50 Years KIORLOY

Past 50 years of challenge, Next 50 years of creativity.
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DRILLS

Korloy drills provides total solutions in hole making based on development,
research and tooling know-how.
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G KORLOQY Drills

Type Designation Drills Dia. Aspect ratio |  Page
Py
KING-DRILL KLID ©12.0-3360.5 2D-5D | Gi12-G20
"--:.—‘f:]:_
i _ e
KINGHgRILL K_D..HP EF = 012.0~360.5 2D~ED | Gez ~G24
Available Insert : SPOT, XOOT
KING-DRILL&Z? E o
{for large diameter KD M e @61.0-2100.0 | 2D~4D G26
drillin ; :
Indaxable g) Available Insert : SPOT, XOOT
Drills
TPDC W TPDC 212.0~4218.58 30~8D | G27 ~G31
TPDB TPDB @61 .0~@1000 | 3D~8D | G36~G38
e vieoc @25.0-380.0 | 5D-8D |G43~Gas
Drill with center
MSDP 71 0~220.0 30~7D Gd7
Mach Drillé‘@
Plus
MSDP({H) 02 5-4220.0 3D-7D | G48 - G51
MsD 2 5-~020.0 3D~7D | G56 ~G59
Mach Drill
MSDH 212 5-4220.0 30~7D | GBO ~GB3
o
Solid Drills Mach long ™= 0 b 1 1 1y 23.0-2100 | 10D-25D | 666 ~G58
Drill Plus
MLDP W) ?3.0~-@10.0 - G71
Mach leng Drill
MLD 0300100 | 10D-25D G71
Yulcan Diill VZD 012.6~3405 | 250,85D | GFr4~G75
Carbide Drill 58D @1.0-015.0 5 G77 ~ G78




KORLOY DriIISG

Type Designation Shape Drills Dia. Aspeciratio | Page
BDS f——==1 24.0~018.0 §D~7D G79
Burnishing Diill
BDT @4.2~E10.3 2D~4D G79
Top solid Drill TSDM @8.0~T28.0 ED~8D G80
Solid Drills
PCD Drill PDD E— ] | | @s.0-o120 5D G81
KGDS &= = = [ @2.0-2330 |50D~100D| G856
Gun Drill
KGDT = e 26.0-2265 |50D-100D| G87
IRT e el .| @100-2310 | 3D-8D Goz2
Availabla Insart : Al
Indexable Reamer
IRB :| | ©10.042331.0 3D-5D Ga3
Available Insert : Al
SCRS [ | | | @5.0-@200 | 2D~8D G95
SCRH | | @s0-wz00 | 2D-3D G95
Chucking / Machine
Reamer
Reamer TCRS briiiz = | @7.0-0300 2D~3D G95
TMRS T .| e@ro-w300 3D~50 G5
PCD Reamer PDR f,:: | | | @s0-2200 3D-5D Go7
Cermet Reamer KCR = = | | @eo-@s300 3D~7D Gos
Broach Reamer HBRE 23.0~@25 0 3D~7D Goo




G Available Insert

(>) Available Insert
Coated Uscoeted Dimensions (mm)
icre | Desgraton 8 8 8222 g8g8g _ o Geometry Page
g e
LF“T—DF 040203-DF G2 4.7 24 00 2.0
A
\ 4
o o
 222408-DA 83 82 25 08 28 |
NPET-DA | 252808-DA §3 82 @3 08 84| K
203208 DA 108 102 33 08 B84 = ]
° 334008-DA 13 129 397 0B 40 @ g H-:er‘
415008-DA 153 152 476 0B 45 , i
516012-DA 183 182 518 12 55
222408-DR 83 82 25 08 28§
NPET-DR | 252808-DR 93 92 33 08 3¢
293208-DR 103 102 33 03 3¢ b =) [
o 334008-DR 18100 807 08 44 @ i 'EE"‘
415008-DR 153 152 478 08 45 3 e
516012-DR 183 182 518 12 55
222408-DM 83 82 25 0B 2%
NPMT-DM | 252808-DM 9 B gd gEl e | X
293208-DM 103 102 33 0B 3¢ e ]
Q 334008-DM 13 128 397 08 40 @ g Eg"‘ -
415008-DM 153 152 176 08 45§ ~ s G
516012-DM 183 182 518 12 5§
222408-DS 83 82 25 08 24
NPMT-DS | 252808-DS 99 B2 a9 ghl g2
293208-DS 103 102 33 08 3¢ B3
’ 334008-DS 13 129 397 08 440 E;i“
415008-DS 153 152 476 0B 45 ——
5ie012-DS 183 182 6518 12 &5
050203-DA b = HA Gy BE
SPET-DA | 060204-DA g2 - 25 0% 25 =
. 070204-DA g - 25 04 28 @ B
0 L | -
. 3=
050203-DF 53 - 33 g3 23
SPMT-DF | 060204-DF g2 = 25 03 5 ;
‘ 070204-DF 72 - 25 ga 28
050203-DM g = 24 DEL P8
SPMT-OM | 0s0204-DM g2 - 495 04 25
p 070204-DM 72 - 25 04 24
050203-DS 9.3 = 24 Q.3 23
SPMT-DS | 060204-DS 82 - 25 04 Bs :
070204-DS T2 = X5 o4 28 =
{]
5
040204-ND [] g7 = A4 g 2
@ 050204-ND ] 51 5 2.4 04 23
SPET.-ND | %69205-ND ® g2 - 25 05 25 ;
07T208-ND [ ] TR = A nr 2H ™ i
090308-ND ® B2 - 53 08 &~ [T] e | €12~
11T308-ND ° 110 - 40 0B 40 i G4
130410-ND o B0 - 45 10 45 : L
15M510-ND ] 152 - 50 11 5§
180510-ND L ] 18.2 = 29 1.0 60
o ; Stock her
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Available Insert G

(») Available Insert
‘Coated Uncoded Dimensions (mm)
Picture | Designaton |8 § 8 8 2 8 8 8 aggegl Geometry Page
HHHHHITTEOEEE
060205-LD [ ] G.e = 25 & 23
2 [07T208LD ° 78 - OB 07 28
SPMT-LD | 090308-LD @ gt - ©GB 08 o4 ;
11T508-LD o 10 - 40 08 40 @ L |G-
130410-LD ® 150 - 45 10 45 G
1 5M510-LD L] 152 - 54 g &8 T
180510-LD @ 182 - 55 10 60
040204-FD ® @ 47 - 24 04 23
050204-PD ° ° 51 - 24 04 23
0B0205-PD 9 L ] [+ - 205 WS 248
° ° 75 - 28 07 28
. e e Tas 83 08 a4 o |G
=i % BN e BT 40 G24
° ° 130 - 4.5
] ° 52 - &0 10 55
° ° 182 - 55 10 60
35 556 233 04 25
C24 | 040204-C2f 47 635 236 04 28
050308-C21 54 704 318 08 34 i | B
@ 06T308-C21 6L 9525 397 (8 44 # | cu
080408-C21 4.7 127 476 08 55
&7 | 080208-C20N ® 3f 558 238 08 28
WCMT- | 040208-C20N ° 47 605 238 08 30
C20N | 050208-C20N ® 54 704 318 08 34
06T308-C20N ° 6.5 9525 397 08 a7 o
080408-C20N ° 87 127 476 08 44 r
080412-C20N ® 87 127 476 12 43
2| 030204-C2iN ® 3E 556 238 04 255
mHT. 040204-C21N [ ] 4 #Hadh 238 04 248
C21N |040208-C21N ® 42 645 238 08 28
050308-C21 N e 54 704 318 N/ 134 G43
06T308-C21N ® 65 952 397 08 44 G4
080408-C21 N ® 87 127 476 08 55
040204-ND e 4% 49 94 04 23
@ 080204-ND L ] 4.8 B4 A4 (04 ba
XOET.ND | 069204-ND @ 56 66 25 04 25
07T205-ND ° 6 78 28 05 28
4 090305-ND @ g4 08 33 05 94 a B
11T306-ND ® |100 114 40 06 40 r
180406-ND L ] 11.2 13.€ 45 oe 4.5
15M508-ND ® |[137 159 50 08 55
180508-ND [ ] 165 188 55 08 60
060204-LD @ EE 66 25 04 25
62 (07720510 @ 65 78 28 05 28
XOMT-LD | 0s0305-LD ® G4 96 33 05 34
11T306-LD ® 100 114 40 06 40 L | gre-
130406-LD ® 119 13E 45 06 45 i
15M508-LD ° 139 158 50 08 55 1
180508-LD ° 165 188 55 08 60
040204-PD ® 47 49 24 04 23
050204-PD [ ] 4.8 R4 24 04 23
&2 [ 060204-PD ° 5¢ 66 25 04 25
XOMT-PD | o77205-PD0 ° 65 78 28 05 28
090205-PD ° 84 06 33 05 34 o |G-
11T306-PO [ ] 100 114 40 06 40 G2
130406-PD L 110 126 456 086 4.6
15M508-PD ° 139 159 50 08 55
180508-PD @ 165 189 55 08 60
® ; Stock ltem

Driils




G Technical Information for KING DRILL

Optimized insert design for maximum drilling efficiency

KING DRILL &

(») Code system of holder
KING / KORLOY Aspect Drill Dia. One decimal Shank shape Inscribed circle
ratio{L/D) @20.0 pince uaiied Mo mark : Alarge Shank, Weldone o Iy
2D, 2.50, 3D, 3.50, {One decimal ¢iz0, 025 HP - Flarge Shank, Weldon, PT Tap 05, 06,07, 09
40, 450, &0 place marked) 32, 040 [ - Flarge Shank, Whists Motch 1113, 15,18
F2 . Flar ge Shank, Withaut Side Lock
S - Straight Shank Weldore
51 - Straight Ehank Whistle Moich

s2 s Straight Shank Withou: Side Lock
M2, WAL M2 M3 TG, MT, MT2, MT3.
HA3, H100 | HSKkES, HSK1CO

B30, B40, B&0: BT30, BT40, BTE0

(¥) Features of Insert

Optimized design of inserts for maximum drilling efficiency

b Excellent cutting performance and chip contrel due to the optimized geomatry and chip breaker of both inserts, central & peripheral.
P Different inserts, optimized for the central and peripheral insert locations in order to maximize cutting tool life.

Chip breaker FD LD
Olera - Superior chip control for machining mild steel
Featles - At medium speed and mecium feed and stolfiless stes!
o = Light cutting(at low ~ medium speed and low leed)
Insert Peripheral insert Central insert Peripheral insert Central insert
Shape
NC5330 : B M, K
Grades for PC3500 : P
Workpisos PC5300: P M.K S PC5300: P, M. K, 8 PC5335: P M PC5335: P M
PC8510 | K

Optimized flute system - 2 coolant holes applied

The oplimized shape ol the flute increases |
the rigidity of the drill body and improves |
chip evacuation '

Drifls




Technical Information for KING DRlLLG

(») Application examples
Track link bush
» Cutling condition . ve{m/min)=120, In(inmirev)=0.1 . 180ca :
Through coolant system 1 180 = longer tool life .
= Tools ;: Applicable inserts SPMT07T208-PD(PC3500) o
XOMTO07T205-PD(PC5300) = e workpiece
Holder K&D20025-07 120 — —

= Machine : drilling machine E E
= = * Supanor sufiace finish and chip &
— o « KING DRILL 180ea Compstitor 1

KING DFILL Gompatior +150% langer tool life
Track link bush
= Workpiece : SCM415H 100

5%
improved praductivity

Tlea

= Cutting condition : Competitors ve(m/min)="25, fn(mmirev)=0.1
Korloy's ve(m/min)=140, fn(mm/rev)=0.12
= Tools : Applicable inserts SPMT090308-PD(PC3500)
XOMT090305-PD(PC5300) "
Holder K3D27032-09

» Machine : MCT

TR

*KING DRILL : 85 Holes,

KING DRILL Cornpotitar Competizor : 70 Holes,
125"% lahger tool life.

» 1kt imiproved product ity

(*) Recommended cutting condition

Workpiece Insert Depth of cut = 2D, 3D, 4D
_ Hardness| Chip Grade ve{m/min) Feed rate (mm/rev) per drill dia.{mm})
180 Workpiece HE)  Break
(HE)  |Breaken contral |Peripheral 012~016 | 017~023 | 024~023 030~042 | 943~L60
LD |PC5335|PC5335| 120(60~170)
Low carbon s
80~180 PC3500 | 150{120~180) | 0.04~0.08 | 0.04-0.08 | 0.04-0.08 0.04~0.08 | 0.04~0.08
Carbon steel PD | PC5300
NC5330 180(140-«220)
stesl :
ik satbrn PC3500 | 120(30~150) | 0.04~0.10 | 0.04~0.12 | 0.05~0.16 0.06~0.16 | 0.06~0.18
g 180~280 | PD | PC5300
steel NC5330| 150{110~190) | 0.04~0.05 | 0.04~0.07 | 0.04~0.08 0.04~0.08 | 0.04~0.08
LD |PC5335| PC5335| 120{60~160) | 0.06~0.10 | 0.06~0.10 | 0.06~0.12 0.06~0.14 | 0.06~0.14
Loy allo
¥ | 140260 PC3300 | 150{120-170) | 0.06~0.12 | 0.06~0.12 | 0.08~0.14 0.06~0.16 | 0.06-0.16
steel PD |PC5300
Alloy NC5330 180(140-«210) 006~0.08 | 0.06~008 | 0.06~010 0.06~0.12 | 0.06~012

steel Hardenedlow alloy sieel 200~400 | PD | PC5300 | PC5300 | 100(30~150) | 0.04~0.10 | 0.08~0.10 | 0.08~0.12 0.08~0.14 | 0.06~0.14
Iligh alloy steel| 260~320 | PD | PC5300 | PC3500 | 100{30~160} | 0.05~0.11 | 0.05~0.11 | 0.05~013 0.05~015 | 0.05~0.15

Hardenedhigh oy steet | 300~450 | PD | PC5300 | PC5300 | 70i30~120) | 0.04~0.08 | 0.06-0.08 | 0.08~-0.10 0.08~0.12 | 0.06~0.12

Stainless LD |PD5335|PC5335| 120{80~140) | 0.04~0.07 | 0.04~0.07 | 0.04~0.07 0.04-0.08 | 0.04~0.08
Stainless steel | 135-275
steel PD | PC5300 | FCE300 | 130{100~160) | 0.04~0.07 | 0.04~0.07 | 0.04~0.07 004008 | 0.04-0.05
Gray cast iron | 150~230 | PD | PC5300 | PCB510 | 190{150~250) | 0.04~0.12 | 0.05~0.14 | 0.068~0.18 0.10-0.22 | 0.10~0.26
Cast iron
Duclile casl iron| 150~230 | PD | PC5E300 | PCB510 | 130(100~160) | 0.04~0.07 | 0.04~008 | 0.04-010 005~012 | 0.05~012
hihea: resisingalloy | 130~400 | PD | PC5300 | PC5300 | 50420~100) 004010 | 0.04-010 | 0.04-0.10  0.04-0.10 | 0.04-0.10
Heat 130-400 | LD |PC5335 | PC5335| 60{40~80) 0.04-008 | 0.04-010 | 0.06-012 006-014 | 0.06-0.16
resisting | Trheat rasisting alloy
alloy PD |PC5300 | FCE300 |  60{40~80) 0.04-0.08 | 0.04~0.10 | 0.06~0.12 0.06~0.14 | 0.06~0.16

High hardened stagl 400~ PD |PC5300 | PC5300 | 40(20~80) 0.04~0.05 | 0.04~0.06 | 0.04~0.08 0.04~0.08 | 0.04~0.08

* The Max. feed of 5D holders Is 70%-80% of the max. condillons of 2D30/40 holders
« In interrupted machining part, reduce 30-50% of foed from the above machining around intorrupted part.




(*) Required machine power

G Technical Information for KING DRILL

b The graphs below show the cutting force required in drilling.
- KMachining with the KING DRILL and a machine with high rigidity and power.

+ Workpiece : SCM440(240HB) - Cutting condition : ve(m/min)=100 T = O O
+ Throtigh coolant system falrrmirevi=0 13 fn{mmirev}=0.10 tn(mm/rev)=0.07
Z16 iz o I8
3 o 7 0 1%
%0 L E g !
%m : re] 0 ' = o E )
L . = B i
= 8 ’ = i 3
a
£ 6 2 2
.g 4 |
S T T T T 1 J T T T T 1 u
10 20 30 40 50 €0 : 10 20 0 40 50 B0 | 10 2 30 )] 60
Drill Dia{mm) : Dril Dia{mm) | Dl Dia.(mm)
(>) Cutting oil quantity
Etu} e
Recommended cutting ofl quantty
=% s + Workpiece : SCM440(240HB)
5% = + Cutting condition : ve(m/min)=100
g 2 == * Through coolant systam
E el Mn. cutting oil quantity
+ The data of the graph above could be
B changed depending on workpiece and
0 T T T T y cutting condition.
o 13 20 3 40 55
Dvill Dia{mm)

(») Drill tolerance and hole tolerance

{mrm}
Drill Dia. 912 ~ 329 B30 ~ 945 846 ~ D60.5
Drill tolerance Q0 0~-015 0~-015 0~-015
2D~3D bl
Helz tolerance +0.2 ~=01 +0.85 ~ =01 +0.28 ~=-01
Drill tolerance{@D 0~-0.15 0~-0.15 0~-0.15
4D~5D o
Hole folerance +025 ~-0.05 +0.3 ~-0.05 +0.33 ~-0.05

(») Notice for setting the drill in the lathe

+ 3et the peripheral inserl parallel to the X axis. (based onthe side lbck)
+ If the machined core is 0.5mm after machining 5mm, that is the proper setting.

# Ploase make sure that the location of the side lock could be diffe'ent depending on manufacturers of machine.

Drifls




Technical Information for KING DF{ILLG

@ Range of adjusting machining diameter in the lathe

+« In machining in the lathe, the King Cnll can extend and reduce
the machining diameter with maoving to the x axis. Please refer to
the table showing the range of adjusting drilling diameter below.

« The more the drilling diameter is extended or reduced,
ot the mare the drill loses drilling balance. In this casse,
. Extending recluce the feed or cutting speed in machining.

" the diameter

Reducing ,
the diameter

+ Reducing the machining diameter excessively could damage

the holder.
(mm)
Range of Range of Range of Range of
Drilldia. adjusting drilling Drill dia. adjusting drilling Drill dia.  adjusting drilling Drill dia, adjusting drilling
diameter( Q) diameter(Q) diameter(d) diameter{@)
120 1.7 124 246 239 .-25.1 37.0 36.8--37.7 19.5 487 -50.2
125 122~129 25.0 244 -~255 37.5 36.8 ~38.2 50.0 49.2 ~50.7
13,0 12.7 ~13.4 25.5 249 ~26.1 80.0 37.0~00.7 50.5 49.7 ~51.2
135 13.2 ~13.9 26.0 254 ~26.3 38.5 37.8~39.2 51.0 50.2~51.7
14.0 13.6 ~14.5 26.5 259 ~27.1 39.0 38.3~39.7 5115 50.7 ~52.2
145 14.1~150 270 26.4 ~27.5 395 38.8 ~40.2 52.0 512527
130 146~155 275 26.9 ~28 1 40.0 393407 52.5 517 ~532
155 15.1~16.0 27.8 27,4 ~28.8 40.5 398412 53.0 522537
16.0 15.6 ~16.5 285 27.9 ~29.1 41.0 40,3 -41.7 53.5 52,7 ~54.2
185 16.0~17.0 29.0 284 ~29.6 41.5 408 -42.2 54.0 53.2 ~54.7
17.0 16.5~17.5 29.5 28.9 ~30.1 42.0 413 ~42.7 54.5 53.7 ~55.2
17.5 17.0~18.0 30.0 29.3 ~30.7 42.5 41.8~43.2 55.0 542 ~537
18.0 17.5~18.5 30.5 29.8~31.2 43.0 42,2 ~43.7 55.5 54.7 ~55.2
185 18.0~18.0 31.0 303~31.7 435 427 442 56.0 552 ~56.7
18.0 18.5~19.5 315 308~32.2 440 432447 56.5 557 ~57.2
195 19.0~20.0 320 313~32.7 445 437 452 57.0 56.2 ~57.7
20,0 19.4 ~20.6 325 31.8~33.2 45.0 44,2 457 57.5 56.7 ~58.2
20,5 19.9 ~21.1 33.0 32.3~33.7 45.5 44,7 ~46.2 58.0 57.2 -58.7
21.0 20.4-21.6 33.5 32,83 ~34.2 46.0 45,2 -48.7 58.5 57.7 ~59.2
21.5 20.9 ~22.1 34.0 333 ~34.7 46.5 45,7 ~47.2 59.0 58.2 ~59.7
22.0 214228 345 33.8~35.2 47.0 6.2 477 50.5 58.7 ~50.2
225 21.9~23.1 35.0 348 ~385.7 47.5 46.7 ~48.2 60.0 5982 ~50.7
23.0 224236 355 34.8 ~36.2 48.0 47.2 487 60.5 59.7 ~51.2
235 22.9~24.1 36.0 35.3~36.7 485 47.7 492
240 234248 36.5 358 ~37.2 49.0 482 497
(*) Insert and parts
Drill dia. Peripheral insert Central insert Screw Wrench Torque{Nm})

€12.0~213.5 SPMTC402044 171 XOMT0402044 171 FTNAO204 TwoeP 0.4
013.6~016.0 SPMTO502040] XOMT 050204101 FTNAO204 TWO6P 04
£16.1~819.5 SPMTo60205{1] XOMT080204-10] FTKAO22065 Two7P 0.8
0919.6~023.5 SPMTO7T208-10] XOMTo7T205-01C] FTKAO2565 TWo7s 0.8
$23.6~029.5 SPMT090308{ 1] XOMT090305{ ][] FTKAQ307 TWo9s 12
929.6~135.5 SPMT11T308-|_| XOMT11T306-L | FTKAD3508 TW158 3
035.6~042.5 SPMT130410{1] XOMT130406 1] FTKAQ410 TW158 5
042.6~050.5 SPMT15M510-]] XOMT15M508-171 FTNC04511 TW20S 5
©i50.6~060.5 SPMT180510{1] XOMT180508 1] TTNADS11 TW20-100 5

= In clamping an insert, please clean the tip seat and apply GASMOLY1000 on the screw.
* Pleasc make surc to usc a Koroy-produced wrench and scrow only.




G Technical Information for KING DRILL

(>) KING DRILL - for machining a tap foundation hole

« Thire arc bwo typos of specifications of tap, metric and inch. The King drill is availablz for machining bath thru tap and blind tap.

