |1588SL12C-1010| 12 204 | 156 144 45
8.9 20 |1588SL20C-0890 10 249 | 205 186 40 20 |1588SL20C-1010 12 292 | 242 220 45
30 |1588SL30C-0890, 10 340 | 295 275 40

C50



SL series ——————~

Dril di(?meter Driling Basic dimension(mm) Dril diameter Driling Basic dimension(mm)
. | Tpe e e e e et | o | Tpe St [ore it e e
200/30D() dohs) | | 2 | k| la | [20DIS0D(W) dh) | b | 2| b |l
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 " 20 |1588SL20C-1170| 12 325 | 275 250 45
105 12 |1588SL12C-1030| 12 | 204 | 156 | 144 | 45 e 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
105 12 |1588SL12C-1050| 12 204 | 156 144 45 120 12 |1588SL12C-1200, 12 204 | 156 144 45
20 |1588SL20C-1050| 12 292 | 242 220 45 20 |1588SL20C-1200) 12 325 | 275 250 45
106 12 |1588SL12C-1060| 12 204 | 156 144 45 125 12 |1588SL12C-1250, 14 230 | 182 168 45
20 |1588SL20C-1060 12 300 | 250 228 45 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 13.0 12 |1588SL12C-1300, 14 230 | 182 168 45
20 |1588SL20C-1080) 12 300 | 250 228 45 20 |1588SL20C-1300) 14 338 | 290 265 45
10.9 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
10 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
11 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
o 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
13 12 |1588SL12C-1130| 12 204 | 156 144 45 16.5 12 |1588SL12C-1650, 18 286 | 234 218 48
20 |1588SL20C-1130| 12 315 | 265 240 45 17.0 12 |1588SL12C-1700| 18 286 | 234 218 48
a 12 |1588SL12C-1140| 12 | 204 | 156 | 144 | 45 17.5 12 (1588SL12C-1750| 18 | 286 | 234 | 218 | 48
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 %
20 |1588SL20C-1150| 12 | 315|265 | 240 | 45 19.0 12 (1588SL12C-1900| 20 | 310 | 258 | 240 | 48 4
16 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
p>> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel (;e:;t;?n Pre-hardened steel, Hardened steel | gioiniass Cast Nodular | Aluminum | Copper H_etat .
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC | Steel ASHION | castiron | alloy alloy rezlusosn
KDG303 @] (@) @) O o @) O O

Codek(d Cutting pa@ Technical inf@ Non-standard customiza@

Cé c81 C80-C86 C94-C98
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R —————
Internal coolant Straight shank
Basic dimension(mm) Basic dimension(mm)
Drill | Drilling Drill | Drilling
dameter| depth | Type | arc (Rl D e | gl | (demeter| depth | Type | SRR RN TOE e | ongtn

di(h) | (I/d) di(h) | (I/d)
dz(hs) | 11 I2 I3 l4 dz(hs) | 11 I2 I3 l4
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 4 29 36
4.03 3 | 1534SP03C-0403 6 66 24 17 36 7.63 3 [1534SP03C-0763 8 79 Y| 29 36
4.13 3 | 1534SP03C-0413 6 66 24 17 36 7.73 3 [1534SP03C-0773 8 79 Y| 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 3 | 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
g 4.63 3 |1534SP03C-0463 6 66 24 17 36 8.23 3 | 1534SP03C-0823| 10 89 47 35 40
3 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 35 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 35 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 35 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 3 [1534SP03C-0943 | 10 89 47 35 40
5.93 3 | 1534SP03C-0593 6 66 28 20 36 9.53 3 [1534SP03C-0953 | 10 89 47 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 3 | 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 35 40
6.53 3 |[1534SP03C-0653 8 79 34 24 36 10.13 3 | 1534SP03C-1013| 12 102 55 40 45
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Basic dimension(mm) Basic dimension(mm)
Drill | Drilling Drill | Drilling
domotr cep | Type | Sk | e e Sk || gmote deph | Typo |k vl e e Sk

di(h) | (I/d) dithz) | (I/d)

dz(hs) | 11 I2 I3 l4 dz(hs) | |1 I2 I3 l4
10.23 | 3 |1534SP03C-1023| 12 | 102 | 55 40 45 11.53 | 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
10.53 | 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 12.53 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
11.13 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 13.53 3 | 1534SP03C-1353| 14 107 | 60 43 45
11.33 3 1534SP03C-1133 | 12 102 55 40 45 14.03 3 |1534SP03C-1403| 14 107 | 60 43 45
11.43 3 1534SP03C-1143 | 12 102 55 40 45

LS

Recommended Machining Method of SL series Deep-hole Drills

ve

1.Hole-guided Machining 2.Deep-hole Machining (Inserting into the Pre-drilling
Holes)

nE - _

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

@ 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.

s
=)
=]
-]
e
L
\a

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

@ 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).

SP series

4.Deep-hole Machining (Retract from hole)

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

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

# Non-stopped machining with fixed speed and feed rates. (Completed @ Quickly secedes the deep-hole drills back to the location
at one time, nota “Step-by-Step” machining). where it begins to machine.
®Retract under the same conditions of inserting pre-drilling
holes.
p>> Applicable material table OVery suitable OSuitable
Workpiece material
Grade 1 Carbon Pre-hardened steel, Hardened steel q q Heat
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC Y i alloy
KDG303 O (@) ©) O @) @) O O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
C6 C82 C87-C93 C94-C98
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SilyseriesIdrillshwithfsuperiorgperformance
willfsolyeftheYdifficulties®’inimachining

lofghigh%elongationymaterials/such¥as got ‘

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.

{3 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: fr=0.16mm/r
Drilling depth:  24mm(blind hole)

Primary
cutting edge

2500

2115

2000

1500

1245

1000

Chip breaking

5001

Number of hole drilled ( pcs )

Similar product of 1534ST03C-0800
company A
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ST series ——————~

ST series for machining of soft steel, stainless steel ~

A\ M ASCESTYE
" I3
Internal coolant Straight shank l2 I ls
d =SS S :
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.
Basic dimension(mm
Drill Driling Cooling | Shank Shank | Overall Re:omme)nded Recomn;ended
i v rade
dl;ir(net?r d(T/Zt)h mode type Type diameter| length Flute length driling depth Shank lengthl 9
1(m7
d2(he) I I2 13 l4 KDG303
3 Straight 1534ST03C-0300 6 62 20 14 36 *
3.0 5 shank 1536ST05C-0300 6 66 28 23 36 ifr
5 Whistle notch 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 o
5 Whistle notch 1736ST05C-0310 6 66 28 23 36 *
3 Straight 1534ST03C-0320 6 62 20 14 36 *
3.2 5 shank 1536ST05C-0320 6 66 28 23 36 e
5 Whistie notch 1736ST05C-0320 6 66 28 23 36 *
3 Straight 1534ST03C-0325 6 62 20 14 36 e
3.25 5 Internal | - shank 1536ST05C-0325 6 66 28 23 36 .
coolant }
5 Whistle notch 1736ST05C-0325 6 66 28 23 36 *
(72}
(]
3 Straight 1534ST03C-0330 6 62 20 14 36 e £
(2]
33 5 shank 1536ST05C-0330 6 66 28 23 36 Y b
5 Whistle notch 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 Y
5 Whistle notch 1736ST05C-0340 6 66 28 23 36 *
3 Straight 1534ST03C-0350 6 62 20 14 36 ¥
3.5 5 shank 1536ST05C-0350 6 66 28 23 36 %
5 Whistle notch 1736ST05C-0350 6 66 28 23 36 *
¢ Recommended grade ( produce according to order)
p>> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | ild steel Cse:;t;?n Pre-hardened steel, Hardened steel | giainjess Castiron | Nodular | Aluminum | Copper re|:iZtaatnt
HB<180 | p y - - " steel cast iron alloy alloy
oy steel | ~40HRC 50HRC 60HRC alloy
KDG303 (@) O © @)
Codek{i Cutting pa@ Technical inf@ Non-standard customiza@
o) c83 C87-C93 C94-C98
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~—— ST series

ST series for machining of soft steel, stainless steel

\
Internal coolant Straight shank l2 I h
Internal coolant Whistle notch shank b 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.
i oril Driling Cooling | Shank Shank OveraﬁaSIc dlmenSI(;ZtEon;:e)nded Recon::cliznded
d;r(rﬁ()er d((;:-/zt)h mode fipe Type diameter| lengfh Flute length drling depth Shank length| 9
d2(he) I1 I2 I3 l4 KDG303
3 Straight 1534ST03C-0360 6 62 20 14 36 e
3.6 5 shank 1536ST05C-0360 6 66 28 23 36 o
5 Whistle notch 1736ST05C-0360 6 66 28 23 36 *
3 Straight 1534ST03C-0370 6 62 20 14 36 Y
3.7 5 shank 1536ST05C-0370 6 66 28 23 36 o
5 Whistle notch 1736ST05C-0370 6 66 28 23 36 e
3 Straight 1534ST03C-0380 6 66 24 17 36 o
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 ¥
3.9 5 shank 1536ST05C-0390 6 74 36 29 36 %
5 Whistle notch 1736ST05C-0390 6 74 36 29 36 *
3 Straight 1534ST03C-0400 6 66 24 17 36 o
4.0 5 shank 1536ST05C-0400 6 74 36 29 36 %
5 Internal | Senolh  1736ST05C-0400 6 74 36 29 36 *
3 coolant | o aight 1534ST03C-0410 6 66 24 17 36 ¥
41 5 shank 1536ST05C-0410 6 74 36 29 36 o
5 Whistle notch 1736ST05C-0410 6 74 36 29 36 *
3 Straight 1534ST03C-0420 6 66 24 17 36 e
42 5 shank 1536ST05C-0420 6 74 36 29 36 o
5 Whistle notch 1736ST05C-0420 6 74 36 29 36 *
3 Straight 1534ST03C-0430 6 66 24 17 36 Y
43 5 shank 1536ST05C-0430 6 74 36 29 36 Y
5 Whistle notch 1736ST05C-0430 6 74 36 29 36 *
3 Straight 1534ST03C-0440 6 66 24 17 36 e
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 ¥
45 5 shank 1536ST05C-0450 6 74 36 29 36 %
5 Whistle notch 1736ST05C-0450 6 74 36 29 36 *
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ST series ——————~

i ol DrliRg Cooling | Shank Shank OveraﬁasIc dlmensnlz:c(::;::e)nded Recon:;?iznded
d;r(r::;t)ar d(tlalzt)h mode type Type diameter| length Flute length driling depth Shank length) 9
d2(he) I1 I2 13 l4 KDG303
3 Straight 1534ST03C-0460 6 66 24 17 36 Y
4.6 5 shank 1536ST05C-0460 6 74 36 29 36 e
5 Whistle notch 1736ST05C-0460 6 74 36 29 36 *
3 Straight 1534ST03C-0465 6 66 24 17 36 \ﬁf
4.65 5 shank 1536ST05C-0465 6 74 36 29 36 %
5 Whistle notch 1736ST05C-0465 6 74 36 29 36 *
3 Straight 1534ST03C-0470 6 66 24 17 36 %
4.7 5 shank 1536ST05C-0470 6 74 36 29 36 P
5 Whistle notch 1736ST05C-0470 6 74 36 29 36 *
3 Straight 1534ST03C-0480 6 66 28 20 36 ¥
438 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 o
5 Whistle notch 1736ST05C-0490 6 82 44 35 36 *
3 Straight 1534ST03C-0500 6 66 28 20 36 Y
5.0 5 intemal | shank 1536ST05C-0500 6 82 44 35 36 *
5 Whistle notch 1736ST05C-0500 6 82 44 35 36 %
3 Straight 1534ST03C-0510 6 66 28 20 36 Y
5.1 5 shank 1536ST05C-0510 6 82 44 35 36 o
5 Whistle notch 1736ST05C-0510 6 82 44 35 36 *
3 Straight 1534ST03C-0520 6 66 28 20 36 %
5.2 5 shank 1536ST05C-0520 6 82 44 35 36 e
5 Whistle notch 1736ST05C-0520 6 82 44 35 36 *
3 Straight 1534ST03C-0530 6 66 28 20 36 % %
5.3 5 shank 1536ST05C-0530 6 82 44 35 36 P 2
5 Whistle notch 1736ST05C-0530 6 82 44 35 36 * ?
3 Straight 1534ST03C-0540 6 66 28 20 36 ¥
5.4 5 shank 1536ST05C-0540 6 82 44 35 36 %
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)
p>> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel Safiiless Castiron NOdL_J|aI' AlurEfiFun Copper re:'iztaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! castiron | alloy el alloy
KDG303 (@) o) ©) o
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 c83 C87-C93 C94-C98
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~—— ST series