, /

/

.;"::

— %
go "
Thru tap Blind tap
{mm}
Tap type Thread @D Designation Reference
Mi4x2.0 12.0 K3D12020-04 G14
M16x 2.0 14.0 K3D14020-05 G14
M18 x 2.5 15.5 K3D15520-05 G14
M20 x 2.5 17.5 K3L17525-06 G14
M22 x 2.5 19.5 K3[19525-06 G14
’ M24 x 3.0 21.0 K3D21025-07 G14
Mertic

M27 x 5.0 24.0 K3D24032-08 G14
M30 x 3.5 255 K3D26532-08 G14
M33 x 4.0 29.0 K3D29032-08 G14
M36 x 4.0 32.0 K3032032-11 G14
M39 x 4.0 35.0 K3035032-11 G14
M42 x 4.5 37.5 K3D37540-13 G14
$/18-12 UNC 12.2 K3D12220-04 G14
5/3-11 UNC 13.5 K3D13520-04 G14
3/4-10 UNC 15.5 K3D16525-06 G14
Inch 7/8-9 UNC 19.5 K3D19525-06 G14
9i16-18 UNI” 129 K3D12920-04 G14
5/8-18 UNF 14.5 K3D14520-05 G14
3/4-16 UNF 15 K3D17525-06 G14

Drifls
10



Technical Information for KING DHILLG

Special drill order form

m Coolant type

[ ] Thraugh coolart [] Threugh cadian: [ ] Nocodant
Plug Type(Standard) Hen Plug Type

______-*I _______

= Hole type

[]Blind hole [ ] Thru hole

= Types of shank

| =] Mat T
w0 © 4L _}_ _______ #d | el 15
O L —— ’
EINEEN ] Weldon Type
e ;o g\, et )
Whistle Notch Type
o Yp

m Location of side lock

[] Parallel to peripheral insert{standard}

al insert{standard)

S

[ ] 180°angle to peripheral insert(standard)

eral insertistandard)

u Note

« Currently using tool :
- Current cutting condition
- [PM or veirmimin)
- viimmimin} or fnl mmirsy)
. {M'I - Nepth of cut{mm) :

+ Standard of measuring tool life
« Currently using machine

- Machining center :

- General lathe

- CNC lathe :

;
| 6

Drifis




G KING DRILL

KING DRILL-2D 2

@0 == @i | @dz
0|
13 | 12
%
{mmj
Sorew Wrench
Designation @D Dch Ids £ {2 L Insert @ /ﬁ
ol
K2D 12020-04 12.0 20 25 o7 £0 |
12520-04 125 20 25 o7 £0 i SPMT040204-P0
13020-04 @0 50 25 o8 £n % KOMTO040204-PD R0 falodk
13520-04 13.3 20 25 26 £0 37
14020-05 14.0 20 25 k| £0 6
14520-05 14.3 20 25 31 £0 6 ~
15020-05 150 20 25 3 £0 | SoATosceoetD | Finaoeos TIO3P
15520-05 154 20 25 33 £0 e
16020-05 16.0 20 25 35 £0 101
16525-06 16.5 25 a4 35 £6 107
17025-06 17.0 25 24 37 £6 105
17525-06 173 75 a4 a7 £5 105 P —
18025-06 16.0 23 34 2@ £6 12 e ITH 4022065 TWWorP
18525-06 18,5 25 34 Kl £6 12
19025-06 19.0 25 a4 4 £6 14
19525-06 19.5 25 34 Al £5 14
20025-07 20.0 25 a4 43 £6 18
20525-07 205 25 24 45 £6 18
21025-07 20 25 44 45 £5 120
21525-07 2°.3 23 34 45 E6 12¢C ISPV TOFTZ08-PD :
2202507 220 o o~ 4 o 7z | soMToTacsRp | TR0 Twors
22525-07 223 23 34 47 £6 122
23025-07 23.0 25 34 44 £6 126
23525-07 263 25 a4 4% £6 128
24032-09 24.0 32 44 51 &0 123
24532-09 243 a2 44 51 £0 182
25032-09 250 32 44 % &0 158
25532-09 Zha ) a4 53 £ 15k
26032-09 26.0 ) a4 56 £0 157
26532-09 265 32 a4 55 &0 1537 AT 0002
27032-09 27.0 a2 44 57 (£} 140 iglr‘--ﬁgggsgg-ig P AR Tl
27532-09 275 32 a4 57 &0 14
28032-09 260 a2 44 5% 20 142
28532-09 285 32 44 50 &0 143
29032-09 29.0 32 a4 61 a0 145
29532-09 293 ) 44 1 g0 145
J30032-11 00 32 44 5] =4} 160
30532-11 303 a2 44 65 £} 150
31032-11 S50 32 a4 65 &0 162
31532-11 G a2 44 65 20 152
3203211 320 32 44 87 &0 164
3253211 324 32 44 &7 it} 154 SEMTIT308-FD ) _
3303211 3.0 22 7] 6e 0 157 | xOMitisoepy | TTEANE8 Tonizs
3353211 33.3 32 a4 5] a0 167
3403211 340 a2 44 71 20 155
34532-11 d4a ) a4 Fal £ 184
35032-11 35.0 a2 44 75 £} 161
3553211 355 32 a4 75 &0 161

&) Applicable inserts GG




KING DHILLG

KING DRILL-2D

an Ddi|gdz
o
£ | Iz
|
(mrr)
Sorem Wrench
Designation aD Odi Ode ] 82 L Insert ; S
K2D 36040-13 36.0 40 48 78 7 175
36540-13 365 40 44 7 73 175
3704013 a7 40 43 78 77 174
37540-13 378 40 48 70 70 170
3804013 360 40 48 ac 73 181
38540-13 385 40 a3 ac 72 184
39040-13 360 A0 18 8z 73 183 SPMT120410-70
39540-13 3u5 40 48 8z 70 183 #OMT13C405-PD FTbRGSIE Bhilss
40040-13 ACD A0 18 a1 73 185
40540-13 405 40 48 84 79 185
41040-13 41.0 40 48 = 70 188
41540-13 415 40 43 a8 77 18R
42040-13 420 44 a3 oo 72 151
42540-13 425 40 48 aa 73 151
43040-15 450 40 ) S1 7 165
43540-15 135 A0 54 g1 73 165
44040-15 440 40 ) g2 7 198
44540-15 445 40 58 ga 70 198
45040-15 45.0) 40 ) gE 72 Z01
45540-15 455 44 53 o5 72 201
46040-15 a6 a0 58 Gf Il L3
46540-15 455 44 50 57 7o 200 SPMTSME1-PD i
47040-15 470 40 5 o 7 206 | XOWTismscapd | F1HO04ST Tieos
47540-15 475 40 ) S5 7 206
48040-15 48.0 40 58 101 70 208
48540-15 465 40 ) 101 79 Z08
49040-15 45.0 40 58 103 70 210
49540-15 Ak a0 58 103 Il L0
50040-15 5000 44 53 105 72 1z
50540-15 505 40 54 105 73 12
54040-18 51.0 40 &3] 108 73 z18
51540-18 515 40 ) 108 73 18
52040-18 520 40 &) 110 73 20
52540-18 g2.5 40 &3 10 70 Z20
53040-18 53.0 40 68 112 72 prird
53540-18 555 44 3 112 72 op
54040-18 5411 a0 ) 114 Il L2
54540-18 54.45 40 &) 114 7 zo4
55040-18 EED 40 ) 118 73 205
553540-18 555 40 58 118 74 226 SPMTAROSN-AD ;
56040-18 56.0 40 £a e e e COMT RS0 PD FTMACS™ TW20-100
56540-18 565 40 &8 114 79 30
57040-18 57.0 40 a3 121 72 233
57540-18 57.5 40 68 121 72 33
58040-18 S50 40 &) 124 73 5
58540-18 Sk a0 ) 124 Il L3
59040-18 5610 40 &) 127 7 3G
59540-18 505 44 3 127 72 peic’s]
60040-18 B0 40 68 130 7 42
60540-18 BOL5 40 &3 130 70 z42

D applicable inserts GOB




G KING DRILL

KING DRILL-3D «&

ED y; 5| B Bdaa—miy '.'::'.':::.T.l am gaz
8 l_“—‘[ll

h ]
fs
{mrm}
Sorews Wirench
Designation @D Dch Ids £ {2 L Insert @ }%
=
K3D 12020-04% 12.0 20 25 3 50 103
12220-04 12.2 20 25 3 E0 103
12520-04 125 20 25 kil £0 103 =
12920-04 129 20 25 42 20 108 igifliﬁiﬂéﬁi’.ig FTNAGe04 TP
13020-04 13.0 20 25 42 oo 106
13520-04 13.5 20 25 42 £0 108
14020-05% 14.0 20 25 45 £0 10
14520-05 14.5 20 25 45 50 10
15020-05 1) 0 2 a% s0 ‘18| S tl | FTnaczos TiosP
15520-05% 15.5 20 25 45 50 14
16020-05 18.0 20 25 51 E0 17
16525-06 18.5 25 34 51 55 123
17025-06 17.0 23 a4 54 5 128
17525-06% 17.5 25 a4 54 o5 126
18025-06 18.0 25 34 57 6 13C ?gkﬁgggggi’_gg FTKA022065 TWo7P
18525-06 18.5 25 34 57 56 13C
19025-06 19.0 25 34 B0 56 133
19525.06% 19.4 2a 34 Bl 5 153
20025-07 20.0 25 34 63 55 158
20525-07 205 25 3 83 £5 158
21025-07% -0 25 34 66 55 144
21525-07 23 23 G4 B £6 141 s 08
22025-07 220 25 34 B 56 144 ;‘5’21 *g;;gg-;g A HOEER
22525-07 22,3 23 34 512 55 144
23025-07 23 23 34 72 56 145
2352507 2335 25 34 72 56 145
24032-09% 24.0 32 44 75 £0 157
24532-09 243 32 44 75 €0 157
25032-09 2510 32 44 78 &0 160
25532-09 255 32 44 78 &0 160
26032-09 26.0 32 44 M &0 162
26532-09% 263 32 44 a1 &0 162 3
27032-09 27.0 32 44 a4 &0 167 igmgggggggg PSR Toes
27532-09 27.3 32 44 a4 &0 167
28032-09 2B 32 44 a7 £ 171
28532-09 283 32 44 az £0 171
29032-09% 29. 32 44 50 €0 174
29532-09 295 32 44 a0 &0 174

D) Applisable inserts GOB The items marked % can machinea tap foundation hole.




KING DHILLG

KING DRILL-3D 2

a0 = ":'”":"":"""““ 2| @az

I 12
{2
(mrr)
Sorem Wrench
Designation ap ey e - [P L Insert ; S
K3D 30032-11% I 32 a4 56 51 1H
30532-11 dih a2 44 G2 51 1HO
3103211 310 a2 44 e 51 143
3153211 31k a2 44 e 51 143
3203211 3710 gp 44 et a0 185
223321 875 w 4 5 il i SEATUTRBRD. | prerssens TWASS
33032-11 33.0 a2 44 102 50 190 ACMTITE0S PD i
33532-11 355 a2 44 102 ] 140
34032-11 34.0 a2 44 105 ] 143
34532-11 345 32 a4 105 32 183
35032-11% 380 32 a4 108 32 195
3553211 355 32 44 108 30 126
36040-13 36.0 40 48 112 72 Z12
36540-13 365 40 48 112 72 Z12
37040-13 37.0 40 48 115 73 215
37540-13 375 40 48 115 73 215
38040-13 350 40 44 114 73 16
38540-13 364 40 44 114 73 16
39040-13 9.0 44 a3 121 72 feree 5 : N
39540-13 195 44 a3 121 72 2z ;Sﬂn\;(é\j;;zﬁ HsREIe LRE
40040-13 400 44 a3 124 72 26
40540-13 405 40 48 124 70 255
41040-13 41.0 40 48 127 70 225
41540-13 41.5 40 44 127 73 =]
42040-13 420 40 44 130 73 233
42540-13 425 40 44 130 73 233
43040-15 45.0 40 ) 124 73 fe'e]
43540-15 455 40 ) 124 73 9]
44040-15 44.0 40 53 137 72 z4z
44540-15 445 40 53 137 72 z4z
45040-15 450 40 58 140 70 z45
45540-15 45.5 40 58 140 70 z45
46040-15 6.0 A0 54 143 73 ZAG
46540-15 165 A0 54 143 73 ZAG SPMT1SME1G-FD s s
47040-15 470 40 68 116 70 553 AOMT1EMECE-PD
47540-15 A7 A0 54 1416 73 253
48040-15 450 40 54 145 73 55
48540-15 485 44 53 143 75 Z5A
49040-15 48,0 44 53 152 75 Z5G
49540-15 405 44 53 152 75 Z5G
50040-15 50.0 44 53 155 75 felaoe)
50540-15 Slih a0 58 185 Il 2]
D Applicable insarts GOB The items marked % can machinea tap foundation hole. ?
14
%
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G KING DRILL

'KING DRILL-3D &%

@D - e B b | Zid | paz
s e

h ]
fo
{mmyj
Sorews Wirench
Designation @D Dch Ids £ {2 L Insert }%
=

K3D 5104018 50 40 88 15 70 265

5154018 £ 5 10 88 156G 70 e

5204018 £2.0 Eh 28 152 70 o7e

5254018 23 40 a8 152 70 eve

5304018 530 40 a8 135 70 275

5354018 533 40 a8 155 70 27E

54040-18 54.0 40 a8 153 70 278

5454018 54.5 41 58 158 70 278

5504018 Bh) Eh 68 141 I} 91

5554018 555 40 88 171 70 261 5

5604018 £8.0 10 88 174 70 s ?gmﬁggégﬁg FThApst Twepce

5654018 1R Eh 28 174 70 D6

37040-18 57.0 40 a8 178 70 250

5754018 474 40 a8 178 70 2

5804018 58.0 40 68 182 70 264

5854018 58.5 40 68 182 70 264

5904018 59.0 41 58 185 70 268

5954018 9a Eh 68 146 I} pELSTs

60040-18 80.0 40 88 130 70 302

60540-18 805 10 88 130 70 308

D) Applisable inscrts GOB

Drifls




KING DRILL-4D 2

KING DHILLG

@di | Bdz
12
L
(mrr)
Sorem Wrench
Designation aD Odi Ode - 82 L Insert : S
K4D 12020-04 120 20 25 £1 52 115
12520-D4 12.5 20 25 S 5D 15 SPMTC40204-P0
13020-04 13.0 20 25 EE ) 119 KOMTO4C204-PD FThAGz04 TSP
13520-04 135 20 25 g5 52 119
14020-D5 14.0 20 25 g o] 124
14520-D5 145 20 o5 £ 2] 124 S
15020-D5 160 20 25 a2 52 129 XOE“ITOSCE&‘I-F‘D FTNAGZD4 TWwioeP
15520-D5 155 20 25 £ ] 129
16020-05 16.0 20 25 &7 2] 133
16525-06 16.5 25 34 £7 E5 130
17025-06 17.0 25 34 71 t5 143
17525-06 17.5 25 a4 71 S 143 _
18025-06 18,0 25 24 7% 55 149 | STMICOORRED | Fikacezces  Twore
18525-06 18.5 25 34 75 S5 140
19025-D6 19.0 25 a4 78 S 152
19525-06 195 25 34 75 5] 152
20025-D7 200 25 34 o S 150
20525-D7 S05 25 34 a2 55 158
214025-07 21.0 25 34 &7 5] 182
214525-07 215 25 34 ay 53 182 SPITO7T208-F0
22025-07 220 25 24 = 55 166 | XOMTOTT205PD | | 1KA2588 TS
22525-07 2eh 25 34 S1 E5 165
23025-D7 250 25 34 ae t5 172
23525-07 255 25 34 gk 55 172
24032-09 240 a2 44 <6 ] 181
24532-09 245 a2 44 a5 ] 181
25032-09 280 a2 a4 103 52 185
25532-09 255 a2 44 103 ] 185
26032-09 26.0 32 44 107 50 109
26532-09 265 a2 a4 107 ] 189 SPMTCS0E7a-PD ~
27032-09 27.0 32 44 m 30 124 ROMTO9C305-MD FRRGH? e
27532-09 275 a2 a4 111 52 134
28032-09 26.0 32 44 115 50 155
28532-D09 265 32 a4 115 32 159
29032-09 280 a2 44 119 30 203
29532.09 JzisR 32 44 119 50 03
30032-11 300 a2 44 123 ] 210
3053211 30.5 a2 44 123 ] 10
31032-11 31.0 a2 a4 127 52 z14
3153211 3.5 a2 44 127 ] 214
3203211 3z.q 32 44 134 50 z18
3253211 3z.5 32 44 131 50 z18 SPVT11TA08 PO .
33032-11 33.0 a2 44 135 ) z23 AOMTATE05-PD 2l Bhss
3353211 335 32 44 135 50 3
3403211 340 a2 a4 138 ] 27
3453211 345 32 44 138 30 227
35032-11 380 a2 a4 143 52 31
3553211 365 32 44 143 50 231

B appicabls inserts GOs
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G KING DRILL

KING DRILL-4D &

€D
[
i I
L L
{mmj
Sorew Wrench
Designation @D Dch Ids £ {2 L Insert }%
=
K4D 3604013 G6.0 Eh] 45 143 70 248
36540-13 385 49 485 143 70 248
3704013 a7 4 45 157 70 2657
37540-13 375 49 45 152 70 i
3804013 360 40 45 156 70 257
3854013 38.3 47 45 156 70 257
3904013 39.0 A0 A8 150 70 261 SPMT150410-PD _
3954013 395 40 48 150 70 261 #ONT130408-PD FTRAGRD Rios
40040-13 0.0 A0 18 154 70 o658
40540-13 405 Eh] 45 154 70 268
4104013 4.0 40 48 153 70 27c
4154013 43 4 44 157 70 270
42040-13 42. 47 45 172 70 275
4254013 425 40 45 172 70 o7E
4304015 430 40 58 177 70 e
43540-15 3.5 A0 58 177 70 e
44040-15 44.0 Eh] 58 181 70 25
4454015 445 40 58 194 70 288
4504015 4510 4] 5 145 70 291
4554015 453 Eh| 58 185 70 201
4604015 a8 a0 L8 14 0 Pk
4654D-15 45.5 40 1] 109 0 255 SPMT15M510-PD i
4704015 470 40 5 133 70 s0C | XOMTisMsos=p | 1 %4t 205
4754015 475 40 58 153 70 Kls
4804015 48.0 49 58 157 70 and
4854015 4635 Eh] 58 157 70 304
4904015 49.0 49 58 201 70 ang
4954015 94 i) L8 2 0 I
5004015 50.0 47 50 205 70 Mz
5054015 505 40 £ 205 70 3z
5104018 500 40 a8 210 70 a2
51540-18 55 490 88 210 70 30
52040-18 52.0 49 a8 214 70 324
52540-18 525 49 58 214 70 324
5304018 53.0 40 58 213 70 328
5354018 53.5 Eh| 58 213 70 3z8
5404018 8401 a0 &8 g2 0 s
54540-18 545 40 a8 020 70 a5¢
55040-18 550 490 88 226 70 336
55540-18 55.5 40 a8 226 70 aze SPMT180510-PN
56040-18 56.0 4 68 230 70 34z HKOMT1H0508-PD FIeADs IRy
5654018 56.5 Eh] a8 230 70 34z
5704018 57.0 47 58 235 70 347
5754018 £7.3 40 58 235 70 347
5804018 56.0 4 88 240 70 358
58540-18 LH.4 i) &8 240 0 sy
59040-18 59.0 40 a8 245 70 357
59540-18 595 47 58 245 70 57
60040-18 80.0 49 a8 250 70 362
“'J 60540-18 50.5 40 58 250 70 o
ﬂ 8) Applicable inserts GOS

Pyeifl
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KING DRILL-5D o

KING DHILLG

i __-‘-(\\‘_ !
sul_i: — Gl | Piriz
i P2
L
(mrr)
Sorem Wrench
Designation aD Odi Ode - 82 L Insert : S
K5D 12020-04 120 20 25 £ ] 127
12520-D4 125 2a 25 &3 ED 127 i
13020-04 12.0 20 2 s 5 o | YoMToacaopn | FTNA0204 TbeR
13520-04 18.5 20 25 &8 52 132
14020-05 14.0 20 o5 72 2] 138
14520-05 145 20 25 72 ] 138 T —
15020-D5 150 20 25 78 ) 144 xor-.-woscgj 45D FTNAG204 TWoeD
15520-05 155 20 25 78 ] 144
16020-D5 16.0 20 25 o ] 149
16525-06 165 25 a4 a3 S 155
17025-06 17.0 25 34 a8 5 180
17525-06 175 25 34 e 55 180 :
18025-06 1801 25 34 G2 L3 165 ggm{:ﬁg‘:gg FTKALE0ES TP
18525-D6 165 25 34 g2 ] 165
19025-D6 19.0 25 a4 ca S 174
19525-D6 195 25 34 ca8 5] 171
20025-07 20.0 25 34 102 ES 178
20525-07 @ik 25 34 103 L3 178
24025-07 210 25 34 108 c5 183
21525.07 215 25 34 108 2] 183 SPMTOFT204 PO
22025-D7 220 25 34 113 E5 188 ROMTOTT205-PD 2l BhlEzR
22525-D7 225 25 a4 113 5 188
23025-07 230 25 34 118 5] 195
23525-07 255 25 34 18 S5 195
24032-09 240 32 44 123 50 05
24532-09 245 32 44 123 53 05
25032-D09 SE() a2 44 128 5 10
25532-09 P65 g2 44 198 a0 210
26032-D9 260 32 a4 122 52 Z15
26532-09 265 32 44 123 50 15 SPMTCo0E0E- )
27032-09 270 32 a4 138 3 221 XONTeo008 Eg FTHRAGHY THDes
27532-09 275 32 A4 128 53 Z21
28032-09 260 a2 44 143 59 ze7
28532-D09 255 a2 44 143 ) o7
29032-09 200 32 a4 148 ] feic’e)
29532-09 265 32 44 148 50 252
30032-11 ana 32 44 163 50 Z40
3n532-11 305 3z 44 153 32 Z40
3403211 310 32 44 158 ] Z45
3153211 a5 32 a4 158 ] Z45
32032-11 320 a2 44 163 53 )
3253211 3z5 32 44 163 59 250 g
33032-11 350 2 a4 68 3 76 | XOMTiTasspp | FTKA030e TtelE:
3353211 335 32 44 168 50 ZES
3403211 3400 32 44 173 ] S5
34532-11 3445 32 44 173 50 201
35032-11 350 32 a4 178 52 86
35532-11 355 a2 44 178 ] i s)