ST series for machining of soft steel, stainless steel

\
Internal coolant Straight shank l2 I h
Internal coolant Whistle notch shank b 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.
i ol briling Cooling | Shank Shank OveraﬁaSiC dimenSit;Z((;o:r:znded Recor:ar\zeended
d:;r(nn?:t)ar d(tla/zt)h mode type Type diameter| length | F1Ute 1ength | “Giic dept  Shank length g
d2(he) I1 I2 I3 l4 KDG303
3 Straight 1534ST03C-0555 6 66 28 20 36 e
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 e
5.6 5 shank 1536ST05C-0560 6 82 44 35 36 o
5 Whistle notch 1736ST05C-0560 6 82 44 35 36 *
3 Straight 1534ST03C-0570 6 66 28 20 36 e
5.7 5 shank 1536ST05C-0570 6 82 44 35 36 o
5 Whistle notch 1736ST05C-0570 6 82 44 35 36 *
3 Straight 1534ST03C-0580 6 66 28 20 36 S
5.8 5 shank 1536ST05C-0580 6 82 44 35 36 e
5 Whistle notch 1736ST05C-0580 6 82 44 35 36 %
3 Straight 1534ST03C-0590 6 66 28 20 36 ¢
5.9 5 shank 1536ST05C-0590 6 82 44 35 36 %
5 Internal | se notch 1736ST05C-0590 6 82 44 35 36 *
3 coolant Straight 1534ST03C-0600 6 66 28 20 36 %
6.0 5 shank 1536ST05C-0600 6 82 44 35 36 i‘r
5 Whistle notch 1736ST05C-0600 6 82 44 35 36 *
3 Straight 1534ST03C-0610 8 79 34 24 36 %
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 e
6.2 5 shank 1536ST05C-0620 8 91 53 43 36 o
5 Whistle 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 o
5 Whistle notch 1736ST05C-0630 8 91 53 43 36 *
3 Straight 1534ST03C-0640 8 79 34 24 36 S
6.4 5 shank 1536ST05C-0640 8 91 53 43 36 e
5 Whistle notch 1736ST05C-0640 8 91 53 43 36 *
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ST series ——————~

Drill Drilling coul Shank Basic dimension(mm) Reamitiaed
. ooling an Shank | Overall Recommended rade
d;ar(nett)ar d(tlalzt)h mode type Type diameter| length Flute length driling depth Shank length) 9
1(m7
d2(he) I1 I2 13 l4 KDG303
3 Straight 1534ST03C-0650 8 79 34 24 36 H
6.5 5 shank 1536ST05C-0650 8 91 53 43 36 #
5 Whistle notch 1736ST05C-0650 8 91 53 43 36 *
3 Straight 1534ST03C-0660 8 79 34 24 36 H
6.6 5 shank 1536ST05C-0660 8 91 53 43 36 Yo
5 Whistle notch 1736ST05C-0660 8 91 53 43 36 *
3 Straight 1534ST03C-0670 8 79 34 24 36 o
6.7 5 shank 1536ST05C-0670 8 91 53 43 36 o
5 Whistle notch 1736ST05C-0670 8 91 53 43 36 *
3 Straight 1534ST03C-0675 8 79 34 24 36 o
6.75 5 shank 1536ST05C-0675 8 91 53 43 36 S
5 Whistle notch 1736ST05C-0675 8 91 53 43 36 *
3 Straight 1534ST03C-0690 8 79 34 24 36 S
6.9 5 shank 1536ST05C-0690 8 91 53 43 36 #
5 Whistle notch 1736ST05C-0690 8 91 53 43 36 *
3 Straight 1534ST03C-0700 8 79 34 24 36 %
7.0 5 Internal |~ shank 1536ST05C-0700 8 91 53 43 36 e
coolant .
5 Whistle notch 1736ST05C-0700 8 91 53 43 36 %
3 Straight 1534ST03C-0710 8 79 41 29 36 H
71 5 shank 1536ST05C-0710 8 91 53 43 36 #
5 Whistle notch 1736ST05C-0710 8 91 53 43 36 *
3 Straight 1534ST03C-0720 8 79 41 29 36 H
7.2 5 shank 1536ST05C-0720 8 91 53 43 36 Y
5 Whistle notch 1736ST05C-0720 8 91 53 43 36 *
(72}
3 Straight 1534ST03C-0730 8 79 41 29 36 Y 8
7.3 5 shank 1536ST05C-0730 8 91 53 43 36 % il
- w
5 Whistle notch 1736ST05C-0730 8 91 53 43 36 *
3 Straight 1534ST03C-0740 8 79 41 29 36 o
7.4 5 shank 1536ST05C-0740 8 91 53 43 36 S
5 Whistle notch 1736ST05C-0740 8 91 53 43 36 *
3 Straight 1534ST03C-0750 8 79 41 29 36 S
7.5 5 shank 1536ST05C-0750 8 91 53 43 36 e
5 Whistle notch 1736ST05C-0750 8 91 53 43 36 *
¢ Recommended grade ( produce according to order)
p>> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel (;::;t;?n Pre-hardened steel, Hardened steel Stainless R Nealder | Al Copper re:ii(;taatnt
HB<180 | p y - - " steel cast iron alloy alloy
oy steel | ~40HRC 50HRC 60HRC alloy
KDG303 @) ¢} @) )
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 c83 C87-C93 C94-C98
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~—— ST series

ST series for machining of soft steel, stainless steel ~

" g TH
Internal coolant Straight shank l2 I h
- 2 N M
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
Basic dimension(mm
Dril | Driling | oo oo o o > ( )d d Recomn:‘ended
" an veral ecommende
d:jar(nett)ar d(T/Zt)h mode type Type diameter| length Flute length | “riing depth (S"ank length grade
1(m7
d2(he) I1 I2 I3 l4 KDG303
3 Straight 1534ST03C-0760 8 79 41 29 36 %
7.6 5 shank 1536ST05C-0760 8 91 53 43 36 e
5 Whistle notch 1736ST05C-0760 8 91 53 43 36 *
3 Straight 1534ST03C-0770 8 79 41 29 36 e
7.7 5 shank 1536ST05C-0770 8 91 53 43 36 o
5 Whistle notch 1736ST05C-0770 8 91 53 43 36 *
3 Straight 1534ST03C-0780 8 79 41 29 36 Y
7.8 5 shank 1536ST05C-0780 8 91 53 43 36 %
5 Whistle notch 1736ST05C-0780 8 91 53 43 36 *
3 Straight 1534ST03C-0790 8 79 41 29 36 %
7.9 5 shank 1536ST05C-0790 8 91 53 43 36 Y
5 Whistle notch 1736ST05C-0790 8 91 53 43 36 *
()]
_|
" 3 Straight 1534ST03C-0800 8 79 41 29 36 %
g 8.0 5 shank 1536ST05C-0800 8 o1 53 43 36 *
5 Internal | se notch 1736ST05C-0800 8 91 53 43 36 *
3 coolant | o aight 1534ST03C-0810 10 89 47 35 40 *
8.1 5 shank 1536ST05C-0810 10 103 61 49 40 e
5 Whistle notch 1736ST05C-0810 10 103 61 49 40 *
3 Straight 1534ST03C-0820 10 89 47 35 40 %
8.2 5 shank 1536ST05C-0820 10 103 61 49 40 %
5 Whistle notch 1736ST05C-0820 10 103 61 49 40 %
3 Straight 1534ST03C-0830 10 89 47 35 40 e
8.3 5 shank 1536ST05C-0830 10 103 61 49 40 e
5 Whistle notch 1736ST05C-0830 10 103 61 49 40 %
3 Straight 1534ST03C-0840 10 89 47 35 40 Y
8.4 5 shank 1536ST05C-0840 10 103 61 49 40 Y
5 Whistle notch 1736ST05C-0840 10 103 61 49 40 %
3 Straight 1534ST03C-0850 10 89 47 35 40 e
8.5 5 shank 1536ST05C-0850 10 103 61 49 40 Y
5 Whistle notch 1736ST05C-0850 10 103 61 49 40 e

¢ Recommended grade ( produce according to order)
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ST series ——————~

i ol DrliRg Cooling | Shank Shank OveraﬁasIc dlmensnl::c(::;::e)nded Recon::ieended
d::r?n?:t)ar d(tla/zt)h mode type Type diameter| length Flute length driling depth Shank length) 9
d2(he) I1 I2 13 l4 KDG303
3 Straight 1534ST03C-0860 10 89 47 35 40 Y
8.6 5 shank 1536ST05C-0860 10 103 61 49 40 %
5 Whistle notch 1736ST05C-0860 10 103 61 49 40 *
3 Straight 1534ST03C-0870 10 89 47 35 40 \ﬁf
8.7 5 shank 1536ST05C-0870 10 103 61 49 40 e
5 Whistle notch 1736ST05C-0870 10 103 61 49 40 *
3 Straight 1534ST03C-0880 10 89 47 35 40 %
8.8 5 shank 1536ST05C-0880 10 103 61 49 40 P
5 Whistle notch 1736ST05C-0880 10 103 61 49 40 *
3 Straight 1534ST03C-0890 10 89 47 35 40 ¥
8.9 5 shank 1536ST05C-0890 10 103 61 49 40 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 o
5 Whistle notch 1736ST05C-0900 10 103 61 49 40 *
3 Straight 1534ST03C-0910 10 89 47 35 40 Y
9.1 5 intermal | shank 1536ST05C-0910 10 | 103 61 49 40 *
5 Whistle notch 1736ST05C-0910 10 103 61 49 40 %
3 Straight 1534ST03C-0930 10 89 47 35 40 Y
9.3 5 shank 1536ST05C-0930 10 103 61 49 40 s
5 Whistle notch 1736ST05C-0930 10 103 61 49 40 *
3 Straight 1534ST03C-0940 10 89 47 35 40 %
9.4 5 shank 1536ST05C-0940 10 103 61 49 40 e
5 Whistle notch 1736ST05C-0940 10 103 61 49 40 *
3 Straight 1534ST03C-0950 10 89 47 35 40 * %
9.5 5 shank 1536ST05C-0950 10 103 61 49 40 P il
5 Whistle notch 1736ST05C-0950 10 103 61 49 40 * ?
3 Straight 1534ST03C-0960 10 89 47 35 40 ¥
9.6 5 shank 1536ST05C-0960 10 103 61 49 40 %
5 Whistle notch 1736ST05C-0960 10 103 61 49 40 *
3 Straight 1534ST03C-0970 10 89 47 35 40 %
9.7 5 shank 1536ST05C-0970 10 103 61 49 40 o
5 Whistle notch 1736ST05C-0970 10 103 61 49 40 *
¢ Recommended grade ( produce according to order)
p>> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel Safiiless Castiron NOdL_J|aI' AlurEfiFun Copper re:'igtaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! castiron | alloy el alloy
KDG303 o o) ©) ©
Codek(d Cutting pa@ Technical inf@ Non-standard customiza@
c6 c83 C87-C93 C94-C98
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~—— ST series

ST series for machining of soft steel, stainless steel ~

" g TH
Internal coolant Straight shank l2 I h
- 2 N M
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.
Basic dimension(mm
Drill Drilling Cooling | Shank Srank T Overal - ( )d : Recomn:jended
. an vera ecommende rade
diameter| depth mode type Type diameter| length Flute length driling depth Shank length) 9
di(m7) | (d)
d2(he) I l2 13 l4 KDG303
3 Straight 1534ST03C-0980 10 89 47 35 40 e
9.8 5 shank 1536ST05C-0980 10 103 61 49 40 e
5 Whistle notch 1736ST05C-0980 10 103 61 49 40 %
3 Straight 1534ST03C-0990 10 89 47 35 40 Y
9.9 5 shank 1536ST05C-0990 10 103 61 49 40 s
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 %
5 Whistle notch 1736ST05C-1000 10 103 61 49 40 *
3 Straight 1534ST03C-1010 12 102 55 40 45 Y
10.1 5 shank 1536ST05C-1010 12 118 71 56 45 #
Whistle notch
o 5 e 1736ST05C-1010 12 118 71 56 45 Al
_|
@ 3 Straight 1534ST03C-1025 12 102 55 40 45 Y
) 10.25 5 shank 1536ST05C-1025 12 118 71 56 45 %
Whistle notch
5 Internal | ek 1736ST05C-1025 12 118 71 56 45 Y
lant
3 %M Straight 1534ST03C-1030 12 102 55 40 45 ¥
10.3 5 shank 1536ST05C-1030 12 118 71 56 45 e
5 Whistle notch 1736ST05C-1030 12 118 71 56 45 %
3 Straight 1534ST03C-1040 12 102 55 40 45 o
10.4 5 shank 1536ST05C-1040 12 118 71 56 45 Y
5 Whistle notch 1736ST05C-1040 12 18 71 56 45 %
3 Straight 1534ST03C-1050 12 102 55 40 45 o
10.5 5 shank 1536ST05C-1050 12 118 71 56 45 S
5 Whistle notch 1736ST05C-1050 12 118 71 56 45 *
3 Straight 1534ST03C-1060 12 102 55 40 45 Yo
10.6 5 shank 1536ST05C-1060 12 118 71 56 45 e
5 Whistle notch 1736ST05C-1060 12 118 71 56 45 *
3 Straight 1534ST03C-1070 12 102 55 40 45 Yo
10.7 5 shank 1536ST05C-1070 12 118 71 56 45 %
5 Whistle notch 1736ST05C-1070 12 118 71 56 45 *

¢ Recommended grade ( produce according to order)

C62



ST series ——————~

i ol DrliRg Cooling | Shank Shank OveraﬁasIc dlmensnlz:c(::;::e)nded Recon:;?iznded
d;r(r::;t)ar d(tlalzt)h mode type Type diameter| length Flute length driling depth Shank length) 9
d2(he) I1 I2 13 l4 KDG303
3 Straight 1534ST03C-1080 12 102 55 40 45 e
10.8 5 shank 1536ST05C-1080 12 118 71 56 45 S
5 Whistle notch 1736ST05C-1080 12 118 71 56 45 %
3 Straight 1534ST03C-1090 12 102 55 40 45 %
10.9 5 shank 1536ST05C-1090 12 118 71 56 45 e
5 Whistle notch 1736ST05C-1090 12 118 71 56 45 *
3 Straight 1534ST03C-1100 12 102 55 40 45 P
1.0 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 ¥
1.1 5 shank 1536ST05C-1110 12 18 71 56 45 %
5 Whistle notch 1736ST05C-1110 12 118 71 56 45 *
3 Straight 1534ST03C-1120 12 102 55 40 45 *
1.2 5 shank 1536ST05C-1120 12 118 71 56 45 %
5 Whistle notch 1736ST05C-1120 12 118 71 56 45 *
3 Straight 1534ST03C-1130 12 102 55 40 45 Y
1.3 5 intemal | shank 1536ST05C-1130 12 | 18 71 56 45 *
5 Whistle notch 1736ST05C-1130 12 118 71 56 45 %
3 Straight 1534ST03C-1140 12 102 55 40 45 e
1.4 5 shank 1536ST05C-1140 12 118 71 56 45 o
5 Whistle notch 1736ST05C-1140 12 118 71 56 45 *
3 Straight 1534ST03C-1150 12 102 55 40 45 %
1.5 5 shank 1536ST05C-1150 12 118 71 56 45 ¥
5 Whistle notch 1736ST05C-1150 12 118 71 56 45 *
3 Straight 1534ST03C-1160 12 102 55 40 45 * %
11.6 5 shank 1536ST05C-1160 12 118 71 56 45 % 2
5 Whistle notch 1736ST05C-1160 12 118 71 56 45 * ?
3 Straight 1534ST03C-1170 12 102 55 40 45 ¥
1.7 5 shank 1536ST05C-1170 12 18 71 56 45 %
5 Whistle notch 1736ST05C-1170 12 118 71 56 45 *
3 Straight 1534ST03C-1180 12 102 55 40 45 %
1.8 5 shank 1536ST05C-1180 12 118 71 56 45 o
5 Whistle notch 1736ST05C-1180 12 18 71 56 45 *
¢ Recommended grade ( produce according to order)
p>> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | il steel Csatlgl;?n Pre-hardened steel, Hardened steel | giainjess Castiron | Nodular | Aluminum | Copper re:'ig?z:nt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee el | el alloy alloy
KDG303 o o} ©) O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 c83 C87-C93 C94-C98
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~—— ST series

ST series for machining of soft steel, stainless steel ~

" g TH
Internal coolant Straight shank l2 I h
- 2 N M
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.
Basic dimension(mm
Drill Drilling Cooling | Shank Srank T Overal - ( )d : Recomn:jended
. an vera ecommende rade
diameter| depth mode type Type diameter| length Flute length driling depth Shank length) 9
di(m7) | (d)
d2(he) I l2 13 l4 KDG303
3 Straight 1534ST03C-1190 12 102 55 40 45 o
1.9 5 shank 1536ST05C-1190 12 118 71 56 45 e
5 Whistle notch 1736ST05C-1190 12 118 71 56 45 %
3 Straight 1534ST03C-1200 12 102 55 40 45 e
12.0 5 shank 1536ST05C-1200 12 118 71 56 45 S
5 Whistle notch 1736ST05C-1200 12 118 71 56 45 %
3 Straight 1534ST03C-1225 14 107 60 43 45 Y
12.25 5 shank 1536ST05C-1225 14 124 77 60 45 Y
5 Whistle notch 1736ST05C-1225 14 124 77 60 45 *
3 Straight 1534ST03C-1230 14 107 60 43 45 P
12.3 5 shank 1536ST05C-1230 14| 124 77 60 45 #
Whistl tch
o 5 P 1736ST05C-1230 14 124 77 60 45 4
_|
@ 3 Straight 1534ST03C-1250 14 107 60 43 45 o
2 12.5 5 shank 1536ST05C-1250 14 124 77 60 45 %
Whistl tch
5 Internal | shank 1736ST05C-1250 14 124 77 60 45 Y
lant
3 %M Straight 1534ST03C-1270 14 107 60 43 45 Y
12.7 5 shank 1536ST05C-1270 14 124 77 60 45 o
5 Whistle notch 1736ST05C-1270 14 124 77 60 45 *
3 Straight 1534ST03C-1275 14 107 60 43 45 o
12.75 5 shank 1536ST05C-1275 14 124 77 60 45 e
5 Whistle notch 1736ST05C-1275 14 124 77 60 45 e
3 Straight 1534ST03C-1280 14 107 60 43 45 e
12.8 5 shank 1536ST05C-1280 14 124 77 60 45 S
5 Whistle notch 1736ST05C-1280 14 124 77 60 45 *
3 Straight 1534ST03C-1300 14 107 60 43 45 Y
13.0 5 shank 1536ST05C-1300 14 124 77 60 45 Y
5 Whistle notch 1736ST05C-1300 14 124 77 60 45 *
3 Straight 1534ST03C-1310 14 107 60 43 45 P
13.1 5 shank 1536ST05C-1310 14 124 77 60 45 e
5 Whistle notch 1736ST05C-1310 14 124 77 60 45 *

¢ Recommended grade ( produce according to order)

Cé64



ST series ——————~

Lonll Drilling Cooling | Shank Shank OveraﬁasIc dlmensnlz:c(::;::e)nded Recon::(ljznded
d;r(r::;t)ar d(tlalzt)h mode type Type diameter| length Flute length driling depth Shank length) 9
d2(he) I1 I2 13 l4 KDG303
3 Straight 1534ST03C-1350 14 107 60 43 45 Y
13.5 5 shank 1536ST05C-1350 14 124 77 60 45 %
5 Whistle notch 1736ST05C-1350 14 124 77 60 45 %
3 Straight 1534ST03C-1380 14 107 60 43 45 \ﬁf
13.8 5 shank 1536ST05C-1380 14 124 77 60 45 %
5 Whistle notch 1736ST05C-1380 14 124 77 60 45 *
3 Straight 1534ST03C-1400 14 107 60 43 45 %
14.0 5 shank 1536ST05C-1400 14 124 77 60 45 P
5 Whistle notch 1736ST05C-1400 14 124 77 60 45 *
3 Straight 1534ST03C-1425 16 15 65 45 48 ¥
14.25 5 shank 1536ST05C-1425 16 133 83 63 48 %
5 Whistle notch 1736ST05C-1425 16 133 83 63 48 #
3 Straight 1534ST03C-1430 16 115 65 45 48 e
14.3 5 shank 1536ST05C-1430 16 133 83 63 48 o
5 Whistle notch 1736ST05C-1430 16 133 83 63 48 *
3 Straight 1534ST03C-1450 16 15 65 45 48 Y
14.5 5 intemal | shank 1536ST05C-1450 16 | 133 83 63 48 *
5 Whistle notch 1736ST05C-1450 16 133 83 63 48 %
3 Straight 1534ST03C-1475 16 15 65 45 48 Y
14.75 5 shank 1536ST05C-1475 16 133 83 63 48 s
5 Whistle notch 1736ST05C-1475 16 133 83 63 48 *
3 Straight 1534ST03C-1480 16 15 65 45 48 %
14.8 5 shank 1536ST05C-1480 16 133 83 63 48 e
5 Whistle notch 1736ST05C-1480 16 133 83 63 48 *
3 Straight 1534ST03C-1500 16 115 65 45 48 * %
15.0 5 shank 1536ST05C-1500 16 133 83 63 48 e 2
5 Whistle notch 1736ST05C-1500 16 133 83 63 48 * ?
3 Straight 1534ST03C-1510 16 15 65 45 48 ¥
15.1 5 shank 1536ST05C-1510 16 133 83 63 48 %
5 Whistle notch 1736ST05C-1510 16 133 83 63 48 *
3 Straight 1534ST03C-1550 16 115 65 45 48 %
15.5 5 shank 1536ST05C-1550 16 133 83 63 48 o
5 Whistle notch 1736ST05C-1550 16 133 83 63 48 *
¢ Recommended grade ( produce according to order)
p>> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade Mild steel Cse:;t;?n Pre-hardened steel, Hardened steel Safiiless Castiron NOdL_J|aI' AlurEfiFun Copper re:'iztaatnt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Stee! castiron | alloy el alloy
KDG303 (@) o) ©) ©
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 c83 C87-C93 C94-C98
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~—— ST series

ST series for machining of soft steel, stainless steel ~

" g TH
Internal coolant Straight shank 12 I h
- 2 N M
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.
Basic dimension(mm
Dril | Driling | oo oo o o > ( )d : Recommended
B an veral ecommendae
diameter | depth |~ type Type diameter | lengin | Flute length | "EERFTERIRC [Shank length grade
d1(m7) (I7d)
d2(he) I1 I2 I3 l4 KDG303
3 Straight 1534ST03C-1580 16 15 65 45 48 e
15.8 5 shank 1536ST05C-1580 16 133 83 63 48 o
5 Whistle notch 1736ST05C-1580 16 133 83 63 48 *
3 Straight 1534ST03C-1600 16 115 65 45 48 e
16.0 5 shank 1536ST05C-1600 16 133 83 63 48 o
5 Whistle notch 1736ST05C-1600 16 133 83 63 48 %
3 Straight 1534ST03C-1650 18 123 73 51 48 e
16.5 5 shank 1536ST05C-1650 18 143 93 71 48 Y
5 Whistle notch 1736ST05C-1650 18 143 93 71 48 %
3 Straight 1534ST03C-1675 18 123 73 51 48 %
16.75 5 shank 1536ST05C-1675 18| 143 93 7 48 *
Whistl tch
o 5 hank 1736ST05C-1675 18 143 93 71 48 Y
_|
@ 3 Straight 1534ST03C-1680 18 123 73 51 48 %
3 16.8 5 shank 1536ST05C-1680 18 143 93 71 48 Yo
5 Internal | se notch 1736ST05C-1680 18 143 93 71 48 *
3 coolant | o aight 1534ST03C-1700 18 123 73 51 48 *
17.0 5 shank 1536ST05C-1700 18 143 93 71 48 ¥
5 Whistle notch 1736ST05C-1700 18 143 93 71 48 *
3 Straight 1534ST03C-1750 18 123 73 51 48 e
17.5 5 shank 1536ST05C-1750 18 143 93 71 48 %
5 Whistle notch 1736ST05C-1750 18 143 93 71 48 *
3 Straight 1534ST03C-1780 18 123 73 51 48 Y
17.8 5 shank 1536ST05C-1780 18 143 93 71 48 o
5 Whistle notch 1736ST05C-1780 18 143 93 71 48 %
3 Straight 1534ST03C-1800 18 123 73 51 48 Y
18.0 5 shank 1536ST05C-1800 18 143 93 71 48 Y
5 Whistle notch 1736ST05C-1800 18 143 93 71 48 %
3 Straight 1534ST03C-1850 20 131 79 55 50 s
18.5 5 shank 1536ST05C-1850 20 153 101 77 50 e
5 Whistle notch 1736ST05C-1850 20 153 101 77 50 %