) applicable inserts GO6

%
S,
/
N G

18



G KING DRILL

KING DRILL-5D «~

f[b]
o
4] 12
L
{mmj
Sorew Wrench
Designation &D Gch Ads £ {2 L Insert %
K5D 3604013 G6.0 Eh] 45 144 70 264
36540-13 385 49 485 184 70 264
3704013 a7 4 45 1853 70 PEG
37540-13 375 49 45 108 70 265
3804013 360 40 45 154 70 PGE
3854013 38.3 47 45 134 70 255
3904013 3.0 A0 15 135 O kil SRRTAG0410-70 _
3954013 395 40 48 155 70 30e #ONT130408-PD FTRAGRD R
40040-13 0.0 A0 18 204 70 308
40540-13 405 Eh] 45 204 70 a0
4104013 4.0 40 48 208 70 a1
4154013 43 4 44 209 70 a1
42040-13 42. 41 45 214 70 17
4254013 425 40 45 214 70 37
4304015 430 40 58 220 70 a2g
43540-15 3.5 A0 58 221 70 308
44040-15 44.0 Eh] 58 225 70 35
4454015 445 40 58 226 70 350
4504015 4510 4] 5 230 70 3ae
4554015 453 41 58 230 70 336
4604015 a8 a0 L8 23n 0 341
4654D-15 45.5 4 ] 225 70 341 SPMT15M510-PD "
4704015 470 40 5 240 70 a7 | XOMTisMsos=p | 1 94T 205
4754015 475 40 58 240 70 347
4804015 48.0 49 58 245 70 a5z
4854015 4635 Eh] 58 245 70 352
4904015 49.0 49 58 250 70 357
4954015 94 i) L8 20 0 s
5004015 50.0 47 50 255 70 a62
5054015 505 40 £ 255 70 362
5104018 500 40 a8 251 70 371
51540-18 55 40 88 251 70 371
52040-18 52.0 49 a8 256 70 are
52540-18 525 49 58 256 70 378
5304018 53.0 40 58 271 70 381
5354018 53.5 Eh| 58 271 70 381
5404018 8401 a0 &8 276 0 HEE
54540-18 545 40 a8 2706 70 356
55040-18 550 490 88 281 70 361
55540-18 55.5 40 a8 241 70 301 SPMT180510-PN
56040-18 56.0 4 68 288 70 3cE HKOMT1H0508-PD FIeADs IRy
5654018 56.5 Eh] a8 286 70 aaa
5704018 57.0 47 58 292 70 404
5754018 £7.3 40 58 232 70 404
5804018 56.0 4 88 ET) 70 M
58540-18 LH.4 i) &8 2T 0 EAls
59040-18 59.0 40 a8 304 70 He
59540-18 595 47 58 204 70 416
60040-18 80.0 49 a8 a0 70 42z
“'J 60540-18 50.5 40 58 310 70 432
ﬂ 8) Applicable inserts GOS

I FH I}
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Technical information for KING DRILL(for through coolant system with a Iathe)G

Drill with through coolant system for general lathe and
CNC lathe without through coolant system

e
KING DRILL (for through coolant system with a lathe)

# Through coolant system with drill holder, plug, cil-hole hose and oil-hole pump
® NPT TAP in the plug is combined to NPT TAP connacted to il hose.
® Available to use the drill without a plug in milling machine

—d
~
Flug Oil pump
+ Clamping oil hoge to the bottom
of plug and connect the oil pump to the holder
)
Tap type Diameter Shank Dia. Mxp Plug

KO 20~16020HP- 0120 ~816.0 020 MI2Zx 15 PIGI2PT18
KOD161~23525HP- @161 ~ 8235 025 M16x 1.5 PLG16PT18
K| |D236~35532HP- | | Q236 ~ 0355 932 M20 x 2.0 PLGZ20PT14
K[]D356~60940HP-] 0356 ~ 0805 @40 M27 % 2.0 PLG27PT38

Flug

* Plug is asseanbled.

Plug Type Mxp PT Tap A
PLG12PT18 M12x 15 148 16
PLG16PT18 MIBx 1.5 118 19
PLG20PT14 M %A 0 114 of
PLG27PT38 M7 % 20 B a5




G KING DRILL{(for through coolant system with a lathe)

22

KING DRIL L for through coolant system with a lathe)}=2 D &P

4

2ide

{mrmy
Sorew Wrench
Designation {=/H] Och Ods 4 {z E Insert @‘ e
=
K2D SPMTC40204-PD
13020HP-04 13.0 20 25 26 50 33 Pl FTHACZ04 TWosP
14020HP-05 140 20 25 31 E0 6
- - SPMTOS0204-PD . N
15020HP-05 150 20 25 33 L] 3% o FTHAO204 TWOSM
16020HP-05 6.0 20 25 35 oo 101
17025HP-06 17.0 25 a4 a7 £5 10§
= SPMTOB0Z05-PD
- I [} = -
18025HP-06 16 25 a4 3 £ 12 e kR FTKAG22085 TWOTR
19025HP-06 19.0 25 a4 4 £8 14
20025HP-07 20001 25 34 45 L] 15
21025HP-07 2:.0 25 34 45 £5 12¢ VTa7TZ08-
SEeTrleUorD | pvansess TWO7S
22025HP-07 22 25 3 17 55 122 AOMTOTT2CE-RD
23025HP-07 23.0 23 34 45 £5 128
24032HP-09 240 a2 4 51 20 152
25032HP-09 250 a2 44 55 20 158G
26032HP-09 26.0 32 44 56 <] 137
SPMTORGIRRD. | Frenpany TWHaS
27032HP-09 270 32 44 57 0 14C AOMTOS0506-PD
28032HP-09 28.0 32 44 55 &0 142
29032HP-D9 2901 32 a4 51 &0 145

8) Applicanks inserts GG

Drifls



KING DRILL(for through coolant system with a IathE)G

KING DRILL(for through coolant system with a lathe)=3 D &7

@da

(mm)

Soow Wrenoh

Designation oD @di Od2 04 2z L Insert %
K3D 13020HP-04 130 20 25 4z 50 106

13520HP-04 85 20 2 P % i | fOMTOozep | TTMORO4 s i
14020HP-05 140 20 25 45 50 110
14520HP-05 145 20 25 45 50 110

15020HP-05 150 20 25 a8 50 114 fm%ggggiﬁg FTINAO204 TWOsP
15520HP-05 155 20 25 48 50 114
16020HP-05 16.0 20 25 £1 ] 17
16525HP-06 165 25 34 £1 5] 123
17025HP-06 140 25 34 54 53 26
17525HP-D6 175 25 34 £4 E5 126

18025HP-D6 18.0 25 24 £7 55 10 | STATCOMRSED | Frkaceaes  TworP
18525HP-06 16.5 25 34 £7 E5 130
19025HP-06 18.0 25 34 £C 55 133
19525HP-06 1945 25 a4 o 55 133
20025HP-07 200 25 34 £ 53 138
20525HP-07 205 25 34 £ 5] 138
21025HP-D7 21.0 25 34 €6 5] 141

21525HP-07 21k 25 34 8 53 141 I :

22025HP-07 22.0 25 34 65 E5 144 ‘x’g%ﬁéﬂgﬁg FTIA2E08 TorS
22525HP-07 225 25 3 a5 E5 144
23025HP-07 25.0 25 34 7z E5 145
23525HP-07 2.5 25 34 7 55 145
24032HP-09 24.0 32 a4 iz 50 157
24532HP-09 245 32 a4 75 32 157
25032HP-D9 28.0 32 44 78 30 160
25532HP-D9 285 32 44 78 30 160
26032HP-09 2.0 32 44 B 5 163

26532HP-09 26.5 32 a4 a1 50 163 4

27032HP-09 27.0 32 44 a4 82 167 Egmg??ﬁg:;g FTKAeaa7 THDes
27532HP-09 275 32 44 a4 52 167
28032HP-09 26.0 32 44 o7 50 171
28532HP-D9 265 32 44 g7 50 171
29032HP-D9 28.0 32 44 =l 30 174
29532HP-D9 295 32 44 sC 30 174

B Applicabls inserts GOB

Driils




G KING DRILL{(for through coolant system with a lathe)

KING DRIL L for through coolant system with a lathe)}-4D &P

+—-— B |5 PP
: 15
ot Al 22
L
_J (mm)
Wreneh
Designation @D (54 Bdz ¢ {2 L Insert f?
ik 13020HP-04 130 20 25 29 50 93 SuTgmaei T | Frivace TWosP
14020HP-05 14.0 20 25 59 50 124
15020HP-05 | 150 2 25 s 50 129 | SCMTOO2APD | epvagens  Twese
16020HP-05 16.0 2 25 57 50 133
17025HP-06 17.0 25 34 71 56 143
18025HP-06 18.0 25 a4 75 £ 14g | SOMTOEED | Fikacaees  Twore
19025HP-06 19.0 25 34 79 55 152
20025HP-07 20001 25 34 Hi L] 154
21025HP-07 20 25 34 a7 55 182 APy TaTT2068-PD — —
22025HP-07 22 25 3 @l 55 168 AOMTOTT2CE-RD
23025HP-07 23.0 25 34 6 55 178
24032HP-09 240 a 44 e €0 161
25032HP-09 250 a2 44 123 €0 185
26032HP-09 26.0 32 44 127 0 185 SPMT050308-RD - -
27032HP-09 27.0 32 44 11 &0 194 A TOB0506-PD
28032HP-09 25.0 32 44 115 g0 185
29032HP-09 2900 ity A4 14 [al8] OS]

8) Applicanks inserts GG

Drifls




Technical information for KING DRILL(for large diameter drilling)G

High rigidity drill produces cost efficiency due to cartridge replacement.

KING DRILL (for large diameter drilling) €%

® Cartridge type for @61~100 drilling.
® Peripheral cartridge can adjust the diilling diameter within 5mm.
® Easy to edjust drilling diameter with adjusting bolt.

]

Washer
_| Cartridge
fixing bolt

(») Adjustment of drill diameter

\
- N Adjustment Adjusting Washer
@(mm) Designation Width(mm)
S ‘ 1 WAD305 05
- - | Peripheral 2 WA0310 1.0
cartridge 3 WAD305 + WA0310 15
4 WA0310x 2 20
7[ Adjusting washer(1.0t) | 5 WAQ305 + WA0310 % 2 25
7[ Adjusting washer{0.5t) | # Adjusting washer adjusts the drilling diameter within 5mm.
| Adjusting bolt

Drills




G KING DRILL(for large diameter drilling)

KING DRI |.|.(for large diameter drilling) W

{mrm}
Cartridge Screw Wrench
Designation ap x4 2de 24 P L /
Intetnal External v
K2D 616550-11 8165 50 &C 130 0 265 KDCH165C | KDOA1652 | FT4A403528 TW5S
657050-13 BE~7C ] &8 140 80 265 KDCHETOC | KDTBS70> FTKAGA10 TWHSS
707550-13 70-7E ] &8 150 0 275 KDC7075C | KDTTFO752 FTHAG410 TWWSS
758050-13 75~EC 50 &8 150 a0 263 KDC7580C | KDOTS60™ FTHAG410 TWI3S
§08550-15 BOEE 50 &8 170 a0 295 KDCROASC | KDTE0G3™ | STHCO451 TW203
§59050-15 B5~G0 50 oE 160 &0 303 KDCB560C | KDOE5902 | STHCO4511 TW205
909550-15 A0GE 50 os 190 &0 313 KDCH0SSC | KDTB095™ | STHCO4511 TW205
951005018 | 55100 50 oE 200 &0 323 KDCSE100T | KDCES™ 00F FTMADS1 TW20-1C0
K3D 616550-11 B 50 Bl 195 Al 320 KDCB1ESE | KDOR1ERZ FTCANE0 TWaS
657050-13 B5~7C 50 &8 270 0 335 KDCHETOC | KDTRST02 FTKAD410 TW5S
707550-13 F0~7E 50 &8 225 80 360 KDC7075C | KDOFO752 FTKAGA10 TWHSS
758050-13 TE-BC 50 &8 240 a0 383 KDCTR80C | KDT7580° FTHAG410 TWWSS
§08550-15 B0~EE &0 &8 255 a0 3a0 KDCROASC | KDOTA0G3™ | STNCO4511 TWa05
§59050-15 BLG0 50 ef 270 a0 305 KDCASEOC | KDTE590™ | STHCO451 TW203
909550-15 G0~85 50 =15 285 a0 410 KDCB0S5C | KDIB095=> STNCO45 11 TW203
9510050-18 95~100 50 =15 300 a0 425 KDCEE100T | KDCES ooP FTMADS 11 Tiw20-100
K4D 616550-11 §1~65 50 &C 260 30 383 KDCE165C | KDOB165= | FT<A403508 TWW35
657050-13 Bbee L ] EH 2H0 il Al KDCES G | KDDHEA M= FTH.AD TWas
707550-13 F0~TE 0 &8 300 a0 425 KDCTO7sC | KDZ70752 FTKAD410 TW5S
758050-13 TE~GC &0 &8 320 a0 Ma KDCTE80C | KD275802 FTKAGA10 TWHSS
§08550-15 &0~BE 50 &8 340 a0 485 KDCAEEC | KDTA0852 | STNCO4511 TWWR0S
859050-15 BE~AC &0 gE 360 0 483 KDCOs80C | KDOB590> TTHC04514 TW\203
909550-15 90~85 0 £33 380 a0 505 KDCB0SSC | KDOB095> STHC04514 TW203
9510050-18 95~100 50 =15 400 a0 523 KDCSE100T | KDCES ooP FTMADS 11 Tw20-100
D Applizable inserts GOB
(®) Parts
Cartridge Ranhge Insert
Internal External (Blg Designation Guantity Designation Quantity i e
KDCE165C | KDIB1652 61 ~E5 FOWISIT-1Ta0s00] 2 SPMEIT11™308-00 2 FTKACE603 TW153
KDess7ol | KDoes702 65 ~ 70 XOWIEIT- 30408001 2 SPMEIT130410-00 2 FTK 0410 TW153
KDC7arss | KDC7O752 TC TS HOWVIEIT* 304064 1L 2 SPM(EIT130410-_1L1 2 FTK 40410 TW153
KDC7580C | KDO7S802 7E ~ 80 HOWVEIT- 3040811 2 SPM(EIT130410-710] 2 FTK 40410 TW153
KDCBAGES | KDo805> GC ~ 85 ROMCTAEME08 ] 2 SPM{ T 1EME104I 2 [THCo4E11 TW203
KDCE590C | KDC85502 55 ~ 50 KOMIET18Ma08 1 2 SPMIZT1sME1000 2 FTNC4511 TW203
KDC8095C | KDTH0952 9C ~ 55 FKOM(E;TA5ME08 1 2 SPMIZT15ME104M 2 FTNC04511 TW20S
KICSSI000 | KDCAS” DR 95~ 100 KOVIFIT- &0s0E 00 » SPR(F)T180510-00 » FTM A1 TUE-100)




Technical Information for TPDCG

Cone Shaped Head Indexable Drill

TPDC &

® Clamping design

- One step clamp system — Increaszd stability

- Clamping system allowing to change inserts while the holder is attached

on the machine — Shortened setting time

® Optimized blade design

- Excellent chip cortrol — Possibility to use for various types of workpieces
@ Helical shaped coolant hele system

- Wide chip pocket area secured — Better lubricatior + chip flow improved

@ Material technology
- Ultra fine substrate + Multi layer coating applied — =xcellent anti chipping & wear resistance

| Optimal blade design Surface treatment
« Improved chip contral » Good durability
and wear resistance =

Flute polishing
- Better chip flow

« | ow cuffing load and
good machinability

' High helix angle ‘

Overlap thinning Helical shaped coolant
« Excellent centering and hole system
penetration | » Chip flow improved |

(») Code system of holder
Top selid Piercing Drill Inserttype  Aspect ratio(L/D} Drill dia. Shank dia. Flute length{mm)
G : Gone type 3D, 5D, 8D 150 ©15.0 20 : 020

() Code system of insert

TPD 1500

Top solid Piercing Drill Drill dia. Insert type Machining area

1500 1 315.00 C: Ceone type P : 8teal, Universal
M : Stainless steel
K : Cast iron
N : Aluminium
C : Carbon fiber g
Neinforced plastic 5
il

PPN G |

27



G Technical Information for TPDC

28

(>) Features of Clamping System
» One Step Clamp System = Easy and quick tocl charge with good repeatability

Clamping arca - ——
_ \ = Clamping area : Easy and fast tool change

Y 7 = B Anti-rotating area . Performs as a stopper

= Clamplng and anti-rotating area make an acute angle to prevent insart
Arti-retating area rofation while machining

Durability test Sustainability test

= Workpiece : SCM440(HrC22)
» Cutting condition : Drill dia.(mm) = @15.0
ve({mimin) = 80
fn{mm/frev) = 0.25, ap(mm) = GO
wet
® Tools: Insert [FD1500CP(PCE335)
Holder TPDC5D-15020-75

- qa'.z
L Sustaina-bility

Run -0t pm)

s e
oM RO @ OoN B
5,

o
A1
&

ftime  Ctime  60Sme  S0tme  120time 150t?rna-
Mo. of clampings

= After using 40 inserts, the sstting run-out remains

balow A6 = After clamping 150 times, the drill run-out remains

(*) Cutting Performance
Part of machine

= Workpiece : Alloy steel| (SCM440, HRC22)

= Cutting condition : Drill dia.(mm) = &19.0
ve(mimin) = 100 57 6mi640Hdle!
fn(mmirev) = 0.3
ap(mm) = 90
wet

= Toola: Insert TRFD1000CP (PC5335)

Holder TPDC5D-19025-95

£2 Bm(586Hole)

4
ST
FHET

Compelitor

= | ubricative mulll flayer coating prevents chipping
on cutting edges. Competitor

Part of machine

= Workpiece : Carbon steel (SMA5C, HrC10)

m Cutting condition : Drill dia.(mm) = ©18.0 o
ve{mimin) = GO '

fn(mm/frev) = 0.15 10.0m(153Hae)
ap(mm) — 65 = a'sm(EHdal
wet — ==
® Tools: Insert TPDI8UUCP (PC5335) = —
TPDC Compeiitor

Holder TPDCS5D-18025-80
= Lubricative multi laver coating enhances wear resistance.

(») Recommended Cutting Condition

. Depth of cut = 3D, 5D

Wotkpihes Grade 1= Feed rate r:'lrnfrev} per drill dia.(mm)

150 Workpiece HB m/min 012.00~015.99 | ©16.00~419.99
Low carbon steel 50~120 PC5335 110{80~140) 0.15~0,30 0.20~0.35

Carbon steel >

High carbon steel 180~280 PC5335 100{70~130) 0.15~0.30 0.20~0.35
Low alloy steel 140~260 PC5335 110{80~140) 0.18~0.35 0.23~0.38
All , Low pre-hardened steel 200~400 PC5335 75(50~100) 0.18~0.35 0.23.0.38
BB High alloy steel 260~320 PC5335 70{50~90) 0.18~0.30 0.20~0.35
High pre-hardened steel 300~450 PC5335 60(40-80) 0.18~0.30 0.20~0.35

» Inoasz of 80, reduce Lhe culling condil or 40~80% luwer han above 4ller nechining the beginning of hale(1.52).
» Incasz of interruptad rrachining. reduze the feed to 0.1~0.15 aTound the intarrupted part.

Drifls



Technical Information for TPDC G

(*) How to Make Good Insert Clamping
(1] (2] (5]

\

i R

(1) Clean the mounting seat @ Put an inserton the 3 A part of wrench and B part of insert must
ith ai loth. holde-. be parallel to each other before clamp the
WIth air or cio! oloe irﬁ:‘ﬂ P Clamped =tlo

Turn the wiench vluckwise Lo finish clamping.

(*) Coolant Tip

» Workpiece : SCM440(HrC22)
=1 Cutting condition ; ve{m/min) = 100, wet

20

a

Recsnmended Recommendead

= =
£ =
=R g iz
£ z
= Minimum = 4]
5 i 5
2 2
[SIE T B (SR
C d
4 10 15 20 25 30 & 10 1& 20 24 an
Dl i (127 Crill dlia (61}
(») Precautions When Setting
A Peripheral vibraticn under 0.02mm
Max. 0.02mm
Setting of the horizontal equipment Setting of the vertical equipment

(») Precautions When Drilling
Ramping Machining verlapped panels Plunging Boring

L EE

1. A slope inclined more than 1. Space between panels affects Not allowed Not allowed
6°is not allowed. chip evacuation problem.