¢ Recommended grade ( produce according to order)

ce66



W Drilling Tools

ST series ——————~

i ol DrliRg Cooling | Shank Shank OveraﬁasIc dlmensnll:‘c(::;:e)nded Recon::i:nded
d:ja:r(nn?:r d(?/[()jt)h mode type Type diameter| length Flute length driling depth Shank length) 9
d2(he) I1 I2 13 l4 KDG303
3 Straight 1534ST03C-1880 20 131 79 55 50 Y
18.8 5 shank 1536ST05C-1880 20 153 101 77 50 S
5 Whistle notch 1736ST05C-1880 20 153 101 77 50 %
3 Straight 1534ST03C-1900 20 131 79 55 50 e
19.0 5 shank 1536ST05C-1900 20 153 101 77 50 e
5 Whistle notch 1736ST05C-1900 20 153 101 77 50 *
3 Straight 1534ST03C-1950 20 131 79 55 50 P
19.5 5 intenal | shank 1536ST05C-1950 20 | 153 101 77 50 #
5 Whistle notch 1736ST05C-1950 20 153 101 77 50 e
3 Straight 1534ST03C-1980 20 131 79 55 50 e
19.8 5 shank 1536ST05C-1980 20 153 101 77 50 %
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 %
5 Whistle notch 1736ST05C-2000 20 153 101 77 50 *
¢ Recommended grade ( produce according to order)
3
&
o
p>> Applicable material table ©Very suitable OSuitable
Workpiece material
Grade | i steel C:t‘;%‘lm Pre-hardened steel, Hardened steel | gyinjags Castiron | Nodular | Aluminum | Copper re?iz?;nt
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
KDG303 @) ¢} ©) ¢}
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
c6 c83 C87-C93 C94-C98
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'BORING TOOL

~—— SC series

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

: \?‘F sie] NN N - — - ] g
External coolant Straight shank l2 T
® For materials with short chips such as cast iron, silicon-aluminum alloy, etc.
@® Cutting edge and shank with same diameter.
Dl Driling | 6o Shanfam dimension(mm) RecoT:j:nded
dlg:'?r?:;ar d(tlalzt)h mode Shank type Type diameter |Overall length| Flute length Y
da(h7) I1 2 YK20F
3 1105SC03-0200 2.0 38 12 %
20 5 11018C05-0200 2.0 49 24 P
3 11055C03-0250 25 43 14 #
25 5 1101SC05-0250 25 57 30 Fo
3 11055C03-0280 28 46 16 %
28 5 1101SC05-0280 2.8 61 33 Y
3 1105SC03-0300 3.0 46 16 %
30 5 1101SC05-0300 3.0 61 33 e
3.1 3 1105SC03-0310 31 49 18 e
3.2 3 1105SC03-0320 32 49 18 o
3.3 3 1105SC03-0330 33 49 18 e
3.4 3 1105SC03-0340 34 52 20 P
3 1105SC03-0350 35 52 20 e
35 5 1101SC05-0350 35 70 39 P
3.6 3 1105SC03-0360 36 52 20 e
] 3.7 3 External | Straight 1105SC03-0370 37 52 20 e
8 3 coolant shank 1105SC03-0380 3.8 55 22 e
& 38 5 1101SC05-0380 38 75 43 e
3.9 3 1105SC03-0390 3.9 55 22 e
3 1105SC03-0400 40 55 22 %
40 5 1101SC05-0400 40 75 43 7
4.1 3 1105SC03-0410 41 55 22 %
3 11055C03-0420 42 55 22 %
42 5 1101SC05-0420 4.2 75 43 Yo
43 3 1105SC03-0430 43 58 24 %
4.4 3 1105SC03-0440 44 58 24 %
3 1105SC03-0450 45 58 24 e
45 5 1101SC05-0450 45 80 47 Y
46 3 1105SC03-0460 46 58 24 e
47 3 1105SC03-0470 47 58 24 P
3 1105SC03-0480 48 62 26 e
48 5 1101SC05-0480 48 86 52 P

¢ Recommended grade ( produce according to order)

Cce68



SC series ——————~

. Drill Drilling Cooling Shanfasic dimension(mm) Fegaitiiaiitd
diameter depth mode Shank type Type diameter |Overall length| Flute length grade
di(he) (V) da(h7) I I YK20F
49 3 1105SC03-0490 4.9 62 26 e
3 1105SC03-0500 5.0 62 26 e
>0 5 11018C05-0500 5.0 86 52 e
5.1 3 1105SC03-0510 5.1 62 26 Y
5.2 3 1105SC03-0520 5.2 62 26 Y
5.3 3 1105SC03-0530 53 62 26 e
5.4 3 1105SC03-0540 5.4 66 28 Yo
3 1105SC03-0550 55 66 28 Yo
>3 5 1101SC05-0550 5.5 93 57 Yo
5.6 3 1105SC03-0560 56 66 28 %
5.7 3 1105SC03-0570 5.7 66 28 e
58 3 1105SC03-0580 58 66 28 o
5 1101SC05-0580 58 93 57 Y
5.9 3 1105SC03-0590 59 66 28 Yo
3 1105SC03-0600 6.0 66 28 e
60 5 1101SC05-0600 6.0 93 57 o
6.1 3 Extomal | Staignt 11055C03-0610 6.1 70 31 *
6.2 3 1105SC03-0620 6.2 70 31 e
6.3 3 1105SC03-0630 6.3 70 31 e
6.4 3 1105SC03-0640 6.4 70 31 e
65 3 1105SC03-0650 6.5 70 31 e
5 1101SC05-0650 6.5 101 63 e
6.6 3 1105SC03-0660 6.6 70 31 P
6.7 3 1105SC03-0670 6.7 70 31 o
3 1105SC03-0680 6.8 74 34 Yo 8
68 5 1101SC05-0680 6.8 109 69 e §
6.9 3 1105SC03-0690 6.9 74 34 Yo ®
o 3 1105SC03-0700 7.0 74 34 %
5 1101SC05-0700 7.0 109 69 Yo
7.1 3 1105SC03-0710 7.1 74 34 e
7.2 3 1105SC03-0720 72 74 34 Y
7.3 3 1105SC03-0730 73 74 34 e
7.4 3 1105SC03-0740 74 74 34 e
¢ Recommended grade ( produce according to order)
p>> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | g steel Cset‘;t;?n Pre-hardened steel, Hardened steel | gyinjags Castiron | Nodular | Aluminum | Copper re?ig?;nt
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
YK20F ©) 0 @)

Codek{d Cutting pa@ Technical inf@ Non-standard customiza@

Cé C83 C87-C93 C94-C98

C69



: m sie] NN N - — - ] g
External coolant Straight shank l2 T
® For materials with short chips such as cast iron, silicon-aluminum alloy, etc.
@® Cutting edge and shank with same diameter.
_ Drrill Drilling Cooling ShanfaSic ellaE e} Recomrrcliended
diameter depth mode Shank type Type diameter |Overall length| Flute length grade
di(he) (V) da(h7) I Iz YK20F
3 1105SC03-0750 75 74 34 e
s 5 1101SC05-0750 75 109 69 P
7.6 3 11055C03-0760 76 79 37 e
7.7 3 1105SC03-0770 77 79 37 e
3 11055C03-0780 78 79 37 %
"8 5 1101SC05-0780 78 17 75 Yo
7.9 3 1105SC03-0790 7.9 79 37 e
3 1105SC03-0800 8.0 79 37 %
8.0 5 1101SC05-0800 8.0 17 75 o
8.1 3 1105SC03-0810 8.1 79 37 e
8.2 3 1105SC03-0820 8.2 79 37 Y
8.3 3 1105SC03-0830 8.3 79 37 e
8.4 3 1105SC03-0840 8.4 79 37 e
3 1105SC03-0850 8.5 79 37 Y
85 5 1101SC05-0850 85 17 75 Y
@ 8.6 3 1105SC03-0860 8.6 84 40 e
g 8.7 3 Extomal | Staignt 11055C03-0870 87 84 40 %
@ 3 1105SC03-0880 8.8 84 40 e
88 5 1101SC05-0880 8.8 125 81 %
8.9 3 1105SC03-0890 8.9 84 40 e
3 1105SC03-0900 9.0 84 40 P
90 5 1101SC05-0900 9.0 125 81 e
9.1 3 11055C03-0910 9.1 84 40 %
9.2 3 1105SC03-0920 92 84 40 %
9.3 3 1105SC03-0930 93 84 40 e
9.4 3 1105SC03-0940 9.4 84 40 %
3 1105SC03-0950 95 84 40 #
95 5 1101SC05-0950 95 125 81 e
9.6 3 1105SC03-0960 96 89 43 %
9.7 3 1105SC03-0970 97 89 43 Y
3 1105SC03-0980 9.8 89 43 e
98 5 1101SC05-0980 9.8 133 87 Y
9.9 3 1105SC03-0990 9.9 89 43 e

¢ Recommended grade ( produce according to order)

Cc70



SC series ——————~

Diil | Diling | oo ShanfaSic dimension(mm) Recommended
diameter depth mode Shank type Type diameter |Overall length| Flute length grade
di(hs) (V) da(h7) h I YK20F
3 1105SC03-1000 10.0 89 43 e
10.0 5 1101SC05-1000 10.0 133 87 e
10.1 3 1105SC03-1010 10.1 89 43 e
10.2 3 1105SC03-1020 10.2 89 43 #
10.4 3 1105SC03-1040 10.4 89 43 e
105 3 1105SC03-1050 10.5 89 43 %
5 1101SC05-1050 10.5 133 87 %
10.7 3 1105SC03-1070 10.7 95 47 e
105 3 1105SC03-1080 10.8 95 47 e
5 1101SC05-1080 10.8 142 94 e
"o 3 1105SC03-1100 1.0 95 47 Y
5 1101SC05-1100 1.0 142 94 Y
s 3 1105SC03-1150 15 95 47 Yo
5 1101SC05-1150 15 142 94 e
3 1105SC03-1200 12.0 102 51 e
12.0 5 1101SC05-1200 12.0 151 101 e
125 3 External Straight 1105SC03-1250 12.5 102 51 %
5 coolant shank 1101SC05-1250 12,5 151 101 e
12.8 3 11055C03-1280 12.8 102 51 e
130 3 1105SC03-1300 13.0 102 51 Y
5 1101SC05-1300 13.0 151 101 P
13.1 3 1105SC03-1310 13.1 102 51 P
135 3 1105SC03-1350 135 107 54 %
5 1101SC05-1350 135 160 108 %
140 3 1105SC03-1400 14.0 107 54 % %
5 1101SC05-1400 14.0 160 108 % 6
14.3 3 1105SC03-1430 14.3 11 56 e @
145 3 1105SC03-1450 14.5 11 56 e
5 1101SC05-1450 145 169 114 Y
15.0 3 1105SC03-1500 15.0 11 56 e
5 1101SC05-1500 15.0 169 114 e
15.5 5 1101SC05-1550 15.5 178 120 e
16.0 3 1105SC03-1600 16.0 15 58 e
5 1101SC05-1600 16.0 178 120 e
¢ Recommended grade ( produce according to order)
p>> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | g steel Cset‘;t;?n Pre-hardened steel, Hardened steel | gyinjags Castiron | Nodular | Aluminum | Copper re?ig?;nt
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~60HRC | Steel castiron | alloy alloy alloy
YK20F ©) 0 @}

Codek{d Cutting pa@ Technical inf@ Non-standard customiza@

Cé C83 C87-C93 C94-C98

cr1
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Straight shank

% 3]150°

@ Suitable for drilling solid workpieces such as cast iron and AL alloy.
® Three-flute construction for high feed rates and excellent centering capability.
® High machining reliability, suitable for harsh working conditions, such as intermittent cutting, etc.

A
External coolant
Drill Drilling
diameter| depth
d1(hs) (I/d)
3.0 3
3.1 3
3.2 3
3.3 3
34 3
3.5 3
3.6 3
3.7 8
3.8 3
3.9 8
4.0 3
4.1 8
4.2 3
4.3 3
44 3
4.5 3
4.6 3
4.7 8
4.8 3
4.9 3
5.0 3
5.1 3
5.2 3
5.3 3
5.4 3
5.5 3
5.6 3
5.7 3
5.8 3

Cooling
mode

External
coolant

Shank
type

Straight
shank

Basic dimension(mm) Recommended grade
Type A e = e
d2(h7) I1 I2 I3
1165PA03-0300 3.0 46 16 12 PAS ke
1165PA03-0310 3.1 49 18 14 * e
1165PA03-0320 3.2 49 18 14 * "
1165PA03-0330 3.3 49 18 14 * *
1165PA03-0340 3.4 52 20 15 * e
1165PA03-0350 3.5 52 20 15 w *
1165PA03-0360 3.6 52 20 15 * PAY
1165PA03-0370 3.7 52 20 15 w *
1165PA03-0380 3.8 55 22 17 PAS *
1165PA03-0390 3.9 55 22 17 w *
1165PA03-0400 4.0 55 22 17 w PAS
1165PA03-0410 4.1 55 22 17 w A
1165PA03-0420 4.2 55 22 17 Y PAY
1165PA03-0430 4.3 58 24 18 AS *
1165PA03-0440 44 58 24 18 AY *
1165PA03-0450 4.5 58 24 18 S hAS
1165PA03-0460 4.6 58 24 18 PAY PAS
1165PA03-0470 4.7 58 24 18 w AS
1165PA03-0480 4.8 62 26 20 * *
1165PA03-0490 4.9 62 26 20 e e
1165PA03-0500 5.0 62 26 20 pAe *
1165PA03-0510 5.1 62 26 20 * PAG
1165PA03-0520 52 62 26 20 PAY AS
1165PA03-0530 53 62 26 20 * ke
1165PA03-0540 54 66 28 21 PAS "
1165PA03-0550 55 66 28 21 * >
1165PA03-0560 5.6 66 28 21 ¥ e
1165PA03-0570 5.7 66 28 21 * e
1165PA03-0580 5.8 66 28 21 ¥ ¥

C72

¢ Recommended grade ( produce according to order)




PA series ——————~

Drill Drilling
diameter| depth
d1(hs) (I/d)
5.9 3
6.0 3
6.1 3
6.2 3
6.3 3
6.4 3
6.5 3
6.6 3
6.7 8
6.8 3
6.9 8
7.0 3
71 8
7.2 3
7.3 S
7.4 3
7.5 3
7.6 3
7.7 3
7.8 3
7.9 3
8.0 3
8.1 3
8.2 3
8.3 3
8.4 3
8.5 3
8.6 3
8.7 3

Basic dimension(mm) Recommended grade
anil e Type cieater | o | Futetonan " | vor
dz(h7) I1 I2 13
1165PA03-0590 5.9 66 28 21 * PAG
1165PA03-0600 6.0 66 28 21 e AG
1165PA03-0610 6.1 70 31 23 *x ke
1165PA03-0620 6.2 70 31 23 PAS "
1165PA03-0630 6.3 70 31 23 ¥ ¥
1165PA03-0640 6.4 70 31 23 * "
1165PA03-0650 6.5 70 31 23 ¥ ¥
1165PA03-0660 6.6 70 31 23 ¥ ¥
1165PA03-0670 6.7 70 31 23 bAd b e
1165PA03-0680 6.8 74 34 25 PAS w
1165PA03-0690 6.9 74 34 25 w *
1165PA03-0700 7.0 74 34 25 PAS w
1165PA03-0710 71 74 34 25 w *
1165PA03-0720 7.2 74 34 25 w PAS
Extomal | Staiont 1165PA03-0730 73 74 34 25 % #e
1165PA03-0740 7.4 74 34 25 PAY PAS
1165PA03-0750 7.5 74 34 25 AS PAS
1165PA03-0760 7.6 79 37 27 PAY PAS
1165PA03-0770 7.7 79 37 27 S bAS
1165PA03-0780 7.8 79 37 27 S S
1165PA03-0790 7.9 79 37 27 bAS AS
1165PA03-0800 8.0 79 37 27 * *
1165PA03-0810 8.1 79 37 27 AG PAG 'é
1165PA03-0820 8.2 79 37 27 pAe * é
1165PA03-0830 8.3 79 37 27 e PAG
1165PA03-0840 8.4 79 37 27 AS PAS
1165PA03-0850 8.5 79 37 27 * e
1165PA03-0860 8.6 84 40 29 pAe w
1165PA03-0870 8.7 84 40 29 *x AG

B> Applicable material table

¢ Recommended grade ( produce according to order)

OVery suitable OSuitable

Workpiece material

Grade | pjig steel Csetlgtécl)’n Pre-hardened steel, Hardened steel | 55 Castiron | Nodular | Aluminum | Copper re?ig?;nt
HB<180 | Alioy steel | ~40HRC | ~50HRC | ~60HRC | Steel el | el cles alloy
KDG303 O (@) O © O
YK30F O © O © O
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
C6 cs4 C87-C93 C94-C98
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External coolant Straight shank ls B
I

@ Suitable for drilling solid workpieces such as cast iron and AL alloy.

® Three-flute construction for high feed rates and excellent centering capability.

® High machining reliability, suitable for harsh working conditions, such as intermittent cutting, etc.

& al:r)r:itlalt T 32':)'3? Cooling | Shank Type d.Shantk Balosije%?e:z::;:) R:gl?mn:jenﬁﬁd L

di(he) | (/g) | Mode | be :2“(1:: e':? : L '"Iga o | KDG303 | YK30F
8.8 3 1165PA03-0880 8.8 84 40 29 PAS >
8.9 3 1165PA03-0890 8.9 84 40 29 * ke
9.0 3 1165PA03-0900 9.0 84 40 29 PAS "
9.1 3 1165PA03-0910 9.1 84 40 29 * ke
9.2 3 1165PA03-0920 9.2 84 40 29 PAS ke
9.3 5 1165PA03-0930 9.3 84 40 29 * *
9.4 3 1165PA03-0940 9.4 84 40 29 * e
9.5 3 1165PA03-0950 9.5 84 40 29 bAd *
9.6 3 1165PA03-0960 9.6 89 43 31 * AS
9.7 3 1165PA03-0970 9.7 89 43 31 w *
9.8 3 1165PA03-0980 9.8 89 43 31 * *
9.9 3 1165PA03-0990 9.9 89 43 31 w *
10.0 3 1165PA03-1000 10.0 89 43 31 PAS PAY
10.1 3 1165PA03-1010 10.1 89 43 31 w S
10.2 g | Bxtemal | Staignt 1165PA03-1020 10.2 89 43 31 * %o
10.3 3 1165PA03-1030 10.3 89 43 31 w PAS
10.5 3 1165PA03-1050 10.5 89 43 31 AY PAS
1.0 3 1165PA03-1100 11.0 95 47 33 w PAS
1.2 3 1165PA03-1120 1.2 95 47 33 AY S
1.5 3 1165PA03-1150 11.5 95 47 33 w AS
1.8 3 1165PA03-1180 11.8 95 47 33 * *
12.0 3 1165PA03-1200 12.0 102 51 35 S hAS
121 3 1165PA03-1210 121 102 51 35 pAe *
12.5 3 1165PA03-1250 12.5 102 51 35 * ke
13.0 3 1165PA03-1300 13.0 102 51 35 pAe AS
13.5 3 1165PA03-1350 13.5 107 54 37 * e
14.0 3 1165PA03-1400 14.0 107 54 37 PAG X e
14.5 3 1165PA03-1450 14.5 111 56 38 *x ke
15.0 3 1165PA03-1500 15.0 1M1 56 38 PAY "

C74

¢ Recommended grade ( produce according to order)



PA series ——————~

. - Basic dimension(mm) Recommended grade
Drill Drilling Cooling | Shank — oo = ol
diameter| depth Type San verall | ejyte length | ecommende
di(hs) (1id) mode type diameter length driling depth KDG303 | YK30F
dz(h7) I1 I2 13
15.5 3 1165PA03-1550 15.5 115 58 38 PAS A
16.0 3 1165PA03-1600 16.0 115 58 38 PAS S
16.5 3 1165PA03-1650 16.5 119 60 39 PAS PAS
17.0 3 1165PA03-1700 17.0 119 60 39 PAS PAS
17.5 8 External | Straight 1165PA03-1750 17.5 123 62 40 PAS bAs
18.0 3 coolant | shank 1165PA03-1800 18.0 123 62 40 % e
18.5 & 1165PA03-1850 18.5 127 64 41 PAS S
19.0 3 1165PA03-1900 19.0 127 64 41 PAS e
19.5 3 1165PA03-1950 19.5 131 66 42 PAS S
20.0 3 1165PA03-2000 20.0 131 66 42 AS A
¢ Recommended grade ( produce according to order)
2]
Q0
2
£
p>> Applicable material table OVery suitable OSuitable
Workpiece material
Grade | il steel Csatlgtglm Pre-hardened steel, Hardened steel | giainjess Castiron | Nodular | Aluminum | Copper re?izta;nt
HB<180 Alloy steel | ~40HRC | ~50HRC | ~60HRC steel cast iron alloy alloy alloy
KDG303 O O (@) (@) ©)
YK30F O (@) O O @]
Codek{d Cutting pa@ Technical inf@ Non-standard customiza@
C6 C84 C87-C93 C94-C98
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Straight shank
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Straight shank
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sh207

51207

® 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.

External coolant
Internal coolant
Drill Drillin: .
. 9 Cooling
diameter | depth mode
di(m7) (I7d)
4.0 5
External
4.2 9 coolant
5.0 °
) Internal
15 coolant
5 External
6.0 coolant
: Internal
15 coolant
6.75 5
External
7.0 5 coolant
8.0 °
. Internal
15 coolant
8.5 5 External
5 coolant
9.0
Internal
15 coolant
5 Extelrna;I
coolan
10.0 15 Internal
coolant
10.25 S External
"o 5 coolant
. Internal
15 coolant
5 Extelrna’l(l
coolan
12.0 15 Internal
coolant
13.0 5 External
5 coolant
14.0
) Internal
15 coolant
15.0 5 External
15.5 5 coolant

Shank
type

Straight
shank

Basic dimension(mm)

Recommended
Type dgr]\?gtlér (I::a\%rtarll Flute length R‘jerﬁﬂnmg":jeg&ﬁd Shank length| ~ grade
d2(he) I1 I2 13 l4 YK20F
1576PC05-0400 6.0 74 36 29 36 PAe
1576PC05-0420 6.0 74 36 29 36 *
1576PC05-0500 6.0 82 44 35 36 DAY
1579PC15C-0500 6.0 145 105 96 36 AG
1576PC05-0600 6.0 82 44 35 36 S
1579PC15C-0600 6.0 145 105 96 36 *
1576PC05-0675 8.0 91 53 43 36 Yo
1576PC05-0700 8.0 91 53 43 36 ¢
1576PC05-0800 8.0 91 53 43 36 PAY
1579PC15C-0800 8.0 180 137 127 36 *x
1576PC05-0850 10.0 103 61 49 40 *
1576PC05-0900 10.0 103 61 49 40 *
1579PC15C-0900 10.0 217 170 158 40 PAS
1576PC05-1000 10.0 103 61 49 40 ¢
1579PC15C-1000 10.0 217 170 158 40 Y
1576PC05-1025 12.0 118 71 56 45 PAG
1576PC05-1100 12.0 118 71 56 45 PAe
1579PC15C-1100 12.0 258 205 190 45 w
1576PC05-1200 12.0 118 71 56 45 *
1579PC15C-1200 12.0 258 205 190 45 *
1576PC05-1300 14.0 124 77 60 45 *
1576PC05-1400 14.0 124 77 60 45 PAG
1579PC15C-1400 14.0 290 236 219 45 PAY
1576PC05-1500 16.0 133 83 63 48 *
1576PC05-1550 16.0 133 83 63 48 DAY

C76

¢ Recommended grade ( produce according to order)



BORING TOOL C

PC series —————~

» Drill Drilling Cooling | Shank Shank 0ve:1:Sic dimenSion(:;:r:mended Recorrrmnded
cljz:r(nrz;(;r d(T/Zt;] mode type Type ARl length Flute length driling depth Shank length g
d2(hs) I1 I2 I3 l4 YK20F

16.0 5 1576PC05-1600 16.0 133 83 63 48 PAe
17.0 5 1576PC05-1700 18.0 143 93 71 48 *
17.5 5 External | Straight | 1576PC05-1750 18.0 143 93 71 48 %
18.0 5 coolant | shank 1576PC05-1800 18.0 143 93 71 48 Y
19.5 5 1576PC05-1950 20.0 153 101 77 50 PAY
20.0 5 1576PC05-2000 20.0 153 101 77 50 A

¢ Recommended grade ( produce according to order)

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

Feed rate 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

i)
=)
=)
8
)]
=
=]

PC series

b> Applicable material table ©OVery suitable OSuitable
Workpiece material
Grade | yjild steel C:::;?” P EIR AR S50l EREIEUEEY) | ey Castiron | Nodular | Aluminum | Copper re:'iztaatnt
HB<180 Alloy steel | ~40HRC | ~50HRC | ~60HRC steel cast iron alloy alloy alloy
YK20F (@)} @) @}
Codm Cutting pa@ Technical inform/atio—nj Non-standard customiza@
C6 C85 C87-C93 C94-C98