2. When entering, reduce the 2. Do nct make space between
feed to 30~50%. panels.

Drills
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G TPDC Available Insert

TPDC Insert «2

{mmj
Designation D'('gg)'a' W Grade Holder Wrench
TPD 1200CP 1210
TPDC{E, 5, 8)0-12016-130, £0, 550
1220CP 122
114 PCHIE TPDC- W1z
1250CP 126
TPDCE 5 8)D-12515-(38. 63, 100)
1260CP 124
1300CP 13.0 TRDCIG. 5 8)D-13015-(32. 65 102)
123 PLE335 IFDC-3
1350CP 13.5 TRDC(a. 5 &8D-135158-(41. 62. 108)
1400CP 1440
1420CP 14.2 TPDGIE, 5 8)D-14020-(42 70, 12}
12.4 PCE33E TPDC W4
1430CP 14.3
1450CP 145 TPDGE, b, B)0-14520-(44 3, “16)
1500CP 15.4
143 PCHIE TPOCE. & 8)D-15020-(45. 75, 120) TPDC-W1E
1550CP 165
1600CP 16.4
1630CP 16.3 )
15.3 PC5336 TRDCHE, 5, 810-16020-(48, 80, 128) TPDC-W16
1650CP 165
1670CP 167
1700CP 17.0
1750CP 175 153 PLAIAS TPNCHS G 8I0-17020-(51 85 134) TPRI-7
1770CP 177
1800CP 184
1810CP 181
1850CP 185 17.3 PC5335 TRDC(3. & 8)D-18026-(54. 90 144 TPDS-W1E
1860CP 18.4
1870CP 187
1900CP 19.0
1920CP 192
183 PCEIRE TPDCHE, 5, 810 19025 (57, 95, 162) TPDT WG
1950CP 195
1970CP 197
# Order made tems availab e
(*) Recommended Torque per Wrench -
mim
Deslignation Drll dia (3D} Torque(Nm)
TPDC-Wi2 12.0~12.9 25
TPDC-W13 13.0~13.9 25
TPDC-Wi4 140~ 14.9 25
TPDG-W1i5 150~ 159 25
TPDG-W16 16.0~ 159 25
TPDGC-W17 17.0~17.9 35
TPDC-W18 180~ 189 35
TPDC-W1D 19.0~19.9 35




TPDCG
TPDC3D/5D/8D &%

EE A= 3 ""Iﬁ T { £
2 K e n o ] =1 %
I Pt largity i [L_.!‘E‘.‘.“i‘f‘."é‘l‘_._ — o
| | L
Fig 1 Fig.2
(mrr)
Designation 2D ad B g 4z L Insert Fig.
TPDC 3D-12016-36 12001249 15 20 36 a8 gu TPOA0S T -1246C 7] ]
3D-12516-38 12.60~12.99 16 20 38 45 121 TPO1253C T 1-1266C 7] 1
3D-12016-39 13.00~15.49 16 20 39 18 123 TPD1300C 348G | 1
3D-13516-41 13.50~15.099 16 20 4 48 125 TPD1383C 11355C | 1
3D-14016-42 14.00~14.439 16 20 4z EN 106 TRD4400011245C ] 1
3D-14516-44 14.50~14.99 16 20 a4 48 197 TPD44523511288C ] 1
3D-15020-45 15.00~15.99 20 25 45 50 13 TPD15000 115880 ] 2
3D-16020-48 18.00~16.99 20 25 45 50 1"z TPD1802s1-1655C ] 2
3D-17020-51 17.00~17.93 20 o5 &1 50 120 TPD17005 7 1-1755C 7] 2
3D-18025-54 B0~ 15 99 o5 33 54 56 132 TPOABUOS -1 856C ] 2
3D-19025-57 18.00~19.99 o5 33 &7 56 135 TPD1803C _-1889C _| 2
5D-12016-60 12.00~12.49 16 20 ] 48 123 TRD42002 112450 7] 1
5D-12516-63 1260~12.99 16 20 63 48 126 TRD125020 012885 ] 1
5D-12016-65 12.00~15.49 16 20 65 EN 128 TPD1200011545C ] 1
5D-13516-68 13.50~15.99 16 20 68 45 132 TPDAE525_1-1359C ] 1
5D-14016-7D 14.00~14.49 16 20 70 45 134 TPD4025 112455 ] 1
5D-14516-73 14.50~14.89 16 20 73 45 136 TPD4525 114555 ] 1
5D-15020-75 15 (0~15 49 20 25 75 501 143 TROS00S _-AS8G >
5D-16020-80 16.00~16.89 20 o5 aa 50 148 I FL8000 115890 | 2
5D-17020-35 17.00~17.89 20 o5 as 50 154 TPD1703C _-11789C _| 2
5D-18025-90 18.00~15.99 25 33 8a 58 153 TRD18002 118880 ] 2
5D-19025-95 18.00~15.99 25 32 85 56 173 TPDA2005_1-1858C ] 2
8D-12016-96 12.00~12.439 16 20 96 45 158 TPDA2000_-1249C ] 1
8D-12516-1D00 12.50~12.99 16 20 100 48 153 TPOH2525_1-1259C ] 1
8D-13016-104 | 13.00~15.49 16 20 104 45 158 TPD1300C 3490 | ]
8D-13516-108 | 13.50~15.99 16 20 108 45 173 TPO1363C -1389C | 1
8D-14016-112 | 1400~14 49 16 20 113 45 176 TRM14005 12490 _| 1
8D-14516-116 | 1450~14.99 16 20 116 48 180 I L4500 14890 | 1
8D-15020-120 | 15.00~15.99 20 25 120 50 183 TPD1503C _-1589C _| 2
8D-16020-128 16.00~16.99 20 25 128 50 157 TPOA802C]-1658C ] 2
8D-17020-136 | 17.00~17.99 20 25 135 50 205 TPDA700C 758 | 2
8D-18025-144 | 18.00~16.99 25 33 144 55 2pp TPD1800C HESeC | 2
8D-19025-152 | 15.00~1599 25 33 152 565 230 TPD1800C 988 | 2

# The shizrk is based on DINGS3S und |S0OS677.




G Technical Information for TPDB

High precision grinding and superior clamping precision with auto-centering system

TPDB &

® High precision damping system - High precision grinding and superior clamping precision with aulo-centering system.
® Screw on clamping system - Easy clamping system of TPDB insert.

® Sharp cutting edge - Improved chip evacuation, low cutting load, longer tool life with ultra-fine substrate
and exclusive coating layer.

® Holder with excellent durability - Holder with high rigidity and superb wear resistance due to special surface treatment.

(») Code system of holder
Top Solid Piercing Drill Insert type Drill dia. Shank dia. Aspect ratio
B : Blade type 200 ; 520.0 2510925 3D, 50, 8D

(») Code system of Insert

200

Top Solid Piercing Drill Drill dia. Insert type
200 : ©20.0 B : Blade type

(») Features

| Serew on clamping system

Cutting edge with low
cutting resistance

Flute with excellent chip evacuation

Superior rigidity and wear resistance of holder

Improved chip control due Auto-centering system

to chip breaker
(») Tool Cost
Comparison of 1 ingert tool life Comparison of tool cost when machining 1000rce of workpisce
+ Exclusive coating and substrate [Alloy mg(scmuo}] .

- Usable til the end of wesr (no need regrinding) : Hegrlnd + 40% longer tool life

Al e = 4times
= 2 100% — \\ Tool life + No need ragrind
2 = UP Regind  * Lusy inserl clarge
— 4tmes . 309
o= \ 3% less tool eest
i E (=307 - Regiind
Bl = = - dtimes
— — " Regind
— #verage tool life of jetlines
E nesw drill andlaground one = Ragrind
= = - dtimes
? TPDB Brazng cril TPDB Brazing dril
|
i

/
| & hOA
32



Technical Information for TP DBG

(») Application example
Part of automobile
= Workpiece : GCD 500 A i —
- o : E % — times longer
= Cutting condition : vo(m/min)=98 = = tool life
fn(mm/rev)=0.31 % —
ap(mm)=40 2 — i
Inner coolant syster 3 18 = =
m Tools : Insert TPD135B(PC5300) = =
Holder TPDB195-25-3 — —
= Machine : MCT (vertical) = = « 200% longer tool life than compatitor's
TPDB  Compeitor
Part of heavy equipment
= Workpiece : Hot Forged Steel . 15 6m L y— - Y
= Cutting condition : vo(m/min)=85 e = too! life ) A
fn(mmi/rev)=0.2 B = A
ap(mm)=20 £ E i
Inner coolant syster 38 = —
m Tools : Ingett TPD210B(PCH3C0) = —
Holder TPDB210-25-3 = —
u Machine: MCT (vertcal) = = - 30085 longer todl Iite that cormpetion's
TPDB Competitor
(*) Recommended Cutting Condition
; Depth of cut = 3D~5D
Workpiece Ve Heint
P Grade Feed rata (mm/rev) per drill dia.(mm)
IS0 Workpiece HB m/min 10~15.9 16~24.9 25~32.9
S Low carbon steel 80~120 | PC5300, PC5335 | 110(80~140) 0.15~0.30 0.20-0.35 0.25-0.40
el High carbon steel 180~280 | PC5300, PC5335 | 100(70~130) 0.15~0.30 0.20~0.35 0.25~0.40
Low alloy steel 140~260 PC5300 110(80~140) 0.18~0.33 023033 0.28~0.43
Alloy Low pre-hardened steel | 200~400 PC5300 75(50~100} 0.18~0.35 0.23~0.38 0.28~0.43
L High alloy steel 260~320 PC5300 70(50~80) 0.18~0.30 0.20~0.35 0.25~0.40
High pre-hardened steel | 300~450 PC5300 BO(40~80) 0.18~0.30 0.20~0.35 0.25-0.40
,  Sianless Austenite series 135~275 PC5300 50(30~70] 0.13~0.25 0.15~0.30 0.17-0.33
Ferrite series
sl W 13275 PC5300 55(40~70] 0.13-0.25 0.15~0.30 0.17-0.33
Martensite series
Gray cast iron 150~230 PC5300 110{80~140) 0.18~0.35 0.20~0.40 0.25~0.45
Cast Iran
Nuctile cast iron 160~260 PC5300 100(70~130) 0.18~0.33 0.20~0.40 0.25~0.45
Ni-heat resisting alloy 130~400 PC5300 40(20~80) 0.10~0.20 0.12~0.22 0.13~0.25
Heat
Nesisting | Ti-heat resisting alloy 130~400 PC5300 40(20~80) 0.10~0.20 0.12~0.22 0.13~0.25
Steel
High hardened stea! 400~ PC5300 35(20~50} 0.10~0.20 0.12-0.22 0.13-0.25

= In case of 8D, reduce the cutting conditions to 40-50% or maching the beginning of hole first.{1.501)
» In case of interrupted machining. reduce the feed to 30~50% machining around the interrupted part.

-
3
o
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G Technical Information for TPDB

® TeChmca_“ Cutting oil quantity Pressure of cutting oil
information _
[L/rin] [Based an 5L [H4Fal [Based or 50]
= 124 1.4
i £
£ 1 e
= =
F a =
= S €8
£ B o
= =] Ca
L] ol
e 24
o - co
o I T g I T
10 15 20 25 al 10 18 22 25 30
Drrill Dia. [nm] Cill Dia. [rrmm)
Cutting power Feed
[kA] [Brases wi 50] [kM] [Based un 52|
g = 7
3 B
E 4 el 4
E’ a4 3
3, il L
i 14
0 T T T T 1 2 T T — T 1
10 15 20 a5 30 1% 15 20 25 30
Diill Dia. jmm] Drill Dia. [mrm]
(*) How to clamp a TPDB insert
Clamping an insert on a holder Changing an insert on the machine

- Put an insert in the nolder. - Separate the insert from the holder.

- As the Fig.1, clamp the insert while pushing it to - Asthe Fig.2, clean the inser: seat
the V shaped groove of the holder.

- Screw the insert.

- Place the insert to the mounting seat.
\ - Asthe Fig.3, clamp the insert while pushing it to the V shaped
- gropve of the holder.

Drifls




TPDB Available InsertG

TPDB Insert «%

(rnrr)
Designation Grade B0 h t
TPD 100B~-109B PCssEi0 L~ 105 oS B
110B~119B PC5300 11.0~118 58 35
120B~12%B PC5300 120~128 53 35
130B~139B PC5300 130~135 55 47
140B~149B PCE300 14.0~ 145 58 40
150B~15%B PC5300 15.0~ 155 70 40
160B~169B PC5300 16.0~ 1685 27 55
170B~1798B PCE300 170~ 178 78 55
180B~189B FC5300 18.0~ 185 8.1 6.0
190B~-199B PCssEi0 190~ 195 B3 5.0
200B~209B PC5300 200~ 208 7 65
210B~219B PCE300 210~218 g4 65
220B~229B PCE300 220~228 =13 70
230B~23%B PCE300 200 ~235 =h! 7.0
240B~249B PC5300 240~ 245 10,7 75
250B~259B PCE300 250~ 255 0.8 75
260B~2698B PCE300 260~ 265 1.0 8.5
270B~279B PRS0 T 27 G 1" 3 a5
280B~289B PLE300 280~ 235 12.5 85
290B~299B PC5300 260~ 265 12.8 55
300B~309B PCE300 300 ~308 13 10
310B~319B PC5300 30~315 13.3 10
320B~329B PC5300 20~325 13.5 10
(*) Parts
[}
Screw Nrench
Designation Drill Dia. g / Torque (NM)
TPD 100B-129B 0o~ 23 FTNED202 TWWOER 0.4
130B~149B 153.0~"29 FTHBO2S12 TWI7S 08
150B~179B 1R 0~73 FINBIPS14 1 VDTS 08
180B~199B 1E0~ 9.3 k1 B35 | ViDEss 12
200B~239B 20.0~23.3 FT*E0Z19 TWoes 12
240B~259B 220~253 FTrBOads22 TWi1sS a
260B~279B 26.0~27.3 FTrBD3524 TW1SS 2
280B~299B 200~293 rTHCo426 TW15S3 a
300B~329B 30.0~32.3 FT E0S28 TWw20-100 4

-
3
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GTPDB
TPDB-3D & _

v g
140 @D e 2d1| Bz
£ ! | iz
LW ]
_J {mrm}
Designation 2D @eh Gd & {z L Insett
TPDB 100-16-3 100~ 10.4 16 20 AL A4 21 TPOALOE ~ 12343
105-16-3 105~109 16 20 3.5 48 ] TPO105B ~ 1233
110-16-3 1 0~1" A 16 20 330 /8 ) TPC1CE ~ 11418
115-16-3 1°5~1"9 16 20 34.5 48 o] TPCH1EB ~ 1158
120-16-3 120~124 16 20 36.0 40 102 TPOZ0G ~ 1243
125-16-3 125~129 16 20 37.5 48 104 TPO125B6 ~ 1233
130-16-3 13.0~13.4 16 20 39.0 48 107 TPOZ0B ~ 1343
135-16-3 13.5~13.89 18 20 4ns 48 1089 TPD 13858 ~ 1333
140-16-3 14.0~14.4 16 20 42.0 48 111 TPD140B ~ 1443
145-16-3 145 ~149 16 a0 435 a8 14 TPO14bE ~ 1443
150-20-3 150~ 15.4 20 25 450 £0 18 TPD150E ~ 1543
155-20-3 155~ 159 20 25 465 £0 120 TPO1EEE ~ 1533
160-20-3 16.0~16.4 20 25 480 £0 122 TPOHE0B ~ 1543
165-20-3 165 ~16.9 20 25 495 £0 124 TPO1&80 ~ 1533
170-20-3 17.0~17.4 20 25 51.0 50 127 TPD170B ~ 1743
175-20-3 175~17.89 20 25 52.5 50 128 TPD 1758 ~ 1733
180-25-3 IB.0~ 18.4 25 33 54.0 56 137 TPD 1808 ~ 1843
185-25-3 1ER~16Y 25 ] 555 E5 139 TRMN1A5R ~ 1833
190-25-3 19.0~198.4 25 a3 57.0 55 142 I FU1S0E ~ 1343
195-25-3 195~19.9 25 33 585 56 144 TPD135E ~ 1593
200-25-3 200~20.4 25 i £0.0 g8 145 TPDZO0B ~ 2243
205-25-3 205~ 209 a5 33 £1.5 56 148 TPDZ0SE ~ 2093
210-25-3 2°0~214 25 33 530 &0 151 TPDZ100 ~ 2143
215-25-3 2°5~218 25 33 £4.5 &0 153 TPDZ15E ~ 2133
220-25-3 220~224 25 a3 6.0 £0 155 TPDZ20B ~ 2243
225-25-3 225~224 25 it 67.5 £0 157 TPDZ25E ~ 2233
230-25-3 AN ~PE 4 25 ] e I] 0 160 TRMNFAIR ~ 2343
235-25.3 255~238 25 a3 705 20 162 | PUIZ35E ~ 2333
240-32-3 240~ 244 32 43 720 £0 168 TRDZ40E ~ 2443
245-32-3 245~243 32 43 735 &0 170 TRDZ45E ~ 2433
250-32-3 250~254 a2 43 750 20 173 TPDZE0B ~ 2543
255-32-3 255~258 a2 43 765 20 175 TPDZE0B ~ 2633
260-32-3 280~269 a2 43 TGO &0 177 TPDZ80B ~ 2333
270-32-3 270~273 a2 43 &1.0 £0 1682 TPDZ70B ~ 2733
280-32.3 PEN~PEY g2 43 H40 0 185 TRMFANR ~ 233
290-32.3 2AN~294 g2 45 E7 0 0 181 TRMNASOR ~ 2333
300-32.3 30.0~308 32 43 an.o 20 154 | PLIA00E ~ 3353
310-32-3 30~318 32 A3 030 80 166 TPDZ210B ~ 3133
320-32-3 320~320 a2 43 080 50 201 TPD220B ~ 3253

) Applisable inserts G2§
?
)
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TPDBG

“TPDB-5D %
2 &

ud| 2D M il #a] @os
/ i ! I 12
L
(rnrr)
Designation an 2d1 &d2 g {: L Insett
TPDB 100-16-5 0~ 1014 15 20 MR LE] 114 TRCANIS ~ 1046
105-16-5 1CE~ 109 13 ac 525 45 117 TPCA053 ~ 1098
110-16-5 10~ 114 15 o EED 18 120 T2C1103 ~ 114B
115-16-5 “16~119 15 ac E7S 43 123 T2C1153 ~ 1198
120-16-5 120~124 15 2C 820 43 125 TPL203 ~ 1240
125-16-5 125~123 15 2c 525 43 129 TPL1253 ~ 12398
130-16-5 12.0~13.4 15 2c 85.0 43 133 TPLH303 ~ 1348
135-16-5 125~ 133 13 2c 875 43 136 TPD353 ~ 1338
140-16-5 140~ 14.4 13 2c 720 43 139 TPO1403 ~ 1448
145-16-5 145~ 149 13 J res a5 143 TP 403 ~ 1498
150-20-5 150~ 154 293 28 750 50 143 TPD1503 ~ 154B
155-20-5 1E5~153 20 28 775 50 151 TP[1553 ~ 1508
160-20-5 160~ 164 22 25 aan 50 154 TPLHEI3 ~ 1648
165-20-5 165~ 163 20 28 025 50 157 TPCE33 ~ 1630
170-20-5 17.0~17.4 20 25 BE.D 50 151 TPL1703 ~ 1748
175-20-5 17.5~17.3 23 25 87 & 50 134 TPDM753~ 1738
180-25-5 18.0~ 18.4 25 32 820 56 173 TPD1B03 ~ 1848
185-25-5 1B~ 184 25 a3 976 56 176 TPME53 ~ 1698
190-25-5 180~ 104 25 33 g5.0 56 180 1FL1803 ~ 1348
195-25-5 165~ 10.3 25 53 g7.5 56 183 TP[1953 ~ 1998
200-25-5 200~ 204 25 eic! 100.0 56 185 TPC2003 ~ 2048
205-25-5 0.5~ 203 25 32 1025 56 183 TPD20532 ~ 209B
240-25-5 21.0~21.4 25 gl 105.0 50 133 TPD2103 ~ 2140
215-25-5 215~213 25 52 107 5 g0 136 TPD2153 ~ 2138
220-25-5 220~z24 25 e 110.0 &0 139 TPC2203 ~ 2248
225-25-5 2Eh~z2Y 25 33 112.5 Bl 202 TPC2233 ~ 2248
230-25-5 PA (234 25 aa 1150 Al 205 TPMP&E)3 ~ 334R
235.25.5 20.5~233 25 33 117.5 &0 279 | PLYZ2354 ~ 3398
240-32-5 240~ 244 a2 23 120.0 &0 216 TPD2403 ~ 244B
245-32-5 245~243 32 23 1225 &0 219 TPD2453 ~ 243B
250-32-5 2E0~ 254 a2 22 1250 &0 223 TPL2503 ~ 2548
255-32-5 2Lh~PE3 az 23 1275 a0 220 TPCE553 ~ 2598
260-32-5 2E0~ZED az £ 130.0 a0 225 TPC2603 ~ 2698
270-32-5 270~273 az £ 135.0 &0 236 TPD2703 ~ 2798
280-32.5 DA~ PR az £3 14010 Al 42 TPMPE)3 ~ 289R
290-32.5 PG~ HA az £3 1451 Al 245 TPMP9)3 ~ 399R
300-32.5 5C.0~303 az 23 160.0 &0 254 | PLA00S ~ 3098
310-32-5 31.0~319 32 /2 166.0 &0 251 TPC2103 ~ 3198
320-32-5 3E0~329 a2 22 160.0 &0 235 TPCa203 ~ 3208

2 Applicabls inserts G25




G TPDB

TPDB-8D «&
2 75
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w| oo | _ 1:ﬂ|| o] Bda
[

{mmyj
Designation 2D @eh Gd & {z L Insett
TPDB 100-16-8 100~ 10.4 16 20 AL 44 14508 TROALOE ~ 12343
105-16-8 105~109 16 20 a4 48 14600 TPO105B ~ 1233
110-16-8 1 0~1" A 16 20 a8 /8 163.0 TPC1CE ~ 11418
115-16-8 1°5~1"9 16 20 a2 48 167.00 TPCH1EB ~ 1158
120-16-8 120~124 16 20 36 40 162.0 TPOZ0G ~ 1243
125-16-8 125~129 16 20 100 48 166.5 TPO125B6 ~ 1233
130-16-8 13.0~13.4 16 20 104 48 172.0 TPOZ0B ~ 1343
135-16-8 13.5~13.89 18 20 108 48 176.5 TPD 13858 ~ 1333
140-16-8 14.0~14.4 16 20 -1z 48 181.0 TPD140B ~ 1443
145-16-8 145 ~149 16 a0 18 a8 1665 TPO14bE ~ 1443
150-20-8 150~ 15.4 20 25 120 £0 185.0 TPD150E ~ 1543
155-20-8 155~ 159 20 25 124 £0 187 5 TPO1EEE ~ 1533
160-20-8 16.0~16.4 20 25 128 £0 202.0 TPOHE0B ~ 1543
165-20-8 165 ~16.9 20 25 152 £0 206.5 TPO1&80 ~ 1533
170-20-8 17.0~17.4 20 25 136 50 212.0 TPD170B ~ 1743
175-20-8 175~17.89 20 25 140 50 2165 TPD 1758 ~ 1733
180-25-8 IB.0~ 18.4 25 33 144 56 227.0 TPD 1808 ~ 1843
185-25-8 1ER~16Y 25 ] 145 E5 2315 TRMN1A5R ~ 1833
190-25-8 19.0~198.4 25 a3 162 55 237.0 I FU1S0E ~ 1343
195-25-8 195~19.9 25 33 158 56 2415 TPD135E ~ 1593
200-25-8 200~20.4 25 i 160 g8 2460 TPDZO0B ~ 2243
205-25-8 205~ 209 a5 33 164 56 2505 TPDZ0SE ~ 2093
210-25-8 2°0~214 25 33 168 &0 256.0 TPDZ100 ~ 2143
215-25-8 2°5~218 25 33 172 &0 2605 TPDZ15E ~ 2133
220-25-8 220~224 25 a3 176 £0 265.0 TPDZ20B ~ 2243
225-25-8 225~224 25 it 160 £0 LR TPDZ25E ~ 2233
230-25-8 AN ~PE 4 25 ] 184 0 275 1) TRMNFAIR ~ 2343
235-25.8 255~238 25 a3 185 20 278.5 | PUIZ35E ~ 2333
240-32-8 240~ 244 32 43 192 £0 2880 TRDZ40E ~ 2443
245-32-8 245~243 32 43 158 &0 262 5 TRDZ45E ~ 2433
250-32-8 250~254 a2 43 200 20 2560 TPDZE0B ~ 2543
255-32-8 255~258 a2 43 204 20 aozs TPDZE0B ~ 2633
260-32-8 280~269 a2 43 206 &0 307.0 TPDZ80B ~ 2333
270-32-8 270~273 a2 43 218 £0 370 TPDZ70B ~ 2733
280-32.8 PEN~PEY g2 43 w4 0 P60 TRMFANR ~ 233
290-32.8 2AN~294 g2 45 P 0 336 1) TRMNASOR ~ 2333
300-32.8 30.0~308 32 43 240 20 3440 | PLIA00E ~ 3353
310-32-8 30~318 32 A3 218 80 3640 TPDZ210B ~ 3133
320-32-8 320~320 a2 43 2565 50 3610 TPD220B ~ 3253

) Applisable inserts G2§




Technical Information for WPDC G

Convenient and quickly adjustable drill height

WPDC

Indexable drill clamped with center drill

(») Code System for Drill
Type Drill Dia. Shank Dia. Aspectratio
WPDC : Using W-type I/S center dril 40 0410 32082 5 450
NPDC : Using N-type I/S center dril 8570 ; OB3~70 40 40 5.5:6.5D
8 :8D

() Code System for Cartridge

Type Drill Dia. Classification
CWP : Cartridge-WPDC 4145 ©41-45 C: Central
450 :245.0 P Peripheral

(») Code System for Center Dril

Type Coolant Diameter x Length of Tool
Center Dril H : Coolant 0830 : 28 X 30
Unmarked ; Nane 0835 08 X 35

1035 ©10 X 35
1238 1 ©12 X 38
1845 . ©16 X 45

(») Grade of Center Drill

Product name Coating layer
PYD coating 40H : TiN coaling

Drills
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G Technical Information for WPDC

(») How to clamp the drills
Feature of corn-point system

N ——— Fixed bolt |

|

|
o |
= |
— |
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=4l
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|

» Convenicnt and quick adjustakle heights when inserting the center drill

» In case the center drill brakes while in usage, it can be replaced
with the bolt for adjusting cone point.

e center drill | » The bolt for adjusting cone paint prevents chattering on the center drill.