Cr7



External coolant Straight shank Il 12
11
O A e e —
External coolant Straight shank ‘ﬂ o
I
@ Suitable for punching center holes and chamfering on CNC machines.
® Compared to conventional center drilling tools, centering drills are more stable and can be easily
centered on sloping surfaces.
. - Basic dimension(mm
Drill Drilling Gl (mm) Recommended
diameter depth mog deg Shank type Type dg:r?gtlér Overall length | Flute length grade
di(m7 I/d
(m7) (Vid) d2(he) I1 I2 YK20F
5 90° 1143SC90-0500 5.00 62 10 PAY
120° 1143SC120-0500 5.00 62 10 AG
6 90° 1143SC90-0600 6.00 66 15 S
120° 1143SC120-0600 6.00 66 15 Ad
8 90° 1143SC90-0800 8.00 79 17 S
120° 1143SC120-0800 8.00 79 17 Ad
10 90° 1143SC90-1000 10.00 89 20 g
120° External | Straight 11435C120-1000 10.00 89 20 %
12 90° coolant shank 1143SC90-1200 12.00 102 25 %
120° 1143SC120-1200 12.00 102 25 PAS
14 90° 1143SC90-1400 14.00 107 30 *
8 120° 1143SC120-1400 14.00 107 30 PAG
3 16 90° 1143SC90-1600 16.00 115 35 ¥
& 120° 1143SC120-1600 16.00 115 55 AS
20 90° 1143SC90-2000 20.00 131 40 *
120° 1143SC120-2000 20.00 131 40 AS
¢ Recommended grade ( produce according to order)
Centering drilling machining Hole chamfering machining Chamfering machining Hole chamfering machining
b> Applicable material table ©OVery suitable OSuitable
Workpiece material
Grade . Carbon Pre-hardened steel, Hardened steel B A Heat
M'|d<5t99| steel, Stg{gléelss Cast iron g%?ti‘rlg; Aluarn(ljnum Cglgljger resistant
HB<180 | Ajioy steel | ~40HRC | ~50HRC | ~B60HRC Y Y alloy
YK20F (@)} O @}
Codm Cutting para{eteg Technical infm Non-standard customiza@
C6 C86 C87-C93 C94-C98

Cr78



Recommended cutting parameters ——~

GD series twist drills(external coolant)

oL F¥SL

.

workpiece
material

Cutting
speed

Diameter
(mm)

10

12

14

16

18

20

25

Mild steel
HB<180
60~120m/min
Rsoszggg Feed rate
(min™") (mmir)
14000 %ﬂfg
9500 %f’f{
7000 0(i.1105~
s7o0 | 1%
a0 | G0
3600 0(5.1264~
2800 06.128;
200 | Q7
200 | G
1800 | GA
600 | Gy
1400 00'.3400~
1500 0(i.3422~

Carbon steel, alloy

steel
~30HRC
60~120m/min
Rsoszggg Feed rate
(min) (mm/r)
14000 0(5_0065
9500 %f’f{
7000 o(5.1105~
5700 0(5.1128~
a0 | GLC
3600 0(i.1264~
2800 0(5.1287~
2000 | GO
2100 | G5
1800 | 43
e00 | G
100 | G5
1500 ()(5?422~

Pre-hardened

steel
~40HRC
40~70m/min
Rsoszteigg Feed rate
(min) (mm/r)
9500 06?065;
6300 06.019;
4700 0o'.1105~
se00 | G
3100 06 _1240~
2400 0(5.1264~
1900 06 .1287~
1600 06_230&
1400 06?325
1200 06_235;
1100 06.2385;
050 | i
900 0()'.3422~

Stainless steel

25~40m/min
e e
5500 06902;
3700 06?03;
200 | 40
2200 06?150"
1850 06916;
1400 | 0%
1100 06_110;
930 0ci.1220~
800 0(5 .1232~
I
620 06.1258~
= 06.1360~
700 06 .1372~

Cast iron
60~120m/min
R:;zggg Feed rate
(min™) (mm/r)
14000 06906;
os00 | G
o | 5%
s70 | Gl
o | Ot
o | 91
2800 06.1287~
2000 | G
o | 02
BT 06.2356~
1600 | G
1400 06i100~
1500 032~
0.42

Nodular cast iron

50~100m/min
Rotating | coo 4 te

(Sr’r)'n?r?% (mm/r)
11000 069068~
7a00 | %%
5600 00'.1105~
as00 | G
3700 0611;(;
2800 0(;_1;;
2200 00'.1287~
1900 06_2306
1600 Od.2325~
1400 0(;_2356~
1200 06_238;
1100 Odiog
1100 00'_3422~

Heat resistant alloy

15~25m/min

2 e
3200 00'902;
2100 0ci.ooae~
1600 Od%‘;
1250 00'905;
1050 069161~
800 0691%;
600 0(5.1106~
500 06.1125;
450 00'.1230~
400 0()'.1243~
350 0(3'.1255~
20 | G
250 |0.17~0.3

=)
<]
]
Lo
=
=)

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.

C79
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~——— Recommended cutting parameters

GD series twist drills(internal coolant)

5D

-/

3D

workpiece
material

Cutting
speed

Diameter
(mm)

3
4

10
12
14
16
18
20

25

Mild steel
HB<180
80~150m/min

Rotating
speed” D
12700 | 40
9600 | 410
7600 | 12
6a00 | L
agoo | 1o
ss00 | &%
3200 | 42
a0 | 422
2400 06_235(;
2100 Od?:f;
1900 06.340(;
1500 | %%

Carbon steel, alloy

steel
~30HRC
80~150m/min
Spead| et e
12700 | 4%
900 | Gz
7e00 | Gl
sa00 | G
agoo | 41
3800 | %%
3200 | 42
a0 | §22
2400 | %2
2100 | 4%
1900 06.3405
1500 06?42{

Pre-hardened

steel
~40HRC

50~80m/min
Spead| et
7400 | 0%
5600 | 'tz
4500 | G
aroo | b
2600 | G
2200 | 1%
1900 | G
1600 | G
1400 | O3
e 0(5.2388~
1oo | 43>
w |5

Stainless steel

50~80m/min
Rotating

speed”| "
6300 | 4%
a0 | Q%
300 | GO
a200 | 00
2400 | GO
1000 | G
1600 | &2
1350 06.1232~
i
1050 06.125;

050 | G

o | S

Cast iron
80~150m/min
Rotating
speed” "D
12700 | 400
9600 | %10
7e00 | G
6400 | O
wo |
agoo | %18
a200 | 42
2700 | 22~
2400 06.2356~
iy 0(5.2388~
1900 Odiog
1500 | %%

Nodular cast iron

60~120m/min
Rso tggzg Feed rate
(rgin”) (mm/r)
900 | 40
7000 | %1%
s70 | %12
a0 | GV
as00 | %o
2800 | %1~
2400 | 42"
2100 | 022~
1800 06_235(;
1600 06.238;
1400 06.3400~
oo |

Heat resistant alloy

15~25m/min
Rotating
speed” L0
2100 | 0%
1600 | %0
1250 06?05;
1050 | %00
soo | %0
s0 | G5
so0 | G
450 | Gop
a0 | Go5
30 | G
20 | G
250 | %7

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.

GD series twist drills(internal coolant)

8D

—/

Workpiece
material

Cutting
speed

Diameter
(mm)

3

4

10
12
14
16

18

Mild steel
HB=<180
80~150m/min
Rotating

speed | "0 "
12700 | 40
9600 Od?fg
| 55
oo | 415
agoo | §1%
3800 %_124;
o | 05
2700 06_128;
2400 | 42
2100 | 425

Carbon steel, alloy

steel
~30HRC
80~150m/min
Spont Pt
12700 | 40
9600 %f’f;
700 | T
6400 %_1116;
wo | %
3800 06.1242~
s200 | G5
2700 06_128;
2400 | 42
2100 | 435

Pre-hardened

steel
~40HRC
50~80m/min
bl
7400 | %0
5600 06918;
400 | Gl
3700 %_111(;
o |
2200 06.1242~
1900 | G5
1600 06.1288~
1400 | 42
1200 | G2

Stainless steel

40~60m/min
Rotating

speed | "0 /3¢
5300 | 0%
4000 %F’;g
3200 0(5.0150~
2700 06?165
2000 | GO
1300 0ci.1220~
1100 0(5.1232~
O
g0 | Gon

Cast iron
80~150m/min
Rotating

speed | "5
12700 | 40X
Sy 06918{
o | 41
6400 06.1116;
ag00 | GU
3800 06.1242~
o | 8%
2700 06_128;
2400 | 42
2100 | 435

Nodular cast iron

60~120m/min

Rsotgggg Feed rate
(r$1in4) (mmi)
9500 00'9160~
7000 06918;
so0 | GO
4700 00'_1115
3600 00'.1139~
2800 0(5.1242~
2400 0611;;
2100 06.1288~
1800 00'_220;
1600 0(;_234;

Heat resistant alloy

15~25m/min
Rotating

speed” L0
2100 | %%
1600 Od%‘;
1250 | G
1050 | 400
| 9%
500 06.1125;
w0 | G50
w | 55
350 | oo

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.

cs8o0




Recommended cutting parameters ——~

SL series deep twist drills(internal coolant)

12D

-/

workpiece
material

Cutting
speed

Diameter
(mm)

3

4

10
12
14
16
18

20

Mild steel

HB<180
60~120m/min
e
10600 060.(15~
gooo | 905
6400 O(5.1104~
s | 831
o | 815
az00 | GO
2700 | Q1
2300 06_128;
2o | 020
o | 022
| 025

Carbon steel,

alloy steel

~30HRC
60~120m/min

Rotating

speed |
10600 0'& f”
sooo | 4%
6400 | 410
5300 06.111(;
4000 Odj139~
a200 | G
2700 | 15
2300 06_1288~
2100 %?gg
1800 | 422
1600 | Qo>

Pre-hardened

steel
~40HRC
50~80m/min
Rs;:ggg Feed rate|
(min”) (mm/r)
7400 060.(15~
s600 | 0%
4500 O(5.1104~
om0 | 41
200 | %%
2200 | GV
1900 | &5
1600 06_128;
oo | 62
o | 9%
oo | 0%

Stainless steel

40~60m/min

Rotating

speed |
5300 06903;
a000 | GO
a200 | 9%~
2700 069162"
2000 069186~
1600 | &1
1300 | 12
1100 06.1232~
1050 %E‘;
950 | G
80 | G

Cast iron
80~150m/min
Rotaig Feed rate|
(sr’;?:% (mmir)
12700 | © 60.(15~
96000 | %
7600 | 107
6400 %_Tg
4800 %_1139;
asoo | G0
3200 | 910
2700 06_128;
2100 %_23()(;
1800 | 922
1600 | G2

Nodular cast
iron

60~120m/min
Rotating

speed |
9500 03)_?
e 0(59182~
700 | 81
0 | 81
3600 06.1139~
200 | 61
w0 | 5
2100 0(5.1288~
1800 %?gg
1600 | 422
1400 | Q2>

Aluminum alloy

100~180m/min
Rso tatigg Feed rate|
(5?:1) (mm/r)
15000 %?19;
11000 | §'%
o0 | 61
oo | 415
so00 | 415
aso0 | G0
aroo | 91
3200 06_128;
200 | 925
as00 | G2
200 | 63

Heat resistant

alloy
10~20m/min
Rotating
speed |
oo | 0%
1600 | GO
1250 | 005"
w | o
w |V
500 06.1125;
40 | oo
w |
350 | Gap
320 | Gy

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.

SL series deep twist drills(internal coolant)

20D 30D

s
‘5
-1
-]
)]
L £
=

workpiece
material

Cutting
speed

Diameter
(mm)

3

4

10
12

14

Mild steel
HB<180
70~90m/min
Rso tgggg Feed rate
[PEER (mm/r)

(min™)

8250 0'00(13~
6250 06018;
5000 %1104~
ats0 | Q1=
3100 | Q1%
2500 061242~
2100 06126;
1800 06128;

Carbon steel,

alloy steel

~30HRC
50~80m/min

Spond at a0

7650 08?
5750 | G0
o0 |1
aso0 | O
2000 | G
2300 06.1242~
1950 00' _12;
1650 | %1%

Pre-hardened

steel
~40HRC
40~60m/min
Spood Fedine
5200 0'09?*
3900 %?18;
s1s0 | Gl
200 | 51
w0 | 615
o | Gl
1350 0(5.1264~
o |

Stainless steel

40~60m/min
Spont rdime
4750 00'_003;
so00 | 9%
2900 00'9150~
2450 | §°%
1800 069186;
1450 06.1108~
1000 | 1

Cast iron
50~80m/min
Spood et
7100 0'09?*
5400 %?18;
4250 o0'.1104~
so00 | 51
00 | %
2w | 9l
1800 0(5.1264~
o | Gl

Nodular cast
iron

60~80m/min
Spong rdime

7600 08?
s600 | 0
iss0 |51
arso | O
2900 0()'.1139~
2250 06.1242~
1900 00' _12;
1700 | G

Aluminum alloy

100~180m/min

Spood Fedine
12750 06.0192~
sos0 | 41
ros0 | 51
w00 | 311
wso |4
o | Q1
3150 0(5.1264~
a0 | 3%

Heat resistant

alloy
8~15m/min
Spood Fraae
1350 06903(;
s | G0
800 | 06
ooy 0(59161~
o | 41
30 | 016
20 | G5

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.
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~——— Recommended cutting parameters

SP series twist drills(internal coolant 3D,
. ; Carbon steel, | Pre-hardened .
Wn‘zraliglr?z;e "ﬂg‘j‘ggl alloy steel steel Stainless steel Cast iron NOdLi'rIg; cast | Ajuminum alloy Heatarlcl-:os)llstant
- ~30HRC ~40HRC
(s:::g]c? 80~150m/min 80~150m/min 50~80m/min 50~80m/min 80~150m/min 60~120m/min | 100~180m/min 15~25m/min
Diameter Rotatng Feed rate| potating Feed rate| REEHE Feed rate| potating Feed rate| oleing Feed rate| potating Feed rate| Xoteng Feed rate| potating Feed rate
speed speed speed speed speed speed speed speed

(mm) (min™) (mmi/r) (min) (mmir) (min™) (mmi/r) (min") (mmir) (min) (mm/r) (min) (mmir) (min) (mm/r) (min) (mmir)
0.09~ 0.09~ 0.09~ 0.03~ 0.09~ 0.09~ 0.09~ 0.03~

3 12700 0.12 12700 0.12 7400 0.12 6300 0.07 12700 0.12 9500 012 15000 0.12 2100 0.06
0.10~ 0.10~ 0.10~ 0.04~ 0.10~ 0.10~ 0.10~ 0.04~

4 9600 015 9600 015 5600 015 4700 008 9600 015 7000 015 11100 015 1600 007
0.12~ 0.12~ 0.12~ 0.05~ 0.12~ 0.12~ 0.12~ 0.05~

5 7600 0.18 7600 0.18 4500 0.18 3800 0.10 7600 0.18 5700 018 9000 0.18 1250 0.09
0.14~ 0.14~ 0.14~ 0.06~ 0.14~ 0.14~ 0.14~ 0.06~

6 6400 0.20 6400 0.20 3700 0.20 3200 0.12 6400 0.20 4700 0.20 7400 0.20 1050 0.1
0.16~ 0.16~ 0.16~ 0.08~ 0.16~ 0.16~ 0.16~ 0.08~

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

10 3800 027 3800 027 2200 027 1900 018 3800 027 2800 027 4500 027 600 016
0.20~ 0.20~ 0.20~ 0.12~ 0.20~ 0.20~ 0.20~ 0.12~

12 3200 0.30 3200 0.30 1900 0.30 1600 0.20 3200 0.30 2400 0.30 3700 0.30 500 0.18
0.22~ 0.22~ 0.22~ 0.13~ 0.22~ 0.22~ 0.22~ 0.1

14 2700 035 2700 035 1600 035 1350 022 2700 035 2100 035 3200 035 450 0.20

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 cuting 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 3D.
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Recommended cutting parameters ——~

ST series twist drills(internal coolant) 8504 B0
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 Rsogzggg Feed rate Rso;:zgzg Feed rate Rsoggggg Feed rate Rsogzggg Feed rate Rsoszgzg 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) 3D| 5D
W:;I:;iﬂge Cast iron Nodular cast iron Si<1osozcon aluminium aIISoiy>10% Aluminum alloy
Cutting speed 50~80m/min 40~70m/min 100~180m/min 80~140m/min 120~200m/min
Diameter Rsoggggg Feed rate Rsogzggg Feed rate Rsoggggg Feed rate Rso;:ggg Feed rate Rsoggggg Feed rate
(mm) (min™) (mm/r) (min™) (mm/r) (min™) (mm/r) (min™) (mm/r) (min™) (mm/r)
2 9550 0.06~0.08 8000 0.06~0.08 | 20000 | 0.07~0.16 | 18000 | 0.07~0.16 | 24000 | 0.07~0.16
3 6400 0.09~0.12 5300 0.09~0.12 15000 0.09~0.18 12700 0.09~0.18 16000 0.09~0.18
4 4800 0.10~ 0.15 4000 0.10~0.15 11000 0.10~0.22 9600 0.10~0.22 12000 0.10~0.22
5 3800 0.12~0.18 3200 0.12~0.18 9000 0.12~0.25 7600 0.12~0.25 10000 0.12~0.25
6 3100 0.14~0.20 2700 0.14~0.20 7400 0.14~0.28 6400 0.14~0.28 8500 0.14~0.28
8 2400 0.16~ 0.24 2000 0.16~ 0.24 5600 0.18~0.32 4800 0.18~0.32 6400 0.18~0.32
10 1900 0.18~ 0.27 1600 0.18~0.27 4500 0.22~0.36 3800 0.22~0.36 5000 0.22~0.36
12 1600 0.20~ 0.30 1300 0.20~ 0.30 3700 0.25~0.40 3200 0.25~0.40 4200 0.25~0.40
14 1350 0.22~0.35 1150 0.22~0.35 3200 0.27~0.44 2700 0.27~0.44 3600 0.27~0.44
16 1200 0.25~ 0.36 1000 0.25~ 0.36 2800 0.32~0.48 2400 0.32~0.48 3200 0.32~0.48

1. When the tool is used for the first time, please 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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~——— Recommended cutting parameters

PA series coated 3 flutes drill(external coolant

3D

—

Workpiece
material

Cutting speed

Diameter
(mm)

3
4

10
12
14
16

18

20

Cast iron
60~120m/min
Rsoszgzg Feed rate
(min™) (mm/r)
9500 06919{
oLy 0(5.1105~
s7o0 | G
a0 | 9
w0 | 98
e 0(5.1287~
2400 06.2300~
2100 06.2325~
1800 | %2>
1600 | G
1400 Odio(;

Nodular cast iron

50~100m/min
R:ptzggg Feed rate
(min™) (mm/r)
7400 06919;
SELY 0()'.1105~
aso0 | §'&
0 | G
w0 | 5
2200 | G
1900 06_2??6
o | 0
1400 | %2
- | 9%
o | 5

Silicon aluminium alloy

Si<10%

100~180m/min
Roiing Feed rate
speed

(min) (mm/r)
14000 %917(;
10000 | 4%
o0 | G
7400 06.1225~
5600 06.1248~
aso0 | QI
3700 06.2326~
20 | 02
2800 0(5.2474~
w00 | 5%
w0 | 5%

Si>10%
80~140m/min
R,:’;(Zgzg Feed rate
(min’) (mm/r)
12700 00'%;
9600 | G0
600 | G
6400 06.1225:
wo | B
g0 | Gl
3200 06.2326~
as00 | G2”
2100 | 43
1900 06?56;

Aluminum alloy

120~200m/min

R;’;Zggg Feed rate
(min™) (mm/r)
16000 06917(;
12000 | %%
10000 | %1
8500 06.1225~
6400 06_1245;
so00 | G
4200 %?gg
2L 0(5.2450~
a0 | 9
2800 | Q3
w0 | G

Heat resistant alloy

20~40m/min
R:;zgzg Feed rate
(min™) (mm/r)
200 | 0%
o | 558
oo | 50
1600 06916;
1200 00'9184~
20 06.1106~
800 Oci.1128~
ey 00'.1230~
600 | 5oy
s30 | G
w0 | G

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

As cuting 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 3D.

PA series non-coated 3 flutes drill(external coolant

stated above.

3D

=

Workpiece
material

Cutting speed

Diameter
(mm)

3
4

10
12
14
16
18
20

Cast iron
50~100m/min
Rotating

speed” |
7400 06919;
s600 | Gip
4500 06.1125;
o | 838
o | U
1900 00'.2300~
ta00 | G
moo | %3

Nodular cast iron

40~70m/min
Rsoggggg Feed rate
(min™) (mm/r)
s300 | G0
a000 | G
3200 00"112;
200 | QM-
w0 | 9%
o | 41
o | 02
o | 9%
1000 | GE
wo | 32
w0 | G

Silicon aluminium alloy

Si<10%
80~160m/min
Rsoggggg Feed rate
(min") | (MM
12700 | Q07
9600 %ﬂ"g
7600 Od .1202~
o0 | G
a0 | G
w0 | Gy
00 | G
200 | G
2400 | QI
200 | G
1000 | G

Si>10%
60~120m/min

Rsoggggg Feed rate
(min™) (mmir)
10000 | 907
sooo | GO
6300 O(5.1202~
5300 00'.1225~
a000 | GT
3200 06.1382~
2700 | G
2300 | 42
2000 06.2474~
1800 O(ffg
1600 00'.3564~

Aluminum alloy

100~180m/min

Rotating

speed” ")
15000 | 907
oo | GO
9000 Odjzog
7400 | G2
se00 | G
4500 06.138{
o | 0%
€20y 0(5.2450~
o | O
2500 Odiza;
o | 0%

Heat resistant alloy

15~25m/min
Rsoggggg Feed rate
(min™) (mm/r)
o | %%
| 00
o | 0%
1050 | 90~
800 s
o0 | Gy
s00 | G5
40 | G50
w0 | G
30 | G
20 | G

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

As cuting 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 3D.
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Recommended cutting parameters ——~

PC series straight flute drill(external coolant)

Workpiece
material

Cutting speed

Diameter
(mm)

4
5
6
8

10

12

14

16

18

20

Cast iron
60~120m/min
Rsogzgzg Feed rate
(min™") (mm/r)
7000 0.10~0.15
5700 0.12~0.18
4700 0.14~0.20
3600 0.16~0.24
2800 0.18~0.27
2400 0.20~ 0.30
2100 0.22~0.35
1800 0.25~0.36
1600 0.28~0.38
1400 0.30~0.40

Nodular cast iron

50~100m/min
Rsoszggg Feed rate
(min™) (mm/r)
5600 0.10~0.15
4500 0.12~0.18
3700 0.14~0.20
2800 0.16~0.24
2200 0.18~0.27
1900 0.20~ 0.30
1600 0.22~0.35
1400 0.25~0.36
1200 0.28~0.38
1100 0.30~ 0.40

Silicon aluminium alloy

Si<10%
100~200m/min
R:;Zggg Feed rate
(min”!) (mm/r)
11000 0.12~0.20
9000 0.14~0.26
7400 0.16~0.28
5500 0.18~0.30
4500 0.20~0.32
3700 0.24~0.36
3200 0.28~ 0.44
2800 0.30~0.48
2500 0.34~0.52
2300 0.40~ 0.63

Si>10%
80~160m/min
Rotaing Feed rate
speed /
(min™) (mm/r)
9600 0.12~0.20
7600 0.14~0.26
6400 0.16~0.28
4800 0.18~0.30
3800 0.20~0.32
3200 0.24~0.36
2700 0.28~ 0.44
2400 0.30~ 0.48
2100 0.34~0.52
1900 0.40~ 0.63

5D
Aluminum alloy
120~220m/min
Rotating
speai” | Feetae
(min™)
12000 0.12~0.20
10000 0.14~0.26
8500 0.16~0.28
6400 0.18~0.30
5000 0.20~0.32
4200 0.24~0.36
3600 0.28~0.44
3200 0.30~ 0.48
3000 0.34~0.52
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.