—— insent

Clamping
o.

g @
Place a center drill.
L Y
L
|

Clamp insert and cartridge.

Adjust the center drill with the bolt

A 7 Clamp the center diill firmly with fixing bolt.
for adjusting cone point.

6

# Caution (1) Use safety covers for your safety when
clamping the center drill and insart.

Fieagsiuls the demp ki Ralttor (2) When machining, b careful of the drill disk.

adjusting cone point.

Length of the ‘a’ part of center drill

The length of 'a’ being too short can cause badsurface finish or high cutting lead.
On the other hand, the length of ‘a’ being too long can make tool failure and chattering while drilling.

: Length of the “a” part of center drill
HiSn eter (05 Steel Alloy steel Non-ferrous metal
25~30 1.2 1.0 1.5
31~40 1.5 1.3 1.8
41~50 1.8 15 2.2
51~59 22 1.8 25
B0~75 25 2.0 28
W 76~80 3.0 2.5 3.5

.

%
Drifls
40



Technical Information for WPDC G

rill
* Range of adjustable drill diameter

1. Single cart-idge type(Drill diameter 241~@59) **-1.0mm
2. Dual cartridge type(Drill diamater @60~280) *-5.0mm

(») Adjusting diameter of cartridge type d

+ Diameter of the standard drills is provided with maximum size
of standards,
Ex) WPDC6570-40-6.5 ~+ Drill diameter 70.0mm

* Disassembie a cartncige from the holder t:y loosening the bolt fixed for outer ca‘lﬂdge.

+ Machine after calculating the hole size on the side of the outer cartridge.

+ Trim the sharp part after machining.

+ Clamp the bolt for fixing cartridge without any gap in between the holder and the machined outer cartridge

Ex) How to adjust drill diameter to @66.0 machining with WPDC6570-40-8
=+ To make the drill diameter of outer cartridge to @66 .0, maching 2.0mm. (G70.0-286.0 = 4 - 4=2 = 2{radius) )

(*) Recommended Cutting Condition

. Dapth of cut = 5D, 6.50, 8D}
Workpiece i Ve 2
P BChIIf Grade Feed rate (mm/rev) per drill dia.(mm)
reaker
150 Workpiece HB m/min ~0330 | 931~040| 241~050 | O51~059 | B60~075 | B76~080
Low carbon
o 30~180 | CZ1N | PC5335 | 180{160~220) | 0.07~0.11 | 3.08~012 | 0.10~014 | 012~0.16 | 0.12~0.16 | 0.12~0.16
Carban steel (~0.25%)
steel High carbon
STEE?I (0.75%~) 180~280 | C2AN | PCS335 | 140{110~17C) | 0.07~0.11 | 0.08~0.12 | 0.10~0.14 | 0.12-0.16 | 0.12~0.16 | 0.12~0.16
Low alloy
steel 140~260 | CZ21N | PC5335 | 130{100~160) | 0.08~0.12 | 3.08~012 | 0.10~0.14 | 012~015 | 0.12~018 | 0.12~0.18
Alloy
steel Highaloy | _ .
iad] 30-260 | C2AN | PC5335 | 100{70~130} | 0.06~0.10 | 0.08~0.12 | 0.08~0.12 | 0.10~0.16 | 0.10~0.16 | 0.10~0.16
Stainless ] )
ool Stainless steel | 135~275 | C21N | PCS335 | 100{70~130) | 0.06~0.10 | 0.08~012 | 0.10-0.12 | 0. 12~0.14 | 0.12~0.14 | 0.12~0.14
Gray castiron | 150-220 | C21N | PC5335 | 160{130~180) | 0.08~0.15 | 010-016 | 012~02 | 0.14-022 | 014022 | 0.14~0.22
Cast iron | Ductile cast iron | 200~300 | C21N | PC5335 | 140{170~110) | 0.08~0.15 | 3.10~0.16 | 0.12-0.2 | 0.14-0.22 | 0.14~0.22 | 0.14~0.22
Ialleahle
et oh 130-230 | C2AN | PC5335 | 150{180~120) | 0.08~0.15 | 0.10-~0.16 | 0.12~0.2 | 0.14-0.22 | 0.14-0.22 | 0.14~0.22
Alloyed Alloyed
}r V 30~150 | CE1N | PC5335 | 300{250~350) | 0.08~0.12 | 3.10~0.14 | 012-016 | 0.14-0.158 | 0.14-0.15 | 0.14~0.18
aluminum aluminum
Alloyed
i Allioyed copper | 150~160 | C21N | PFC5335 | 250(200~300) | 0.08~0.12 | 0.10~0.14 | 0.12~0.16 | 0.14~0.18 | 0.14~0.18 | 0.14~0.18
Haat Heat
- - 130~400 | CE1N | PC5335 | 50(70-~30) | 0.05~0.08 | 0.05~0.08 | 0.06~010 | 0.06~0.10 | 0.06~0.10 | 0.06~0.10
resisting alloy| resisting alloy
Drilis
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G Center Drill

(>) Parts of WPDC type indexable drills

Insert Center drill Catridge
Deaig nation GD Serawr Yirench Genter drlll fixed bolt  |cone polnt bolt
Insert g / (,/_Q 7 Inner Quter |[Fixed bolt
WPDC2s50-22-0 25 WO 020904-C2IN. [FTKADZE0E|  TWORS A
WPDC260~280-32-0 2E~28 COORGG KACOE1C
WO 040202-C21N [FTNADZASS|  TWITS
WPDC280~300-32-0 2520 KHACS1O
WPDC310~350-32-0 3130 KHACH1D
WOO 050308-C21N | FKADZ07 | TWOSS 200835 KACOs1C
WPDC360~400-32-0 35redl KHADG 12
WPDC410-40-0 41 CWP410P
WPDC420-40-0 47 CUWP420P
WPDC430-40-0 43 KHADE 122 CWPA1457 | CWP430P | BHAOSTO
WPDC440-40-0 44 CWP440P
WPDC450-40-0 45 CWP4E0P
WCOTOATAA-CEN |FTKADZA08| TWW15S | CDH1235 K4COs12
WPDC4s80-40-0 48 CVWPAROP
WPDC470-40-0 47 CWR470P
WPDC480-40-0 48 KHACE1S CWPAESIT | CWP4B0P | BHADZ12
WPDC480-40-0 49 CWP4E0P
WPDC500-40-0 50 CWPRONP
WPDC510-40-0 51 CWPRI0P
WPDC520-40-0 b CWWPLEOP
WPDCs20-40-0 53 CWPE15EC | CWPEROP | BHADS2
WPDC540-40-0 54 CWPS40P
WPDCS50-40-0 55 WO 080408-C21N [FTKADH1IK | TW15S KHA1015 | KAC1OE CWPBE0P
WPDC560-40-0 56 CWRSE0P
LbH1233
WPDC570-40-0 57 CWPSTOP
CWPEERST BHADS1 4
WPDCS80-40-0 58 CWFPSEOP
WPDC590-40-0 54 CWPRSOP
WPDCs065-40-0 Bl CWPEDERT | CWPEDESP
WPDCe570-40-0 8570 | WCO050308-C21N | FKADZD7 | TWoes CWPESFIZ | CWPESTOR | BHADZMD
KHA1020 | KHA1C20
WPDC7075-40-0 FO75 CWR7CTSD | CWPTO7ER
WPDC7580-40-0 7E-80 | WCOTORT208 C2IN |FTKAD3E08| TWW1s8 COH1D45 CWR7SRIT | CWPTSE0T | BHADS12
@ Arplizable inserts GOB
Center drill
— L -
{mmj
Degignation Grade ap I Qil-hole
cD 0630 PCANH £ A P
cD 0835 PCADH a a5 P
CDH 1035 PC40H C a5
CDH 1238 PCAGH 1E 36
; CDH 1645 PCAH 1E 45
|
ﬁ = This is H3S with Tin coating

n Drifls

42




WPDCG

WPDC-5D/6.5D/8D

Standard type

HDT .".FL;?—‘_”._”‘K_.“_‘% . _______‘@
n J L e
L
(i}
: ) 5D 6.50 8D : :
Designation @D Insert Center drill
{4 L {4 L f L
WPDC 250-32-[ 25 15C 240 1685 275 2] 30 WS ITOG0202 T21N

260-32-| 26 156 240 185 275 220 370
270-32- 27 140 240 185 275 220 370 R
280-32-[ 28 156 240 185 275 220 a0 WS TO40204-C210
290-32.[ 29 156 240 185 275 220 30
00-32.C a0 150 240) 185 27R 90 a0
1M0-32. 31 175 285 18 308 260 350
320-32.C 32 175 285 18 308 260 350
330-32- 33 178 255 18 308 260 350
340-32- 34 178 285 £18 308 260 350
350-32-[ 35 {75 285 z18 306 250 350
26032 = P i = = = . W || 05030E-C21h, 0835
370-32- 37 200 290 250 340 300 390
380-32.C a8 20C 290 280 340 300 390
390-32.C au 20 290 S 340 300 390
400-32.[ 40 20C 290 SED 340 300 390

B Applicabls inserta GOB

« Ve can provide if you order exact diameter
Ex) machining hole 32.5mm « 6.50 -+ WPDC325-32-6.5

Drills
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G WPDC

3

WPDC-5D/6.5D/8D

Single insert catridge type

_______ J

Y

>

70 PT1/AN,
{mmy}
5D 6.5D 8D Catridge
Designation @D Insert SEMer g
8 L g L g L drill Inner Outer
WPDC 410-40-[] 4 205 330 282 363 340 445 CWP4H0P
420-40-_| 4z 205 330 283 363 340 445 CWwTEE0r
430-40-[ 45 208 330 283 363 340 445 CWPH4SC | CWP40P
440-40-[ 44 225 330 283 368 340 445 CWP440P
450-40-[] 45 225 330 283 368 340 445 CWP4E0P
WCTOSTS08-C21M | COHA235
460-40-[] af 2a00 bk B3k 420 SR 486 CWPAEDP
470-40-[] 47 250 355 315 420 380 485 CWPA70P
480-40-[] 45 250 355 315 420 380 485 CWPABELT | CWPJ4R0P
490-40-| | A 250 355 316 120 380 186 CWPASOP
500-40-| | 0 250 355 316 420 380 485 CWPECOP
510-40-[] 51 275 360 348 453 220 525 CWPE10P
520-40-[] 52 275 360 348 453 220 505 CWPLEOP
530-40-[1 53 275 380 348 453 220 525 CWPs188C | CWPEZ0P
540-40-] 54 275 380 348 453 220 525 CWPE4A0P
550-40-] 55 R 30 341 453 2501 525 WO TTTOHDA0R-C2N | GDH1234 CWPLEDP
560-40-| | 56 300 405 380 485 2E() 565 CWPEEDP
570-40-| | 57 300 A05 380 185 ZE() 565 CWPETOP
CWPSBESC

580-40-[ | 58 30C 405 380 485 480 565 CWP580P
590-40- 59 3oc 405 380 485 46) 565 CWwrsgoP

%) spplicable insetts Goe

WPDC-5D/6.5D/8D

* We can provde if you order exact ciameter
Ex) machining hole 47.5mm * 5D > WPDC475-40-5

Dual insert cartridge type

PT4/4
{mmj
5D 6.5D 8D Catridge
Designation @D iea Center A g
84 It {- L {1 L drill Inner Outer
WPDC 6065-40-"1 G~65 Gz25 430 423 G248 520 625 CWPa0aas  CWPB0ESP
6570-40-71 Ra~70 | @50 455 455 i) RAL) BS WO _ITORDADE-CPAN | COHAZAE | CWPSETID  CWPRETOP
7075-40-71 7075 | 375 480 433 503 0 705 CWHTOTSS CWHR7075R
7580-40-11 75~30 | 400 505 520 25 §40 745 | WCLTOST308-C21M | COHA545 | CWP75802  CWR7SE0R

W @ Applicable inserts GOB
r

* Wi can provice if you order exact diamater
Cx) rachining hale 70.5mm * 6.50 = WPLCT05-40-6.5



Technical Information for Mach solid drill PIusG

Highly efficient hole making for various workpieces
including automobile components

MSD Plus ¢

Mach Solid Drill Plus

(») Code System Aspect ratio{L/D)  Flutz length
040: 4.0 aD, 5D, 7D 100 : 100mm

Drill Dia.(@D) Standardtype Special type

MSDP(H) 040 - 5 P -

Oil hole Machining area Overall length Shank Dia.
None : MSDI® I : Carbon steel, &lloy steel 100L : 100mm 55 .05
With cil hole : MSDPH M : Stainless steel
K : Gast Iran
N : Aluminum, copper alloy
(») Features
New grade (PC325U)
= | ubricative coating layer improves welding resistance at middle to high speed. o
® Increase wear resistance in machining carbon steel - . } resistance
PC325U
Surface of coating layer
= Increased welding resistance and - 7R T

lubricaticn

[
e 7\

lower cutting load

Heduced frictional resistance at cutting |8 o RoUghleoating]surtace)
edges and on the flute d . .

Competitor
Chip control
Workpiece : STS304 —

s e ‘ ‘f’ " = L "
= Cutting condition : vc(m/min)=90 - f ’

fn(mm/rev)=0.2 » - _.“F v % .t N\

ap(mm)=30, wet : -

s Compettor MSD Plus
= Touls : MSDP(H)060-5M(PC325U)

Application area Flute shape

i = |mproved chip evacuation thanks to wider chip pocket
£:2 it
R < e PO gt :
1 e —
7 100’ircwui'% 1‘&.325“; ] j-’-@"'
(=3 | | $LN A
= 1 1 PCI2SU :
£ s 7 S oy
\Workplece

I O« I OO0

Carbor  Alloy Stainless Gray  Ductile  Aluminum
steel stesl steel castirm castiron

Drills
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G Technical Information for Mach solid drill Plus

(») Cutting Performance

Part of automobile
m Workpiece : SM45C Hole (EA) |Cuttng length 30m
, : jono | 1900} Cutting lergih 24m
= Cutting condition : ve(m/min)=124 s - {ROD hales)
fn(mm/rev)=0.15 20 = =
ap(mm)=30 B o —
Through coolant S — =
200 = —
» Tools : MSDPHO60-5P(PC325U) = =
MSD Plus Compeitor

= Lubricative soating layer of the rew grade  Competitor
PC325U maximizes wear resistance.

Part of automobile
» Workpiece : SM53C Hole (EA) |Cuttnglength 18m
1B00hOIS)  ing lergth 15m
= Cutting condition : vc(m/min)=60 e — (500 holes)
fn(mm/rev)=0.25 ?2 — —
ap(mm)=30 i —_ =
External coolant 200 | — —
= Tools : MSDP120-5P(PC325U) "Jg — =
MSD Plus Competitor

= Special trestment on coaling suriace minimized
frictional resistance.

(») Recommended Cutting Conditions

: Depth of cut = 10D~25D
Workpiece i P S
Grade | ve{m/min) Food rate {mm/rov) per drill dia.{mm)
180 Workpiece HB 025040 | 04.1~08.0 | 08.1~012.0 |012.1~616.0/016.1~020.0
ot Low carbon steel | 80~120 | PC325U | 80(80~150) | 0.10~0.15 0.16~0.24 0.20~0.30 0.25-0.36 0.30~0.40
steel
High carbon sleel | 250 aver | FC325U | 50{40~80) 0.08~0.20 0.08~0.20 0.10~0.25 0.15-0.25 0.15-0.30
Low alloy steel | 140~260 | PC325U | 80(80~150) | 0.10~0.15 0.16~0.24 0.20~0 30 0.25~0.36 0.30~0.40
Hardened .
200-40C | PC325U | 60{50~100) | 0.10-0.15 0.16~0.24 0.20~0.30 0.25-0.36 0.30-0.40
Alloy low alloy steel
steel
High alloy steel | 50~260 | PC325U | 50{40~80) 0.08~0.20 0.08~0.20 0.10~0.25 0.15~0.25 0.15~0.30
Hardened _
! 250 over | PG325U | 50{40~80) 0.08~0.20 0.08~0.20 0.10-0.25 0.15-0.25 0.15-0.30
high alloy sleel
S Austenite series | 135~275 | PC325U | 45(23~80) 0.05~0.20 0.05~0.20 0.10~025 0.10~0.25 0.15~0.30
steal Fermlte serles
‘ : 135-275 | PC325U | S50(30~80) 0.05-0.20 0.05~0.20 010025 0.10-0.25 0.15~0.30
Iarensite series
o Gray castiron | 150~230 | PG325U | 100(80~150) | 0.10~0.15 0.16~024 0.20~0 30 0.25-0.36 0.30~0.40
iron
Ductile cast iron | 1680~260 | PC325U | 80(70~140) | 0.10~0.15 0.16~0.24 0.20~0.30 0.25~0.36 0.30~0.40
Aluminum | Aluminum alloy | 30~150 FG2  [150{125~220)| 0.24~038 0.38~053 0.53~075 0.51~0.85 0.68~0.95
Copper alloy|  Copper alloy 150~160 FG2  [150{125~220)| 0.10~0.15 0.18~024 0.20~0.30 0.25~0.36 0.30~0.40

« Cutting conditions above are for the case of less than 50 depth of cut and through coolant system applied.
= In case of extarnal coolart system, reduce the above feed valles by 20%.




Mach solid drill PIusG

MSDP P/M/K/N
- Grads PC3ZEU | FG2
Toleranice|dr D, h7
Telrencughant D 6
Poirt englo 100 [1ee
"\ Twigt angle 30
it — Thinning X type
@ He =t Rl Ceolant Extemnal system
2 Seet MEraniesesed K Caston N hon-ferris metd
N 1
-
(it}
o 3P, 1, KN 5P, M, KM TP, KN
Designation an 2d
L L L L { L
MSDP 010 - PFM,K,N 1.0 a0 g 15 12 56
011 - PMK,N 11 3.0 7 45 12 56
012 -~ PM,K,N 1.2 3.0 E 45 12 56
013 - PMK,N 1.3 3.0 i 43 12 56
014 -~ P.M,K,N 1.4 3.0 a 43 1z 56
015 - P,M,K,N 15 3.0 a 43 12 36
016 - P,M,K,N 16 30 10 45 15 56
017 - P,M,K,N 1./ A0 10 LE) 14 36
018 - P,M,K,N 1.8 30 1 45 15 56
019 - PM,K,N 1.8 30 1 45 15 56
020 - PMKN 20 3.0 14 53 21 56
021 - PRM,K,N 2.1 3.0 14 53 20 56
022 - _ P,M,K,N 22 3.0 14 33 20 56
023 - _ P,M,K,N 2.3 3.0 14 33 20 56
024 - P,M,K,N 2.4 3.0 14 33 20 36

Driils




G Mach solid drill Plus

MSDP(H)-0 (P/M/K/N) ¢

Tolerance{crl lia | h7
Telgance{sherk iz ) hé
Point anglo 1400 [1a8
Twist angle 3
@ vloo e s Hod] mﬁf Throu:h‘::peEmmal
M Paed M S | K Castion §
L
r’
{mmj
. : 3F,M,K,N 5P, M, KN 7F,M.K,N
Designation (58] 2d
[ L i L i L
MSDP(H) 025 - 7 B,M,K,N 2 3 14 53 ) 65 a0 )
026 - 1 BM,K,N 26 3C 17 53 20 &5 30 70
027 - 1 P,M,K,N 27 aifd 17 53 20 &5 a0 70
028 - _| PM,K,N 28 ac 17 53 20 5] ao 70
029 - ] P,M,K,N 28 ac 17 53 20 =] 30 70
030 - ] PRM,K,N 3C 3c 17 53 20 65 30 70
034 - 1 BRM,K,N 31 ac 20 58 28 74 30 70
032 - _| BM,K,N 3z ac 20 58 28 74 a0 70
033 - 1 PM,K,N 33 ac 20 =8 28 74 a0 70
034 - ] PM,K,N 34 ac 20 58 28 74 375 75
035 - 1 BRM,K,N 38 ac 20 58 28 74 375 75
036 - _| B,M,K,N 36 ac oz 58 az 74 375 75
037 - 1 PM,K,N 37 4z 2z 58 az 74 375 75
038 - ] PM,K,N 38 4L 2 bH 32 4 LA e
039 - 1 RM,K,N 35 ac 22 58 32 74 375 75
040 - _| P,M,K,N 4c ac 2z 50 az 74 375 75
041 - _| PM,K,N 41 5C 24 g2 38 a2 375 75
042 . 7] PM,K,N 4z 50 24 62 35 8z 375 75
043 - ] BM,K,N 43 5C 24 &2 k'] az 45 a5
D44 - _| P,M,K,N 44 5C 24 52 36 a2 45 85
045 - _| PM,K,N A 5C 24 g2 38 a2 45 a5
046 - _] PM,K,N 46 50 25 62 38 8z 45 85
047 - 1 BM,K,N 47 5C 25 52 38 8z 45 85
048 - 1 BM,K,N 48 5C 25 82 38 8z 50 20
049 - _| B,M,K,N 45 5C 26 g2 28 =) 50 50
D50 - 1 PM,K,N 5C 50 25 52 38 a2 50 @0
051 - 1 BM,K,N a1 B 24 &5 44 B '] ]
052 - "1 BRM,K,N 52 B.C 28 63 44 az 50 20
053 - _| P,M,K,N o 6.C 20 85 44 oz 50 50
054 - _| PM,K,N 54 B.LC 28 55 44 az 50 80
055 - ] BM,K,N 5E BC 28 65 44 B 57 o7
056 - 1 BRM,K,N 38 B.C 28 53 44 az 57 o7
057 - _| P,M,K,N 5 6.C 20 85 44 oz 57 57
058 - _| PM,K,N 58 8.C 28 85 44 a2 57 57
059 - ] PM,K,N 5% B.LC 28 65 44 8z 57 o7
060 - _] PM,K,N 5C B.C 28 65 44 8z 57 o7
061 - _| P,M,K,N 51 7.C 34 74 50 1 a5 106
062 - _| P,M,K,N 5z 7.C 24 74 50 o1 5] 106
D63 - ] PM,K,N 82 70 31 74 50 o1 55 108
064 - ] P,M,K,N B4 LA 34 4 o] @1 55 106
D65 - | P,M,K,N 65 7.C 34 74 50 g1 &5 106
066 - _| P,M,K,N A6 7.C 24 74 50 o1 5] 106
D67 - 1 PRM,K,N 87 70 31 74 50 o1 55 108
068 - 1 P,M,K,N B e 34 4 50 @1 55 106
D69 - | P,M,K,N 6% 7.C 34 74 50 g1 76 116
070 - _| P,M,K,N 7C 75 4 74 50 91 75 116
071 - _| RM,K,N 71 ac 4 75 53 o1 75 116
072 - ] PM,K,N 7z ac 4 73 53 o1 75 116




Mach solid drill PIusG

MSDP(H)-( (P/M/K/N) & T e

Toleranceddrll Dia.. h7
Tekranceighent Dy’ 6
Poirt englo 100 [1ee
Twigt angle 30
& o-émg Shessns e ) D Ry
\/ i P Seel MEtaniess sed K Castron N hlon-ferrous metdl
.
- !
{mrm}
Desighation an od S s SE N
[ L L [ [ L
MSDP(H) 073 - _ PM,K,N £ A0 4 4 5 Bl 3 16
074 - PM,K,N 74 8.0 4 73 53 31 73 1E
075 - PMK,N 75 5.0 41 73 E3 31 75 116
076 - _ PM,K,N 7B 8.0 41 73 53 31 75 116
077 - _ PM,K,N 77 8.0 41 73 53 31 75 116
078 - _ P,M,K,N 7.8 8.0 41 79 53 = 73 116
079 - P.M,K,N 7.9 8.0 4 73 53 31 73 116
080 - _ P.M,K,N 8.0 8.0 43 34 53 23 g7 31
081 - — PM,K,N 8.1 a0 43 a4 £ 53 87 51
082 - — PM,K,N 8.2 2.0 43 34 53 38 87 o
083 - P.M,K,N 8.3 a0 43 34 53 38 87 -5
084 - _ P.M,K,N g4 9.0 43 34 53 23 g7 31
085 - — PM,K,N £5 a0 43 a4 £ 53 87 51
086 - _ P,M,K,N BE 90 43 74 b an B 31
087 -~ PM,K,N 87 3.0 43 34 53 38 87 E1
088 - _ P,M,K,N 8.5 3.0 43 34 53 30 o7 51
089 - _ PM,K,N 8.9 9.0 43 34 53 33 B7 31
090 - — P,M,K,N 9.0 9.0 43 a4 5 et:] 87 e
091 - — P,M,K,N 9.1 10,0 47 39 51 “08 35 -39
092 - _ PM,K,N 9.2 100 a7 33 51 -08 35 -3a
093 - _ PM,K,N 9.3 104 47 a3 51 “0E 35 -38
094 - — P,M,K,N 9.4 10.0 47 39 51 “08 35 39
095 - — P,M,K,N 95 10,0 47 39 51 “08 35 -39
096 - P.M,K,N 96 100 47 33 51 “08 o5 -39
097 - _ PM,K,N 9.7 1040 47 33 51 -0E 35 el
098 - _ PM,K,N 9.8 10.0 A7 a9 51 “QE 35 “39
099 - — P,M,K,N 94 100 as 39 51 Uk b g
100 - P,M,K,N 10.4 10.4 a7 33 31 ‘08 o5 39
101 - _ P,M,K,N 10 11.0 55 a5 53 114 -08 “55
102 - _ P,M,K,N 10.2 11.0 55 a5 53 114 -08 “55
103 - — PM,K,N na 110 g5 95 54 114 08 “55
104 - P,M,K,N 10.4 1.0 53 ] 33 114 05 ‘55
105 - _ P,M,K,N 105 11.0 55 a5 53 114 -08 “55
106 - _ P,M,K,N 106 11.0 55 a5 53 114 -08 “55
107 - — P,M,K,N 107 1.0 85 95 53 114 “08 “5h
108 - — P,M,K,N 108 11.0 55 95 53 114 -08 “55
109 - _ P,M,K,N 10.9 11.0 55 a5 53 114 -08 “55
110 - _ P,M,K,N 1.0 1.0 55 a5 58 114 -08 “55
111 - — P,M,K,N 114 12.0 55 102 71 s 114 “83
112 - — PM,K,N 1.2 120 4 W 4l 2 114 “H3
113 - P,M,K,N 11.3 120 55 102 71 ‘2C 114 ‘63
114 - _ P,M,K,N 11.4 124 55 102 71 -ag 114 “83
115 - — PM,K,N 116 12.0 55 102 71 s 114 “83
116 - — P,M,K,N 1.6 120 4 W 4l 2 114 “H3
117 - P,M,K,N 1.7y 120 55 102 71 ‘2C 114 ‘63
118 - _ P,M,K,N 1.8 124 55 102 71 -2C 114 -85
119 - _ P,M,K,N 1.6 12.0 55 102 7 “o; 114 “63
120 - — P,M,K,N 12.0 12.0 55 102 71 “oC 114




G Mach solid drill Plus

MSDP(H)-[1 (P/M/K/N) &

Tolerance{ il Dia | h7
Telgance{snank [z h6
Point anglo 1400 [1a8
Twist angle 30
/ @ <\ SSSSSEEEEER el o | T
! Paed M K Castion N
k
'ﬂ'
{mmj
N 3F,M, KN 5P, M,K.M TP,MKN
Designation (58} 2d
[ L i L i L
MSDP(H) 121 - 71 BM,K,N 121 120 B 10/ I 124 133 152
122 - "1 BM,K,N 2.2 12.0 a0 1a7 7 124 133 182
123 - 1 PM,KN 12.3 Gfafta] &0 107 7 124 122 162
124 - _| BM,K,N 12.4 134 &0 107 T 124 133 182
125 - 1 BM,K,N 12,5 12.4 &0 107 7T 124 133 182
126 - 1 BM,K,N 12.8 12.0 &0 107 77 124 133 162
127 - 1 BM,K,N 12.7 12.0 a0 107 77 124 133 182
128 - _| B,M,K,N 12.8 12.4 &0 107 77 124 133 182
129 - 1 PM,K,N 12.9 124 &0 107 77 124 133 182
130 - 1 BM,K,N 13.0 12.0 &0 107 77 124 133 162
134 - "1 BM,K,N 13.1 140 &2 107 a0 133 133 182
132 - _| BM,K,N 13.2 14.0 82 107 g0 133 133 182
133 - 1 PM,K,N 13.3 14.0 52 107 80 133 133 182
134 - 71 BM,K,N 134 140 B2 10/ HO 133 133 152
135 - 1 BM,K,N 13.5 14.0 &2 1a7 a0 133 133 1582
136 - _| P,M,K,N 15.6 14.0 52 107 oo 133 122 162
137 - _| BM,K,N 137 14.0 a2 107 a0 133 133 182
138 - 1 BM,K,N 13.8 14.0 &2 107 a0 133 133 162
139 - 1 BM,K,N 13.9 14.0 &2 107 a0 133 133 162
140 - _| P,M,K,N 124 14.0 82 107 80 133 133 162
141 - _| BM,K,N 121 1£.4 85 115 85 143 152 204
142 . 7] BM,K,N 122 150 85 116 85 143 152 204
143 - 1 BM,K,N ] 15.0 55 115 85 143 152 204
144 - "1 BM,K,N 1.4 150 &5 115 a5 143 1582 204
145 - _| B,M,K,N 125 1.4 &5 115 g5 143 152 204
146 - 1 P,M,K,N 1.8 150 55 115 85 113 152 204
147 - 1 BM,K,N 1L k0 =5 1% =) 143 152 204
148 - 1 BM,K,N 12.8 1£.d &5 15 =5 143 152 204
149 - _| P,M,K,N 123 1£4 &5 115 05 143 152 204
150 - _| BM,K,N 15.0 1£.4 85 115 85 143 152 204
151 - 1 BM,K,N 151 160 58 115 aa 143 162 204
152 - 1 BM,K,N 15.2 1.0 88 15 a8 143 152 204
153 - _| P,M,K,N 15.3 1E.4 50 115 oo 143 152 204
154 - _| BM,K,N 15.4 1€.4 58 115 g8 143 152 204
155 - 1 BM,K,N 15.5 18.0 &8 116 as 143 152 204
156 - _1 BM,K,N 15.8 18.0 58 115 88 143 152 204
157 - _| P,M,K,N 157 1.0 88 115 88 143 152 204
158 - _| B,M,K,N 15.8 1€.4 58 115 a8 143 152 204
159 - 1 P,M,K,N 15.9 18.0 58 115 as 113 152 204
160 - 1 B,M,K,N 8.0 1810 B 115 <%} 143 152 204
161 - | P,M,K,N 18.1 17.0 73 123 =} 153 171 223
162 - _| P,M,K,N 16.2 17.4 73 123 =el 153 171 223
163 - _1 P,M,K,N 153 17.0 73 123 e} 163 171 223
164 - ] B,M,K,N 16.4 140 3 123 @3 153 171 223
165 - | P,M,K,N 16.5 17.0 73 123 =} 153 171 223
166 - _| P,M,K,N 16.6 17.0 73 123 =} 153 13 223
167 - _| BM,K,N 167 17.0 73 123 @ 163 171 23
168 - 1 P,M,K,N 16.8 17.0 73 123 o) 163 171 223




Mach solid drill PIusG

MSDP(H)-[1 (P/M/K/N) & o

Toleranceddrll Dia.. h7
Telsrencaishant Dia. hé
Poirt englo 100 [1ee
Twigt angle 30
& o’éb‘ Shessns e ) D Ry
\/ i P Seel MEtaniess sed K Castron N hlon-ferrous metdl
.
.’ 1
{mrm}
Desighation an od S s SE N
[ L L [ L
MSDP(H) 169 - — P,M,K,N 169 140 13 123 43 b3 1 23
170 -~ P,M,K,N 17.d 17.0 73 122 33 ‘53 ik 223
171 - PM,K,N 17.° 18.0 73 122 33 50 -7 225
172 - _ PM,K,N 17.2 184 73 123 33 -53 7 223
173 - — PM,K,N 17.3 184 73 123 33 -53 =7 223
174 - — P,M,K,N 17.4 180 73 122 33 "53 i) 223
175 - P,M,K,N 17.5 180 73 122 33 53 Era 223
176 - _ P,M,K,N 17.6 184 73 122 33 -53 e 223
177 - — PM,K,N 177 184 73 123 33 “53 274 223
178 - — P,M,K,N 17.8 180 73 122 33 "53 i) 223
179 - P,M,K,N 17.9 180 73 122 33 53 Era 223
180 - _ P,M,K,N 18.0 184 73 122 33 -53 e 223
181 - — PM,K,N 18" 19.0 73 131 03 “53 -9 23
182 - — PM,K,N 182 9.0 9 13 U T 90 240
183 - PM,K,N 18.3 19.0 73 131 a3 ‘53 a0 2ol
184 - _ P,M,K,N 16.4 18.0 73 131 03 “52 -9 222
185 - _ PM,K,N 185 19.0 73 131 “03 -53 -9 23
186 - — P,M,K,N 188 19.0 79 13 03 “53 -9 202
187 - — P,M,K,N 187 18.0 79 131 03 "53 -9q 2.2
188 - _ P,M,K,N 188 18.0 73 131 “03 “53 -9 222
189 - _ PM,K,N 18.9 19.0 73 131 “03 -53 -9 23
190 - — P,M,K,N 19.0 19.0 79 13 03 “53 -9 202
181 - — P,M,K,N 19,7 20.0 79 131 -ar "53 -9q 2.2
192 - P,M,K,N 19.2 204 73 131 a7 53 -a0 2ol
193 - _ P,M,K,N 193 20,0 73 131 a7 -53 -90 273
184 - — P,M,K,N 19.4 20.0 79 131 “ 07 “53 -9 27
195 - — P,M,K,N 19k 200 9 13 uf T 90 240
196 - P,M,K,N 19.6 204 73 131 a7 ‘53 a0 2ol
197 - _ P,M,K,N 197 20,0 73 131 -a7 “52 -9 222
198 - _ PM,K,N 19.8 200 73 131 a7 -53 -9 23
199 - — PM,K,N 199 200 79 131 “a7 53 “90 22
200 - PM,K,N 200 204 73 131 a7 ‘53 a0 2ol

Drills




G Technical Information for Mach solid drill

Various designations of MSD & MSDH enable to do any drilling

Mach solid drill

(») Code system

101=010.1 80 60mm

Tool Dia. Flute length

MSD(H) 101-K 60 - 100L x

0il Hole Applications Qverall length Shank Dia.

Solid type | MSD - Genaral - Carbon steel, Alloy steel, 100L : 100mm 11301
Coolan ; MSDH Stainless sleel, Castiron

; Btainless sleel

; Castiron, Aluminum

. Aluminum, Brass
[1: Non-lerrous metal

T

= Z A=

(») Features

p Optimally designed chip pocket
« Wide and deep chip pocket improve chip control to minimizing friction during an operation

P A curvilinear edge
« A curvilinear edge offers excellent wear resistance and shock resistance by dispersing the cutting load

» 3D, 5D, 7D Standardization
« For example) diameter @10mm and depth 30mm and outer coolant system, Take MSD100-3P!

P MSD : Solid Type & MSDH : Through oil-hole type
= Various designations of MSD & MSDH enable to do any drilling

» Low cutting resistance edge
= The MSD & MSDH low cutting resistance edge guarantees a better surface
roughness and chip control while allowing the drill to center itself

» Rigid neck of drill
+ The naw design of this drill has an increased rigidity at neck.

This prevents breakage of neck on the dril

P Line-up as per workpiece
- P: Steel (Carbon steel, Alloy steel)
General - Carbon steel, Alloy steel, Stainless steel, Cast iron Low cutting
resistance edge, Ultra micro grain substrate, K-Black coating

= K : Cast iron, Die casting, Ductile cast iron
Coolant system : Through / Outer(MQL)

« M : Stainless steel, Reduced built-up edge and cutting resistance
Coolant system : Through / Quter(MQL)

« N : Aluminum(Carbide drills), Medium & Low speed cutting performance
Coolant system . Through / Outer(MQL)

- ND : Non-ferrous metal. High speed, High efficiency oerformance
Improved welding resistance due tc applied DLC coating
Coolant system : Through / Outer(MQL)

Drifls




Technical Information for Mach solid drillG

(») Features

» Low cutting resistance edge
« Uniformity in cutting edge treatment : Reinforces equalized quality in every machined par

+ Protecting workplece : Low cutting resistance edge operates well in medium to finishing
machining, workpiece protection and good surface roughnass

» Better chip breaking : Based on our cutting processes siudies, our drills assure better chip |
breaking in high or low speeds

P Features of TIAIN Coating
» Decreasing of micro particle — Chipping free from macro particle
+ Beiter hardness and toughness — Covering wide cutting speed and feed rats range

« Spacial coating layer at most-outer edge — Special TIAIN with ketter [ubricalion guarantees
welding resistance

» Pre-treatment before coating process — Higher adhesion by pre-treatment

(¥) Specification line-up

Line-up as per aspect ratio (L:Overall length, D:Tool Dia.) Line-up as per coolant type

—¥T3 ( mMsbooo-7P )
————- o o o [ MSDLIC 5P |
S = S S (_MSDOC0-3P | ( MSDType | [ MSDHType |

Line-up as per aspect ratio (Mach Drills : @2 5mm~220mm)
Various choices as per aspect ratio (3D,50,7D)
« For example) Solid, ©10.2mm, 50mm

Wide choices for coolant type
+ For example) Solid type : MSD,
‘Through coolant type | MSDH

Piercing = 50+ 10.2 =5 —= MSD102-5P

@ Line—up as per workpiece General - Carbon steel, Alloy steel, Stainless stesl, Cast iron
Stainless steel
Cast iron, Aluminum

Aluminum, Brass

Non-ferrous matal

5]=]~=] -

(») Cutting condition formula

#xDxn vf [
= mémin = —(mmtey) | n=
L ). = — { )

vex 1000
nxD

{min'y, ¥f="fnxn (mmminj :|

n : Revolution per minute{min'y vf : Feed per minute{mm/min) D : Drill Dia.{mm)

ve ; Cutling speedim/min} fn . Feed per revolution{mm/rey) T 31416




G Technical Information for Mach solid drill

(>) Recommended cutting condition

Mach Drill : Solid Type [MSD 000-aP,M,K)

“~—_ __ Tool Dia. 2.5 ~ 95.0 35.1~ @8.0 8.1~ @10.0 101~ 3120 | ¥121~ 0140 | O14.1~ 520.0
Workpiece E - | ue{mdmin} | faimmiev) | vetm/min) | fimmstey) | voimAnin} | m{mméey)| ve{m/min | in{mm/rer) | velmnin} | mimmiey) | voimmin) |fn{mmeey)
: 40~70 | 015 |50~110 | 020 |50~110| 020 |50-120| 025 |50-120| 025 |60~120| 025
Miild Gst:;le;.r :Iug:;e slteel. SCM40 | "5y | 025 | (85) | ~0.35 | (70) | ~035 | (75) | ~0.35 | (75) | ~035 | (80) | ~0.40

4080 | 015 [50-120 | 020 |50~120] 020 [s0-120| 020 |60~120| 0.25 |70~120 | 0.30
(Under HeC25) | SNMSC | “igny” | _po5 | (70) | ~030 | (75) | ~080 | (80) | ~6.0 | (0] | ~0.85 | (80) | ~0.40
High alloy stel, aTpyy | 15-35 | 008 | 20-40 | 010 [ 20-30 [ 010 | 20-60 | 015 | 20-60 | 015 | 30-85 | 0.15
High carbon stedl {Over HaC25) 30) | ~015 | (30) | ~0.20 | (35 | ~020 | (35) | ~025 | (40) | ~0.25 | (40) | ~0.25
: 15-30 | 005 | 1545 | 010 | 15-30 | 010 | 20~80 | 010 | 2085 | 0.10 | 20~70 | 0.10
Staliliges steel =13 (25) | ~D10 | (25) | ~D20 | i30) | ~020 | (38) | ~020 | (35) | ~020 | (400 | ~020
ac | %-80 | 015 [50~120| 020 [50~120| 020 |60~130| 025 |60~i30 | 025 |60~140 | 0.25
Castiron (70) | ~030 | (80) | ~035 | (80) | ~035 | {90) | ~035 | (95] | ~0.40 | (95) | ~0.40
cep | 40~80 | 010 [50~110 [ 020 |50~110| 020 [50~130| 025 [50~130| 025 |60~130 [ 0.25
(80) | ~025 | (75) | ~035 | i80) | ~085 | (80) | ~0.35 | (85] | ~0.85 | (90) | ~0.40
Mach Drill ; Through oil-hole Type [MSDH OCC-0P,M,K)
S ToolDis, D 025040  04.1~080 | 081~0120 | 3121~ 0160 | G161~ G200
Workpiece . m(mm/rev) fn{mmirev) tnimm/rev) fn{mm/rev) m(mm/rev)
Mild stedl, Alloy steel,| SCM440 60~140 0.15-0.35 0.15~0.35 0.20~0.35 0.25~0.40 0.30~0.40
General stesl
{Under HaC25) | SM4sC B0~140 0.15~0.30 0.15~0.30 0.20~0.30 0.25~0.35 0.30~0.40
High alloy steel, j :
fihcaponsie (ove oz 11! 4080 0.08~0.20 0.08~0.20 0.10~0.25 D.15~0.25 0.15~0.30
Stainless steel sTS 25~80 0.05~0.20 0.05~0.20 0.10~0.25 0.10~0.25 0.15~0.30
GC 55~155 0.15~0.35 0.15~0.35 0.20~0.35 0.25~0.40 0.25~0.40
Cast Iron
GCD 55~145 0.10~0.35 0.10~0.35 0.20~0.35 0.25~0.35 0.25~0.40

Note)1. Decrease cutting speed 30%~40% contrast wilh recommended condition when machining forged steel
2. Decrease cutting condition considering the overhang of drill, machined rigidity, precision of spindle, clamping and surface cf workpiece, etc.
3. For longer tool life, Please apply to step feed at every 1.5D
4. Put the drill elamping belween edge groove and shank boundary part in order to be located in ihe suitable position
5. Conlant pressure for through hole type = 3~5kgicm®, volume = 2~51'min

6. Cutting formula

Mach Drills : Through coolant type [MSD({H) ©0C-0ON) cemented carbide

“—-.__Tool Dia. 02,5~ G40 5.1~ 210.0 &10.1~ 316.0 6.1~ 020.0
Workpiece | ve(m/min) |fn{mm/rev) | ve(m/min) | fn(mmirev) | ve(m/min} | fn{mm/rev) | ve{minin} | fn{mm/rev)
Atlﬁgosa[:fl 60~100 | 020-0.35 | §0~100 | 0.30~040 | 100~120 | 0.30~0.40 | 100~120 | 0.30~0.45
clulul Die-casting
(ACADC) 60~100 | 020~035 | 50~100 | 030~040 | 100~120 | 030040 | 100~120 | 0.30~0.45
Copper alloy(ClI00) 6030 0.08-0.15 | B0~100 | 0.10~020 | 80~100 | 0.10-025 | 80~100 | 0.10~0.25
Mach Dhills : Through coolant type [MSDH OCO-0OND) DLC coated
T Tool Dia 02,5~ 04.0 05.1~ G10.0 210.1~ 016.0 916.1~ 0200
Workpiece . | yo{m/min} | f{mmirev) | ve{m/min) | fn{mm/rev} | ve{m/min} |fn{immirev) | ve{m/min) | fn{mm/rev)
A{'::gosstff' 80~160 | 008~030 | 80~180 | 0.12-035 | 80-180 | 0.15-040 | 80~200 | 015-045
Aluminum Die-casting
(ACADC) 80~180 | 0.08~0.30 | 80~200 | 0.12~035 | 80~200 | 0154040 | 80~200 | 0.15~0.45
Copper alloy(CII00) 30~160 | 008~013 | 80~180 | 0.10-020 | B80~1830 | 010025 | 80~200 | 0.10-0.25

Note) Recommended cutting speed is one of the important factors far the drill performance. In case of using further cutting spead or fead rate ihan

recommended conditions to improve the productivity, please apply it after enough tests because it could be occumed some problems like =arly wear,
buitt-up edge, chipping, fraciure, etc.



Technical Information for Mach solid dl‘illG

(*) Recommended cutting ™™
condition by series 350- P ; M : K N
OO e e e e S bR e ths_pged 4
; : : ik
2507 : : : ALBOAT
1 : AT
150 : - s
] ] GG © ALEHE
1o e Notheat o T o) R Y
T freatmert S ADC
™ e A ND
Cabonsed, Aloysted  Staiesssied Castiron : dluminum
Workpiece
() Setting of drills
Outer tolerance Setting condition Coolant (Extemnal system)

Max.
/4 002mm

Do not clamg. the
drill too deep.

(*) To improve machining method
Machining for etrength of wheel

Using shart flute lengeh

Improvement of drilling

Piercing stage Circular surface Inclined surface Boring

Decrease First, center drilling wth First, facing with endmills No recommendation
feed 1/2 large point angle

Drills

55



G Mach solid drill

MSD-[] (P/M/K/N) T

Tleranzeiurnl Lia,) h¥
i héi
Paint angle 1y |1
Tl angle 30
e —_ Ihinnng X lype
i 7 Hadr Caclant Externzl 2ysteim

F Steel 1 Stainless sleal K Casiron M han-faraus malal

{mm}
3P MK N 5P MK N 7P.M.K N
Designation aD 2d

{ L i L i1 L

MSD 025- P,M,K,N 2F ac 0 #R 75 70 ! 7
D26-_P,M,K,N 28 3 20 85 25 70 30 75
D27-_P,M,K,N 27 EXe 20 55 25 70 30 75
028- P,M,K,N 24 L 20 55 25 70 30 75
029- P,M,K,N 24 30 o] B £ Il 30 IS
D30- P,M,K,N ac 3 20 55 25 70 30 75
D31-_P,M,K,N 31 40 25 71 34 80 40 85
032-7 P,M,K,N z 40 o5 71 34 a0 40 85
033- P,M,K,N 32 40 25 71 4 a0 40 85
D34- P,M,K,N a4 46 25 71 34 80 40 85
D35-_P,M,K,N i 40 25 71 34 80 40 85
036-" P,M,K,N 38 40 o5 71 34 a0 40 85
037- P,M,K,N 37 40 25 71 24 a0 40 85
038- P,M,K,N 38 40 5 71 34 ] 40 a5
D39-_P,M,K,N a5 40 25 71 34 a0 40 85
040-" P,M,K,N 40 4c 25 71 34 80 40 85
041- P,M,K,N 41 5L 30 77 13 S0 50 o7
042- P,M,K,N z 5:€ 30 77 43 80 50 57
043- P,M,K,N 43 56 30 77 4 a0 50 a7
044-" P,M,K,N 44 50 30 77 43 S0 50 o7
045- P,M,K,N 45 5L 30 77 13 S0 50 o7
046- P,M,K,N 48 5:€ 30 77 43 80 50 57
D47- P,M,K,N 47 56 30 77 4 a0 50 a7
048-" P,M,K,N 48 50 30 77 43 S0 50 o7
049-" P,M,K,N 45 50 30 77 43 90 50 o7
050- P,M,K,N 5C 50 30 77 43 80 £0 57
051- P,M,K,N 1 £ a5 a1 44 = 53] 1006
052-7 P,M,K,N Gz 6.0 3 81 48 o5 a0 106
053- P,M,K,N 52 6L 35 81 48 o5 50 108
054- P,M,K,N 54 8.C a5 a1 48 =5 a0 108
055- P,M,K,N Ttz A a5 a1 48 9 &0 108
056-" P,M,K,N ae 6.0 3 81 48 o5 a0 106
057- P,M,K,N 57 6L 35 81 48 o5 50 108
058- P,M,K,N 58 8.C a5 a1 48 =5 a0 108
059- P,M,K,N 58 B.C a5 81 48 =] 50 108
060-_P,M,K,N a0 B 35 a1 48 95 50 106
0641-" P,M,K,N 31 7L 40 a4 55 105 70 120
062-7 P,M,K,N 5z 7.C 40 a4 55 105 70 120
063- P,M,K,N 53 7. 40 a4 3] 105 70 120
064-_P,M,K,N fid 7o 40 Ad 55 105 70 120)
065- P,M,K,N 8 7L 40 84 55 105 70 120
066-" P,M,K,N A€ 7.C 40 a4 55 105 70 120
067- P,M,K,N 57 7. 40 a4 3] 105 70 120
068- P,M,K,N qa 70 40 ad 55 105 70 120

% Order made items - MSN_LLI-Material (P11 K M) = Flute lengts - Tofal lergth |« Shank diarefar 8
Ex.1)\Worpiece | SM4EC, Machined diameter : @01 mm, Flute lengty : S0mm, Tetal length © 80rnm, Shank diameter 1 511 MEC101-P = 80 - 50L « 115
Fw ZWinr<piena - STRE0A Machinad diamete- (10 12mm, Flure length - Flute lzngihBCmme Total Izngth - 80mm Shank diametar - 0101 — WSDAD2 - 1 = BD - 801 x 115




Mach solid driIIG

MSD-[] (P/M/K/N) e

Iulerance(chill Uie.) hv
hi
Frirt angle S
Tzl angle 3"
Ihnning X type

l 2d Caclar: Exainal systain

F Steal Il Stairlass dadl K Caetiran M Morderrous metal

. L
fmir]
3P, M. K.N 5P M. KN 7P, M. KN
Designation @D ad

¢ L ] L i L

MSD 069- IP,M,K,N ] it 41 a4 5 His 70 0
070-_IP,M,K.N 7.0 w0 40 a4 54 “05 70 20
071-LIP,M,K,N i 8.0 45 a0 30 “0E 8% -2
072- IP,M,K,N 72 8.0 15 90 30 110 a3 30
073-| IP,M,K,N 3 B 4 ail 5il 1100 H 0
074-| |IP,M,K,N T4 8.0 45 a0 50 110 80 “30
075-L IP,M,K,N 74 .0 45 a0 50 110 8% “30
076- 1P,M,K,N 7.8 8.0 45 a0 30 110 a3 30
077- IPM,K,N 77 8.0 45 90 30 110 a7 30
078- IP,M,K,N il 8.0 45 a0 50 110 80 “30
079-| IP,M,K.,N 79 .0 45 a0 50 110 8% “30
080- TP,M,K,N 8.0 8.0 45 a0 30 110 a3 30
0231- IP,M,K,N 8.1 9.0 43 97 72 "ok 0 L3
082-| IP,M,K,N &2 an 44 47 72 2 a0 =
083- IP,M,K.N 8.3 9.0 43 a7 72 “pE =) e
084- 1PR,M,K,N 8.4 9.0 43 97 72 “gE 30 et
085- IP,M,K,N 85 9.0 13 97 72 “0F 0 3
086-| IP,M,K,N 56 9.0 43 a7 72 - 28 =] 23
0a7- IP,M,K,N a7 9.0 48 a7 72 $o5 0 23
088-[ 1P,M,K,N 8.8 9.0 43 a7 72 -orn 0 et
029- IP,M,K,N 89 9.0 13 97 72 “0F 0 3
090-| IP,M,K,N 9.0 9.0 43 a7 72 - 28 =] 23
091-| IP,M,K,N 9.1 10.0 52 108 73 “25G 5 bl
092-[ 1P,M,K.N 9.2 10.0 52 106 75 “25 55 0
093- 1P,M,K,N 9.3 10.0 52 108 75 05 55 “5()
094-| IP,M,K,N 9.4 100 52 108 73 28 35 “50
095-| IP,M,K,N 95 1011 G2 108 7a 25 1 “ 5
096- 1P,M,K,N 9.6 10.0 52 108 75 ‘25 5 “5(
097 1P,M,K,N 97 10.0 &2 108 73 “25 35 “50
098-| IP,M,K,N 9.8 10.0 52 108 73 -8 a5 “50
099-| |P,M,K,N g4 100 52 108 7a 05 35 50
100-[ 1P,M,K,N 10.0 10.0 52 108 75 ‘25 5 “5(
104-[ 1P,M,K,N 10, 11.0 ] 11 83 “af 05 G0
102-| IPM,K,N 10.2 11.0 55 A1y 83 e 05 “50
103-| IP,M,K,N 10.3 11.0 55 h 83 e 05 “50
104-1P,M,K,N 10.4 1.0 55 11 83 “2f “05 “60
105-[ 1P,M,K,N 105 1.0 53 11 83 -l 05 40
106-[ 1BM,K,N 10.6 1.0 55 i 93 -2 -05 “80
107-| IP,M,K,N 10.7 11.0 55 419 83 L0 05 “50
108-(1P,M,K,N 10 10 ] 11 83 el “(1R “Af)
109-[ 1P,M,K,N 109 1.0 53 11 83 -2 05 il
110-[1P,M,K,N 1.0 1.0 55 1 83 e 05 “50
111-| IP,M,K,N 11.1 120 2l 118 30 ] 114 -72
112-| IP,M,K,N "2 121 Fill 18 a0 “2p 114 72

# Oder madeitems - ML __-Matedal (F MK M) x Fluta length - Tetal length | x Shark diameter S
Ex 1)Werkpiace  Gh45T, Mach red diameter - S0 1mm, Flutz length @ 80mm, Total length - aDmm, Stank ciameater © 211 MDA -M =< 20 - 80L = 115
Fx 2yforkpiece STR30E Machined diameater - (10 17mm Fute length - Flutz length &0mm, Total length - 80nm, Shank diameter - G141 — MSEA0A2 - Mo a0 - 800 2 13

=
=
W
H\ h




G Mach solid drill

MSD-[] (P/M/K/N) T

Tleranzeiurnl Lia,) h¥
i héi
Paint angle 1y |1
Tl angle 30
e —_ Ihinnng X lype
i 7 Hadr Caclant Externzl 2ysteim

F Steel 1 Stainless sleal K Casiron M han-faraus malal

{mmj
3P M KN 5P MKN 7P M KN
Designation aD 2d

{ L ] L I L

MSD 113- PM.K,N 13 1510 a0 113 =31 148 194 177
114-_ P,M.K,N 1.4 120 a0 118 0 148 14 172
115-_ P,M,K,N 1.5 120 a0 118 0 148 14 172
116- P,M,K,N 1.6 120 [] 118 4] 148 14 172
117- P,M,K,N 1.7 1.0 B 118 S0 148 14 162
118- P,M.K,N 1.8 120 a0 118 0 148 14 172
119-_ P,M,K,N 1.5 120 o0 118 o0 148 14 172
120-" P,M,K,N 12.0 20 &0 118 [54] 148 14 172
121- PM.K,N 121 12.0 &5 125 o8 158 124 164
122- P,M.K,N 122 120 a5 125 o8 158 124 164
123-_ P,M.K,N 124 120 oo 125 S8 158 124 164
124-" P,M,K,N 12.4 12.0 &5 125 5] 168 124 164
125- P,M.K,N 12.5 12.0 &5 125 o) 158 124 164
126- P,M.K,N 124 131 &5 175 ="} 158 124 164
127-_P,M.K,N 127 120 st 125 S8 158 124 164
128-" P,M,K,N 12.8 12.0 55 125 =) 158 124 164
129- P,M.K,N 12.9 12.0 a5 125 =) 168 124 164
130- P,M.K,N 13.0 13.0 a5 125 =':) 158 124 184
131- P,M.K,N 131 14.0 70 132 105 167 133 195
132-7 P,M,K,N 13.2 14.0 70 132 104 167 133 195
133- PMK,N 133 1.0 70 132 105 167 123 195
134- P,M.K,N 13.4 14.0 70 132 105 167 133 195
135- P,M.K,N 135 14.0 70 132 105 167 133 195
136-" P,M,K,N 13.4 140 70 132 104 167 133 195
137-7 P,M,K,N 137 140 70 132 108 167 133 195
138- P,M.K,N 13.8 14.0 70 132 105 167 133 195
139- P,M.K,N 154 1410 70 1732 105 16T 133 195
140-" P,M,K,N 120 14.0 70 132 105 167 133 195
141-" P,M,K,N 124 1E.0 75 139 106 172 138 202
142- P,M,K,N 12,2 1E.0 75 139 108 e 133 202
143- P,M.K,N 123 150 75 139 108 125 138 2P
144-" P,M,K,N 124 1£.0 75 139 108 172 138 202
145-" P,M,K,N 125 1E.0 75 139 106 172 138 202
146- P,M,K,N 128 1E.0 75 139 108 e 133 202
147- P,M,K,N 17 1E.0 75 129 108 172 133 202
148-_ P,M,K,N 1£8 1£.0 75 139 108 b 138 202
149-" P,M,K,N 19 1£.0 705 139 106 172 138 202
150-" P,M,K,N 15.0 1E.4 75 139 108 52 138 202
151- P,M.K,N 15.1 18.0 a0 145 12 178 144 210
152._ P,M,K,N 157 18 1) a0 145 122 178 144 2401
153-" P,M,K,N 15.3 1£.0 a0 145 12 178 144 210
154 P,M,K,N 15.4 16.0 a0 146 12 178 144 210
155- P,M.K,N 15.5 18.0 a0 145 12 178 144 210
156- P,M.K,N 154 18 1) a0 145 122 178 144 2401

% Order made items - MSN_LLI-Material (P11 K M) = Flute lengts - Tofal lergth |« Shank diarefar 8
Ex.1)\Worpiece | SM4EC, Machined diameter : @01 mm, Flute lengty : S0mm, Tetal length © 80rnm, Shank diameter 1 511 MEC101-P = 80 - 50L « 115
Fw ZWinr<piena - STRE0A Machinad diamete- (10 12mm, Flure length - Flute lzngihBCmme Total Izngth - 80mm Shank diametar - 0101 — WSDAD2 - 1 = BD - 801 x 115




Mach solid driIIG

MSD-[] (P/M/K/N) e

Iulerance(chill Uie.) hv
hi
Frirt angle S
Tzl angle 3"
Ihnning X type

l 2d Caclar: Exainal systain

F Steal Il Stairlass dadl K Caetiran M Morderrous metal

. L
[mrr)
L 3P M, KN 5P M. K.N 7P M. KN
Designation 2D ad

{ L ] L [ L
MSD 157- IP,M,K,N 157 1610 & 18t 112 78 s 210
158- IP,M,K,N 15.6 18,0 &0 18 112 78 4 210
159- IP,M,K,N 159 18.0 &0 142 12 78 4 210
160-| IP,M,K,N 168.0 18.0 &0 178 12 -78 4 210
161-| IP,M,K,N 16.” 140 B4 151 2 *bE h3 220
162-| IP,M,K,N 16.2 17.0 &5 151 20 66 53 220
163-LIP,M,K,N 163 17.0 &5 1431 “20 gis 53 220
164- 1BM,K,N 16.4 17.0 85 151 “20 i 53 220
165-| IP,M,K,N 165 17.0 85 151 *20 *BE B3 220
166- IP,M,K,N 166 17.0 &5 151 20 66 53 220
167-LIP,M,K,N 167 17.0 &5 1431 “20 gis 53 220
168-[ IBRM,K,N 16.8 17.0 85 151 “20 i 53 220
169-| IP,M,K,N 169 17.0 85 151 *20 " BE B3 220
170-| IP,M,K,N 171 1710 &5 151 A0 “RE 53 220
171-LIP,M,K,N 15" 18.0 &5 153 “20 -G8 i 230
172-[ 1P,M,K.N 7.2 18.0 83 152 “20 ik 52 230
173- IP,M,K,N 17.3 18,0 85 152 *20 i 52 230
174-| IP,M,K,N 17.4 180 85 153 20 - B 52 230
175- IP,M,K,N 1%D 180 &5 153 20 -G8 62 230
176-[ 1P,M,K,N 17.4 18.0 &5 143 “20 ik i 230
177- IP,M,K,N 17.7 18,0 85 152 *20 i 52 230
178-| IP,M,K,N 17.6 180 85 153 20 - B 52 230
179- IP,M,K,N 17.9 180 &5 153 20 -G8 62 230
180- 1P,M,K,N 18.0 18.0 &5 143 “20 ik i 230
184-[ TBM,K,N 18, 19.0 83 157 s 03 7 22
132-| IP,M,K,N 18.2 18.0 g2 157 22 a3 “71 220
183- IP,M,K,N 1655 150 ] 157 P -4a 71 240
184-[ 1P,M,K,N 16.4 13.0 &8 157 e 43 71 244
185- 1P,M,K.N 18.5 19.0 &a 157 gL 43 i 24
186- IPM,K,N 18.5 18.0 g2 157 22 a3 -7 320
187-| IP,M,K,N 187 190 a4 157 “pL g3 71 220)
188-[ 1P,M,K,N 16.6 13.0 &8 157 e 43 71 244
189-[ 1P,M,K,N 1689 19.0 &a 157 gL 43 i 24
190-| IPM,K,N 18.0 18.0 g2 157 22 a3 -7 320
191- IP,M,K,N 19.- 200 a0 15C 50 200 “EQ 350
162.1P,M,K,N 19.2 20.0 90 160 *30 20 * 50 250
193-[ 1P,M,K,N 193 20.0 90 14C “30 20C “50 250
194-[ 1R,M,K,N 19.4 20.0 2a] 16C el 20C “80 250
195-| IP,M,K,N 18.5 204 =] 160 30 20C - 80 250
196-C1P,M,K,N 196 200 = 1AL a0 200 “Ef) 250
197-[ 1P,M,K,N 197 20.0 90 160 *30 20c “ 50 250
198-[ 1P,M,K,N 19.8 200 a0 16C 30 200 80 250
199-| IP,M,K,N 19.9 204 =] 160 30 20C - 80 250
200- IPM,K,N 200 2010 ) 14 a0 200 “E0 25

# Oder madeitems - ML __-Matedal (F MK M) x Fluta length - Tetal length | x Shark diameter S
Ex 1)Werkpiace  Gh45T, Mach red diameter - S0 1mm, Flutz length @ 80mm, Total length - aDmm, Stank ciameater © 211 MDA -M =< 20 - 80L = 115
Fx 2yforkpiece STR30E Machined diameater - (10 17mm Fute length - Flutz length &0mm, Total length - 80nm, Shank diameter - G141 — MSEA0A2 - Mo a0 - 800 2 13

=
=
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H\ h




G Mach solid drill

MSDH P/M/K/N
e Grade PG2CEF Fiz2 PL3000-

Llerannzeidrill Lig.) hi
“reenzaszrk Dz hi
Fuirt engle ur | s [ e
Fa Tuisl arigle El
‘@7 ; hinring i hpe | Mtype
7 Codant Tarough system
\\\.‘.I_."’ | i P& M oS- easseel F Czztoro Bhe~ersoz el MO ringm 2 oy
L -
L)
L 3P M.K,N,ND 5P, M.K,N,ND TP, M.K,N,ND
Designation aD 2d
L] L ] L t L
MSDH 025- P,M.K,N 2E A0 20 &5 o5 0 a0 7=
026-__P,M,K,N 28 3c 20 55 25 70 30 75
027-_P,M,K,N 27 30 20 55 25 70 30 75
028- P,M,K,N 28 ac 20 55 25 70 30 75
029- P,M,K,N 24 3 il &b £ 0 30 e
030- P,M,K,N aC 3C 20 55 25 70 30 75
031-_P,M,K,N 31 4c 25 71 34 80 40 &5
032-7 P,M,K,N z 40 o5 71 34 a0 40 85
033- P,M,K,N F2 40 25 71 34 80 40 85
034- P,M,K,N a4 40 25 71 34 80 40 85
035-_P,M,K,N e 4c 25 71 34 80 40 &5
036-" P,M,K,N 38 40 o5 71 34 a0 40 85
037- P,M,K,N 37 40 o5 71 34 80 40 85
038- P,M,K,N 38 an 75 71 Vi a0 40 a5
039-_P,M,K,N 3s 4c 25 71 34 80 40 85
040-" P,M,K,N 40 4c 25 71 34 80 40 85
0441- P,M,K,N 11 5L 30 77 13 @0 50 o7
042- P,M,K,N z 5C 30 77 43 50 50 o7
043- P,M,K,N 43 50 30 77 43 a0 50 a7
044-" P,M,K,N 44 50 30 77 43 S0 50 o7
045- P,M,K,N 15 5L 30 77 13 @0 50 o7
046- P,M,K,N 48 5. 30 77 43 50 50 o7
047- P,M,K,N 47 50 30 77 43 a0 50 a7
048-" P,M,K,N 48 50 30 77 43 S0 50 o7
049-" P,M,K,N 45 50 30 77 43 90 50 o7
050- P,M,K,N 5C 5.0 30 77 43 80 50 o7
051- P,M,K,N 31 s a5 a1 48 @ 0 108
052-7 P,M,K,N Gz 6.0 3 81 48 o5 a0 106
053- P,M,K,N 52 6L 35 81 48 o5 50 108
054- P,M,K,N 54 8.C a5 a1 48 =5 a0 108
055- P,M,K,N 35 i 'S a1 48 95 a0 108
056-" P,M,K,N ae 6.0 3 81 48 o5 a0 106
057- P,M,K,N 57 6L 35 81 48 o5 50 108
058- P,M,K,N 58 8.C a5 a1 48 =5 a0 108
059- P,M,K,N 55 B.C a5 a1 48 95 a0 108
060-_P,M,K,N a0 L 3 a1 48 95 50 106
0641-" P,M,K,N 81 7 40 84 55 105 70 120
062-7 P,M,K,N 5z 7.C 40 a4 55 105 70 120
063- P,M,K,N 53 e 40 84 55 105 70 120
064-_P,M,K,N fid 7o 40 Ad 55 105 70 120)
065- P,M,K,N 5E 75 40 84 55 105 70 120
066-" P,M,K,N A€ 7.C 40 a4 55 105 70 120
067- P,M,K,N 57 e 40 84 55 105 70 120
068- P,M,K,N A8 pile 40 Ad 55 105 70 120)

% Order made items - MSN_LLI-Material (P11 K M) = Flute lengts - Tofal lergth |« Shank diarefar 8
Ex.1)\Worpiece | SM4EC, Machined diameter : @01 mm, Flute lengty : S0mm, Tetal length © 80rnm, Shank diameter 1 511 MEC101-P = 80 - 50L « 115
Fw ZWinr<piena - STRE0A Machinad diamete- (10 12mm, Flure length - Flute lzngihBCmme Total Izngth - 80mm Shank diametar - 0101 — WSDAD2 - 1 = BD - 801 x 115




Mach solid driIIG

MSDH P/M/K/N e
. Grade PGEOGF Faz PO2000-1

lulerance(il Lid., h?
B EY hé
Paint angla wr [ 1w [ e
Twisslanyly 30
Ihirnng X type | M type
Coolart Through syetarm

F &bael Bl Slavess Zea WCad tov MSo-erras etz WO ALmnarsl

—- L -
fmir]
3P M. K.N,ND 5P.M.K.N.ND 7P M K. N ND
Designation @D ad

¢ L ] L i L

MSDH 069- IP,M,K,N ] it 41 a4 5 His 70 0
070-_IP,M,K.N 7.0 w0 40 a4 54 “05 70 20
071-LIP,M,K,N i 8.0 45 a0 30 “0E 8% -2
072- IP,M,K,N 72 8.0 15 90 30 110 a3 30
073-| IP,M,K,N 3 B 4 ail 5il 1100 H 0
074-| |IP,M,K,N T4 8.0 45 a0 50 110 80 “30
075-L IP,M,K,N 74 .0 45 a0 50 110 8% “30
076- 1P,M,K,N 7.8 8.0 45 a0 30 110 a3 30
077- IPM,K,N 77 8.0 45 90 30 110 a7 30
078- IP,M,K,N il 8.0 45 a0 50 110 80 “30
079-| IP,M,K.,N 79 .0 45 a0 50 110 8% “30
080- TP,M,K,N 8.0 8.0 45 a0 30 110 a3 30
0231- IP,M,K,N 8.1 9.0 43 97 72 "ok 0 L3
082-| IP,M,K,N &2 an 44 47 72 2 a0 =
083- IP,M,K.N 8.3 9.0 43 a7 72 “pE =) e
084- 1PR,M,K,N 8.4 9.0 43 97 72 “gE 30 et
085- IP,M,K,N 85 9.0 13 97 72 “0F 0 3
086-| IP,M,K,N 56 9.0 43 a7 72 - 28 =] 23
0a7- IP,M,K,N a7 9.0 48 a7 72 $o5 0 23
088-[ 1P,M,K,N 8.8 9.0 43 a7 72 -orn 0 et
029- IP,M,K,N 89 9.0 13 97 72 “0F 0 3
090-| IP,M,K,N 9.0 9.0 43 a7 72 - 28 =] 23
091-| IP,M,K,N 9.1 10.0 52 108 73 “25G 5 bl
092-[ 1P,M,K.N 9.2 10.0 52 106 75 “25 55 0
093- 1P,M,K,N 9.3 10.0 52 108 75 05 55 “5()
094-| IP,M,K,N 9.4 100 52 108 73 28 35 “50
095-| IP,M,K,N 95 1011 G2 108 7a 25 1 “ 5
096- 1P,M,K,N 9.6 10.0 52 108 75 ‘25 5 “5(
097 1P,M,K,N 97 10.0 &2 108 73 “25 35 “50
098-| IP,M,K,N 9.8 10.0 52 108 73 -8 a5 “50
099-| |P,M,K,N g4 100 52 108 7a 05 35 50
100-[ 1P,M,K,N 10.0 10.0 52 108 75 ‘25 5 “5(
104-[ 1P,M,K,N 10, 11.0 ] 11 83 “af 05 G0
102-| IPM,K,N 10.2 11.0 55 A1y 83 e 05 “50
103-| IP,M,K,N 10.3 11.0 55 h 83 e 05 “50
104-1P,M,K,N 10.4 1.0 55 11 83 “2f “05 “60
105-[ 1P,M,K,N 105 1.0 53 11 83 -l 05 40
106-[ 1BM,K,N 10.6 1.0 55 i 93 -2 -05 “80
107-| IP,M,K,N 10.7 11.0 55 419 83 L0 05 “50
108-(1P,M,K,N 10 10 ] 11 83 el “(1R “Af)
109-[ 1P,M,K,N 109 1.0 53 11 83 -2 05 il
110-[1P,M,K,N 1.0 1.0 55 1 83 e 05 “50
111-| IP,M,K,N 11.1 120 2l 118 30 ] 114 -72
112-| IP,M,K,N "2 121 Fill 18 a0 “2p 114 72

# Oder madeitems - ML __-Matedal (F MK M) x Fluta length - Tetal length | x Shark diameter S
Ex 1)Werkpiace  Gh45T, Mach red diameter - S0 1mm, Flutz length @ 80mm, Total length - aDmm, Stank ciameater © 211 MDA -M =< 20 - 80L = 115
Fx 2yforkpiece STR30E Machined diameater - (10 17mm Fute length - Flutz length &0mm, Total length - 80nm, Shank diameter - G141 — MSEA0A2 - Mo a0 - 800 2 13
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G Mach solid drill

MSDH P/M/K/N
e Grade PG2CEF Fiz2 PL3000-

Llerannzeidrill Lig.) hi
“reenzaszrk Dz hi
Fuirt engle ur | s [ e
/I‘-\ Tueisl &rigle 30
‘@7 ; hinring i hpe | Mtype
7 Codant Tarough system
\\\.‘.I_."’ | i Faas M oS- essaesl K Ozztoros Hhe~erc.z veel MO aringm = oy
L -
4
L 3P M.K,N,ND 5P, M.K,N,ND TP, M.K,N,ND
Designation aD 2d
{ L 1] L ] L
MSDH 113- PM,K,N 13 1510 0 118 an 148 14 172
114-_ P,M.K,N 1.4 120 a0 118 S0 148 14 172
115-_P,M,K,N 1.5 120 =] 118 =] 148 14 172
116- P,M,K,N 1.6 120 a0 118 =] 118 1°4 172
117- P,M,K,N 1.f 1.0 Bl 118 <4l 148 14 102
118- P,M,K,N 1.8 120 &0 118 0 148 14 172
119-_P,M,K,N 1.9 120 2] 118 2] 148 14 172
120-~ P,M,K,N 12.0 &0 80 118 50 148 14 172
121- P,M.K,N 125 120 &5 125 ] 158 124 1584
122- P,M,K,N 12.2 12.0 53] 125 2] 158 124 164
123-_ P,M,K,N 123 12.0 2.3 125 2] 158 124 164
124" P,M,K,N 12.4 12.0 55 125 58 158 124 154
125- P,M.K,N 125 120 &5 125 ] 158 124 1584
126- P,M,K,N 124 120 a5 125 oA 153 124 164
127-_P,M,K,N 127 12.0 [5:5) 125 2] 158 124 164
128-" P,M,K,N 128 12.0 =5 125 ) 158 124 164
129- P,M,K,N 129 12.0 [+ 125 o) 168 124 184
130- P,M,K,N 13.0 124 a5 125 o8 158 124 184
131- P,M,K,N 131 14.0 70 132 105 167 133 195
132-7 P,M,K,N 13.2 14.0 7o 132 104 167 133 195
123- P,M,K,N 13.3 11.0 70 132 105 167 132 195
134- P,M,K,N 13.4 14.0 70 132 105 167 133 185
135- P,M,K,N 13.5 14.0 70 132 105 167 133 195
136-" P,M,K,N 13.4 14.0 7o 132 105 167 133 195
137 PM,K,N 137 14.0 70 130 105 167 133 195
138- P,M,K,N 13.8 14.0 70 132 105 167 133 195
139- P,M,K,N 159 140 70 132 105 16T 133 195
140-" P,M,K,N 120 14.0 7o 132 105 167 133 195
141-" P,M,K,N 141 150 75 139 108 172 138 202
142- P,M,K,N 122 1E.4 75 139 108 172 138 202
143- P,M,K,N 143 150 75 139 106 172 138 B
144-" P,M,K,N 1.4 120 75 139 108 172 138 202
145-" P,M,K,N 145 150 75 139 108 178 138 202
146- P,M,K,N 128 1E.4 75 139 108 172 138 202
147- P,M,K,N 127 1E.0 75 139 108 172 138 202
148-" P,M,K,N 148 1E.4 75 139 108 172 138 202
149- P,M,K,N 1.9 180 TE 139 108 172 128 202
150- P,M,K,N 140 1L.0 /b 139 104 172 138 202
151- P,M,K,N 151 1E.0 a0 144 12 78 144 210
152-_ P,M,K,N 132 1.0 a0 144 12 178 144 210
153-" P,M,K,N 15.3 12.0 80 148 12 178 144 210
154- P,M,K,N 154 18.0 an 148 12 178 144 210
155- P,M,K,N A9 1E.0 a0 144 12 78 144 210
156-__P,M,K,N 105 10 a0 144 12 73 144 210

% Order made items - MSN_LLI-Material (P11 K M) = Flute lengts - Tofal lergth |« Shank diarefar 8
Ex.1)\Worpiece | SM4EC, Machined diameter : @01 mm, Flute lengty : S0mm, Tetal length © 80rnm, Shank diameter 1 511 MEC101-P = 80 - 50L « 115
Fw ZWinr<piena - STRE0A Machinad diamete- (10 12mm, Flure length - Flute lzngihBCmme Total Izngth - 80mm Shank diametar - 0101 — WSDAD2 - 1 = BD - 801 x 115




Mach solid driIIG

MSDH P/M/K/N e
. Grade PGEOGF Faz PO2000-1

lulerance(il Lid., h?
B EY hé
Paint angla wr [ 1w [ e
Twisslanyly 30
Ihirnng X type | M type
Coolart Through syetarm

F &bael Bl Slavess Zea WCad tov MSo-erras etz WO ALmnarsl

—- L -
{mm]
L 3P M.K.N.ND 5P MK N ND 7P MK N.ND
Designation 2D ad

¢ L ] L [ L
MSDH 157- IP,M,K,N 157 161 &l 128 115 7R e 210
158- IP,M,K,N 15.6 18,0 &0 18 112 -7 4 210
159- IP,M,K,N 159 18.0 &0 142 12 -7 4 210
160- [P,M,K,N 168.0 18.0 &0 178 12 “78 4 210
161-| IP,M,K,N 16.” 140 B4 151 2 *bE h3 220
162- IP,M,K,N 16.2 17.0 &5 151 “20 s “53 220
163-LIP,M,K,N 163 17.0 &5 1431 “20 i “53 220
164-[ 1BM,K,N 16.4 17.0 85 151 “20 i 53 220
165- IP,M,K,N 165 17.0 85 151 *20 “ 6@ B3 220
166- |P,M,K,N 16.5 17.0 &5 151 “20 s “53 220
167-LIP,M,K,N 167 17.0 &5 1431 “20 i “53 220
168-[ 1IRM,K,N 16.8 17.0 85 151 “20 i 53 220
169- IP,M,K,N 169 17.0 85 151 *20 “ 6 B3 220
170-| IP,M,K,N 171 1710 &5 151 A0 “RE 53 220
171-LIP,M,K,N 15" 18.0 &5 153 “20 * 58 62 230
172-[ 1P,M,K,N 7.2 18.0 83 152 “20 -6 52 230
173- [PM,K,N 17.3 18,0 85 152 *20 “ 58 52 230
174-| IP,M,K,N 17.4 180 85 153 20 - B 52 230
175- IP,M,K,N 17.5 18.0 &5 153 “20 “ 58 “52 230
176-[ 1P,M,K,N 17.4 18.0 &5 143 “20 -6 i 230
177- IPM,K,N 17.7 18,0 85 152 *20 “ 58 52 230
178-| IP,M,K,N 17.6 180 85 153 20 - B 52 230
179- IP,M,K,N 17.9 18.0 &5 153 “20 “ 58 “52 230
180-[ 1P,M,K,N 18.0 18.0 &5 143 “20 -6 i 230
184-[ 1RM,K,N 18, 19.0 83 157 s - 03 7 22
132-| IP,M,K,N 18.2 18.0 g2 157 22 a3 “71 220
183- IP,M,K,N 1655 150 ] 157 P -4a 71 240
184-[ 1P,M,K,;N 16.4 13.0 &8 157 e a3 71 244
185-[ 1P,M,K,N 18.5 19.0 &a 157 gL “G3 i 24
186- IPM,K,N 18.5 18.0 g2 157 22 a3 -7 320
187-| IP,M,K,N 187 190 a4 157 “pL g3 71 220)
188-[ 1P,M,K,;N 16.6 13.0 &8 157 e a3 71 244
189-[ 1P,M,K,N 1689 19.0 &a 157 gL “G3 i 24
190-| IPM,K,N 18.0 18.0 g2 157 22 a3 -7 320
191- IP,M,K,N 19.- 200 a0 15C 50 200 “EQ 350
162.1P,M,K,N 19.2 20.0 90 160 *30 200 “&0 250
193-[ 1P,M,K,N 193 20.0 90 14C “30 200 “50 250
194-[ 1R,M,K,N 19.4 20.0 2a] 16C el 20C “80 250
195-| IP,M,K,N 18.5 204 =] 160 30 20C - 80 250
196-C1P,M,K,N 196 200 = 1AL a0 200 “Ef) 250
197-[ 1P,M,K,N 197 20.0 90 160 *30 200 “ 50 250
198-[ 1P,M,K,N 19.8 200 a0 16C 30 200 80 250
199-| IP,M,K,N 19.9 204 =] 160 30 20C - 80 250
200- IPM,K,N 200 2010 ) 14 a0 200 “E0 25

# Oder madeitems - ML __-Matedal (F MK M) x Fluta length - Tetal length | x Shark diameter S
Ex 1)Werkpiace  Gh45T, Mach red diameter - S0 1mm, Flutz length @ 80mm, Total length - aDmm, Stank ciameater © 211 MDA -M =< 20 - 80L = 115
Fx 2yforkpiece STR30E Machined diameater - (10 17mm Fute length - Flutz length &0mm, Total length - 80nm, Shank diameter - G141 — MSEA0A2 - Mo a0 - 800 2 13

=
=
W
H\ h




High precision results when machining deep holes

MLD Plus ¢

Mach Long Solid Drill Plus

G Technical Information for Mach Long Solid Drill Plus

Flute length
100 : 100mm

(») Code System SR
10D, 15D,
0600 : ©5.00 20D, 25D
Drill Dia.(@D)

Standard type Special type

Mach Long Solid Drill Plus Machining area Overall length Shank Dia.
{MLD Plus) P : Carbon steel, alloy stesl 100L : 100mm 108 : ©910
K : Cast iron
N : Aluminum, copper alloy
(») Features
Cutting edge and flute shape New grade(PC315G)

m Straight cutting edge provides better rigidity.

® Excellent chip evacuation due to wider chip pocket and
improved flute surface roughness

= Double margin secures machining stability.

Double margin |

Cutting edge shape

= Ultra fine substrate ahd new coating applied

m |_ybricative coating layer improvas chip evacuation
with lower frictional resistance.

= Longer teol life due to higher wear resistance

Degree of machining precision

= |mproved point shape
- Precise location

® Improved machining precision
- Bent holes reduced
- Inside hole surface roughness improved
- Hule sice unifurmily increased

secured

Reduced bent holes compared to ccmpetitors (a > b)

Drifls

Cutting load

» Workpiece : SM45C

= Cutting condition : Drill Dia.(m) = @6.0, ve(m/min) =
in(mmfrev)=0.12, ap(mm)=60, wet

= Tools : MLDOGOON-20P

Thrust(N}

== VLD Plus

== Competitor



Technical Information for Mach Long Solid Drill PIusG

(») Cutting Performance
Part of automobile Part of automobile

m Workpiece : SM45C = Workpiece : SCM440F

= Cutting condition : ve(m/min)=70 = Cutting condition : ve(m/min)=70
fn(mmirav) = 0.12 fn(mm/irev) =012 =
ap(mm) = 60 ap/mm) = 55

Through coolant Th-ough coolant(MQL)
= Tools : MLDO400ON-20P (PC315G) = Tools : MLDO570N-15P (PC315G)

e A o 41
L)
% Comparison of wear %
Cutting langth 24m e IGJIIing length 16.6m

(400 holes)  Cutting length 21m {300 holes)
s {450 hotes) ki
— o r " g m—  Cuting kngth 83m
= = o N - {150 holes)
S — = . — —
MLD Plus Competitor lh"‘ u MLD Plus Competiter
= New grade PC315G’s coating layer - . = Double margin has been applied to improve slability
has been applied lo Improve wear  Competitor MLD Plus and machining precision.

resistance when machining
carbon steel materials.

@ Application Area

» PC215G — Excellent performance when machining cast iron and alloy sleel at high speed
» PC315G — Universal grade excellent when machining carbon steel, cast iron, etc. at middle to low cutting speed

Cutling speed. ve{m/min}

B \Wordpieca

Carbon steel Gray castiron Alurninum

(>) Recommended Cutting Condition

. ; Depth of cut = 10D-25D
Workpiece Grade | Cutting Faed bl P A Arill di
speed eed rate (mm/rev) per drill dia.(mm)
ISO Workpiece HB | fewmmened) YE(M/min) | g30.050 05.1~08.0 08.1~010.0
Carbon Low carbon steel 80-120 | PC315G | 80(60~50) 0.10~0.15 0.15-0.20 0.20~0.25
steel High carbon steel 180~280 | PC315G | 70(80~80) 0.10~0.15 0.15-0.20 0.20-0.25
=]
Alloy Low alloy steel 140~260 | PC215G |  80{60~50) 0.10~0.15 0.12~0.17 0.15~0.20
sleel Low carbon steel 50-260 | MC215G | 70(50~80) 0.08~0.13 0.10~0.15 0.15~0.20
Gray cast iron 150-230 | PC215G | 80i60~100) 0.10~0.20 0.15~0.20 0.15~0.20
K Cast iron
MNuctile cast iron 160-260 PG215G 70{B0~80) 0.10~0.20 015020 0.15~0.20
Aluminum Aluminum alloy 30-150 FGZ | 120{100~150) 0.12~0.17 0.15~0.20 0.20~0,25
Copper alloy Copper alloy 150-160 | FG2 | 120{100~150) 0.12-0.17 0.15-0.20 0.20-0.25

/
/

YA G |
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G Mach Long Solid Drill Plus

'MLD- 0 (P/K/N) @ e

PC315G &
Tolerancefd i [ia.| hi
Trirmnnrshank M | hé
Point angle 13
Twist angle o
'Igd Thinning X ye
Coolant Through system

PEmel K Castiron N Mon-ferrous metal

{mm)
Designation aD ad Lol 1 £X! ek

i L it L it L i L

MLD 0300N-| || IP,K,N 3.0 3.0 40 50 55 105 70 120 - -
0310N- | PK,N 3.1 4.0 45 100 B0 125 a0 140 - -
0320N-[ 17 RK,N 3z 40 45 100 B0 125 e 140 e e
0330N-[17 PK,N o 40 45 100 B0 125 oo 140 . .
0340N-[ 17 PK,N 34 4.0 50 100 65 125 a5 140 . .
D350N-| | P,K,N 35 4.0 50 100 £5 125 85 140 - -
D360N-| | P,K,N 36 4.0 50 100 65 125 85 140 - -
0370N-| | PK,N 37 an a0 100 fib 125 Hb 140 - -
0380N-| | P,K,N 3.8 4.0 50 100 75 125 80 140 - -
0390N- | PK,N 35 4.0 50 100 75 125 80 140 - -
0400N-| | PK,N 40 4.0 50 100 75 125 =l 140 1B 165
0440N-[17 RK,N 4.1 50 55 15 75 142 100 155 120 190
D420N-_|_PK,N 42 5.0 55 15 75 142 100 155 120 180
DA30N-_|_P,K,N 43 5.0 B0 15 B85 142 10 155 138 180
D440N-| | PK,N 4.4 5.0 60 15 85 142 I 155 135 180
0450N-| | P,K,N 45 50 fif) 15 355 149 10 156 135 160
0460N-| | P,K,N 46 5.0 50 15 85 142 10 155 135 150
0470N-| | P,K,N 47 5.0 50 15 85 142 10 155 135 180
D4B0N-[1_PK,N 48 5.0 65 15 20 142 "5 155 140 180
0490N-1 | PK,N 45 50 BE 15 =lal 142 1°5 155 140 150




Mach Long Solid Drill PIusG

'MLD- (01 (P/K/N) @

Crade
Tolerance(dl Dia h?
i rin) h&
Faint angle 135°
Tuist angle g
I@d ~hinning x lype
Coolant Thiough sygem

P Steel K Castiran N Non-farrous meal

(it}
Designation BD ed il i G, ok

i L L L L L it L

MLD 0500N- | IFRK,N 5 £D 85 15 30 140 115 165 140 180
0510N- | IRKN 5.1 &0 73 123 35 160 12C 150 180 220
0520N-" [1RK,N 5.2 &0 73 123 95 160 12¢ 180 150 220
0530N-" [1RK,N 5.2 &0 72 120 95 160 12¢ 180 150 220
0540N-" [ 1R K,N 5.4 &0 78 128 10 160 120 180 170 220
055D0N- | IBK,N BiE £D 78 128 Rl 160 122 180 170 220
0560N- | IPK,N 5.6 £.0 78 128 -0 160 140 150 170 220
0570N- | IBK,N 5t B0 IS 128 0 161 148 140 140 290
0580N- | IPK,N 5.8 =] 78 128 10 160 140 150 170 220
0590N- | IPK,N 5.5 £0 78 123 10 16D 140 150 170 220
0600N- | IRKN B8.C &0 78 123 10 160 140 150 170 220
0610N-" T TRKN £.1 7.0 a7 140 120 175 158 210 150 250
0620N-_| |PK,N 6.2 7.0 o7 140 120 175 155 210 150 250
0630N-_| |PK,N 6.2 7.0 ar 140 120 175 158 210 150 250
064DN- | IPBK,N 6.4 7.0 a7 140 120 175 155 210 150 250
0650N- | IBK,N £E 70 a7 140 120 175 155 =10 160 P5()
0660N- | IPK,N o= 7.0 ar 140 120 175 158 210 180 250
0670N- | IPK,N 8.7 7.0 ar 140 120 175 158 210 180 250
0680N-_[IPK,N 6.8 7.0 = 140 125 175 16C 210 2C0 250
0690N- | IRK;N 8.5 7.0 =] 140 125 175 16C 210 aco