PC series straight flute drill(internal coolant)

Workpiece
material

Cutting speed

Diameter
(mm)

5
6
8
10
12
14

Cast iron
60~120m/min
Rotating Feed rate
speed Ir
(min™) (Do)
5700 0.08~0.14
4700 0.10~0.16
3600 0.12~0.20
2800 0.14~0.23
2400 0.16~ 0.26
2100 0.18~0.32

Nodular cast iron

50~100m/min
Rsogzggg Feed rate
(min™) (mm/r)
4500 0.08~0.14
3700 0.10~0.16
2800 0.12~0.20
2200 0.14~0.23
1900 0.16~0.26
1600 0.18~0.32

Silicon aluminium alloy

Si<10%
100~200m/min
Rotatigg Feed rate
spee
(min™) (mm/r)
9000 0.09~0.18
7400 0.12~0.20
5500 0.12~0.24
4500 0.16~0.28
3700 0.18~0.32
3200 0.20~ 0.36

Si>10%
80~160m/min
Rotating
speed Feed r/ate
(min™) (mm/r)
7600 0.09~0.18
6400 0.12~0.20
4800 0.12~0.24
3800 0.16~0.28
3200 0.18~0.32
2700 0.20~ 0.36

15D
Aluminum alloy
120~220m/min
Rotating
speed | Focd e
(min™)
10000 0.09~0.18
8500 0.12~0.20
6400 0.12~0.24
5000 0.16~0.28
4200 0.18~0.32
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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~——— Recommended cutting parameters

SC series centering drill(external coolant)

Centering drilling

Wn:::g:zje Cast iron Nodular cast iron Si<1;|/lgcon aluminium aIISoiy>10% Aluminum alloy
Cutting speed 60~120m/min 50~100m/min 100~180m/min 80~140m/min 120~200m/min

Diameter Rsosgteirc}g Feed rate Rso‘iggg Feed rate Rsogggr&g Feed rate R;;Zggg Feed rate Rsogzggg Feed rate

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

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

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

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

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

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

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

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

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

1. The cutting datas above are suitable for centering drilling machining.

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

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

4. When centering on bevels and toroidal surfaces, please reduce the feed speed.

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

Chamfering
Wn:::g:g?e Cast iron Nodular cast iron Si<1;|/:con aluminium aIISoiy>10% Aluminum alloy
Cutting speed 90~180m/min 70~150m/min 150~270m/min 120~210m/min 180~300m/min
Omotr | Tpaad | Fesdrete | Tponll | Feodime | Tupeed? | Femime | Ty | Feedrae | oo | Feodrme
g (min™) (min™) (min™) (min™) (min™)
[ 5 9600 0.09~0.20 7600 0.09~0.20 13500 0.12~0.30 11500 0.12~0.30 15000 0.12~0.30
g 6 8000 0.12~0.22 6400 0.12~0.22 11100 0.14~0.34 9600 0.14~0.34 12700 0.14~0.34
% 8 6000 0.13~0.28 4800 0.13~0.28 8400 0.18~0.40 7200 0.18~0.40 9600 0.18~0.40
E 10 4800 0.17~0.32 3800 0.17~0.32 6800 0.22~0.44 5700 0.22~0.44 7600 0.22~0.44
g 12 4000 0.20~0.38 3200 0.20~0.38 5600 0.25~0.50 4800 0.25~0.50 6400 0.25~0.50
% 14 3600 0.22~0.42 2700 0.22~0.42 4800 0.27~0.56 4000 0.27~0.56 5400 0.27~0.56
’ 16 3000 0.24~0.46 2400 0.24~0.46 4200 0.32~0.60 3600 0.32~0.60 4800 0.32~0.60
20 2400 0.28~0.58 1900 0.28~0.58 3500 0.40~0.76 2850 0.40~0.76 3800 0.40~0.76

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

2. The cutting datas above are suitable for chamfering machining.

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

4. When clamping drill, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.
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Technical information for solid carbide drills ————~

/ Application guide of drills

Drill clampling

Adjusting screw

Guarantee tight clamping by

using thrust bearing type collet Ensure the size of H is over

chuck. 1.5d1

Correct coolant method

The coolant liquid should be
injected to the end and the middle
of drill as shown in the figure.

Can be drilled

Reduce the feed
rate when drilling
interrupted part.

Pre-machining

prior to drilling
Countersink with
end mill prior to

drilling.

How to define the
clamping length of drill

Coolant through

spindle

Bending occurs

X

Add a supporter

Vv

Radial run-out of drill
clamped

The Radial Run-out should be

under 0.02mm.

Internal cooling:
coolant suppl

method

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
interrupted cutting thin workpiece stepped holes

drill clamping

Do not clamp on the drill flutes.

Cautions on coolant use

When using internal coolant

@The 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.

Burrs and workpiece
ings on exit

@Divided to two drilling
processes.

@Drill the larger diameter
hole firstly.

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

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

@Change the point angle.
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~——— Technical information for solid carbide drills

/ Parts terminology of drill

@® Terminology of drill

N

_ Flank angle Chip pocket Shank .
L 2
(9] (0]
5 5
S | 5
£ £
= s
a elical angle »
Flute length Shank length
Chamfer
Overall length
Margin width
Primary cutting edge
Body clearance
@ Representative cutting edge shapes
e
B N B N i} N A
(Conical) (Dual face) (Candler)

® The flank face is conical and
the clearance angel increases

toward the center of drill.

Features

® Wide applications, commonly
used for both soft and hard

materials

® Flank face with dual flats to
facilitate cutting and initial
entering.

® Often used for small-diameter
drills.

® Two-stage point angle with
perfect centering capability,
less burr generated when
drilling hole.

® First choice for drilling thin
plate.
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Technical information for solid carbide drills ————~

@ 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

i)
=)
=)
)
e
=
L
L a

Low rigidity thin core Thick High rigidity

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

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

Technical information

Low friction with hole wall, . ) Good guiding performance,
poor guiding performance SMall margin width large ;o friction withi 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
clearance and drill peripheral.
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~——— Technical information for solid carbide drills

Hole

/ 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

A | B . . Adjust the feed direction vertical to the
vertical to the workpiece orkpiece
W i
A#B surface 2
Top center not align with the | Check and adjust alignment carefully before
spindle center (lathe ) drilling
. . Excessive tool abrasion Regrind
Bad linearity

Bad perpendicularity

Poor center hole accuracy

Increase the position accuracy of hole

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

Regrind drill
Check the precision after regrinding

Insufficient drill rigidity

Increase drill rigidity

Bad linearity Bad perpendicularity

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

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

Cao




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

Coa1
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~——— Technical information for solid carbide drills

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

7]

Unsuitable drill material

Select the suitable drill material

Hard lump on the workpiece

Analyse the workpiece or select a suitable
workpiece

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

Feed rate is too high

Reduce feed rate

Insufficient coolant

Change coolant supply method, increase
coolant volume

Breakage

V)

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
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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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- Non-standard customization tools

Company name

Fax.

Tel:

E-MAIL.

a®» zcc-cT

ZCC-CT

Huanghe Southern Road, Tianvuan Zone,
Zhuzhou. Hunan province

Fax: 0731—22882721 22885420 22887878

Zip code: 412007 E-mail.zccct@zeect.com

Diameter|
Range | mternal coolant | ©3.0~020.0mm

External coolant : ©2.0~20.0mm

A. Twist drill

When the diameter specification or length specification on the catalog does not meet your needs, we provide more
professional, more precise non—standard customization, you just need to easily choose the series you need.

Coolant type
|:| External coolant

I:| Internal coolant

Twist drill bit series selection

[ ] GD series |:| ST series

TR S~

:] SL series |:| SC series

|

i

U‘

% B. Straight groove drill

g i

& —

Straight groove drill bit
series selection

[: PC series

C. Three flute drill

di=

N

Three flute drill bit
series selection

$|00} UONEZIWOISND pJepue)s-UoN

[ ] PA series

Note:

Order Quantity, PES Expected delivery date:
Quotation; Confirmation.
Datt::
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Special non-standard tooling customization(twist drill) ——~

Company name:

Fax.
Tel:

E-MAIL.

Hole information and workpiece material

«a» zcc-cT

ZCC-CT

Huanghe Southern Road, Tianyuan Zone,
Zhuzhou. Hunan province

Fax. 0731—-22882721 22885420 22887878

Zip code: 412007 E—mail.zcect@zecct. com

1 Carbon Steel
1 Alloy Steel
[ Pre-hardened steel

Size of processed hole: |:|mrn
Tolerance of processed hole=
Depth of processed hole= mm

[ 1 Hardened steel
[ Stainless Steel

Grey cast iron ;
] % Material grade to be processed;

[ Ductile Iron ‘ ‘
[1 Copper Alloy

L Aluminum alloy .o Slm"g‘h=:JN/nunz

[ Titanium alloy

Handna;:i Units; (HRC, HB.etc.)
[1 Heat-resistant alloys e

Tool Information

Shank form
O ]

Form HA

DIN6535

og—]

Form HB

O]

Form HE

o T

Ordinary straight handle

o=

With flat tail handle DIN 1809

Coolant type

Coating o

Internal coolant

Coated

[ ]

Morse Taper Shank MT [_]

External coolant

Non—Coated D

Special shapes

NOtﬁ H

Order Quantity: PCS

Expected delivery date.

Quotation:

Confirmation:

Date:

Special non-standard tooling

customization(twist drill)

&
-]
=]
8
-}
E
=

a
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~———— Special non-standard tool customization(step twist drill)

Company name:

Fax.

Tﬁl :

E-MAIL:

a®» zcc-cT

ZCC-CT

Huanghe Southern Road, Tianvuan Zone,
Zhuzhou. Hunan province

Fax.: 0731-22882721 22885420 22887878

Zip code: 412007 E—mail.zcect@zecct.com

Hole information and workpiece material

Hole shape to / N P
be machined. U | L] C//: /
Small hole size= |:| mm
Small hole tolerance= |:|

Large hole size=[ __ |mm
Large hole tolerance= |

Depth of hole to be machined= |:| mm

— Grey i
1 Carbon Steel (L avcyreiel gp Material grade to be processed:

] Alloy Steel L1 Ductile Tron ‘ ‘

[_] Pre-hardened steel L

) Hardened steel ) MM 2oy e rength- N/
[ Titanium alloy

(3 Sinless Sted Hardness= Units,(HRC, HB, etc.)
[ Heat-resistant alloys :l

1 Copper Alloy

Tool Information

Shank form

O ]

Form HA

DIN6535

o]

Form HB

] i

Form HE

[ T

Coolant type

Internal coolant [

External coolant

Ordinary straight handle
O+
| Withefsteatt handle DINTEOS.

[

Morse Taper Shank MT ||

Coating
Coated []

Non—Coated [:\

Special shapes

NOtb':
Order Quantity: rcs Expected delivery date.
Quotation: Confirmation:

Datﬁ:
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Special non-standard tool customization(stepped straight groove drill) ———~

o
Company name: N®» 2cc-ci
ZCC-CT
Fax: Huanghe Southern Road, Tianyvuan Zone,
Zhuzhou. Hunan province
Tel:
Fax: 0731—22882721 22885420 22887878
E-MAIL. Zip code: 412007 E-mail.:zccct@zecct. com

Hole information and workpiece material

Straight groove drills are widely used for cutting short cutting materials,
from cast iron, common aluminum alloys, to high silicon aluminum alloys.

Size of processed hole= | | mm Material grade to be processed;
[ Grey cast iron

Tolerance of processed hole*l:] [ Ductile Iron

Depth of processed hole= | mm ] All‘uminum H‘HOY ) Tensile strength | ]N,fmm3
[ Silicon Aluminum Alloy Si<10% - )

[ Silicon Aluminum Alloy Siz10% |Iardne$=i Units:(HRC, HB.¢tc.)

Tool Information Shank form &
) -]
=] RN - K
N @ Form HA =
(=)
di= i \ | = - :
&= &= - & 0]
Tol: & \v‘\/fl x ' A Form HB S
©
2= 3= =
[ ] . L] m :
Form HE s =
3=
= > ©
[ = S— 3s
Ordinary straight handle g %
2z
og b g2
With fla tail handle DIN 1809 § E
: s &
Coolant type Coating o 83
- Morse Taper Shank MT| z3
Internal coolant Coated _| R — @
- — Special shapes
External coolant | Non—Coated | |
Note:
Order Quantity . rcs Expected delivery date:
Quotation. Confirmation.
Date.
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Drilling Tools /

~———— Special non-standard tool customization(stepped straight groove drill)

Company name;

Fax.
Tel:

E-MAIL.

Hole information and workpiece

material

a9 zcc-cT

ZCC-CT

Huanghe Southern Road, Tianvuan Zone,
Zhuzhou. Hunan province

Fax; 0731-22882721 22885420 22887878

Zip code: 412007 E—mail.zcect@zecct . com

Hole shape to B .
be machined; O ‘ O M
Small hole size=| mm

Small hole tolerance= |:|

Large hole size= | mm
Large hole tolerance- | 4

Depth of hole to be machined= mm

Tool Information

Straight groove drills are widelv used for cutting short cutting materials,
from cast iron, common aluminum alloys, to high silicon aluminum alloys.

[1Grey cast iron

[ Ductile Iron

[ ] Aluminum alloy

[ Silicon Aluminum Alloy Si<10%
[ Silicon Aluminum Alloy Si=10%

Coolant type

Internal coolant

External coolant

Coating

Coated [ ]

Non—Coated |_|

Material grade to be processed;

| |

Tensile strength= \:l N/mm?
Iiardnemzl:| Units:(HRC, HB etc.)

Shank form

o]

Form HA

R

Form HB

o

Form HE

o T

Ordinary straight handle

O =

‘With flat tail handle DIN 1809

o

Morse Taper Shank MT [_]

DIN6535

Special shapes

cos8

Note:
Order Quantity: Pcs Expected delivery date:
Quotation; Confirmation.

Date:






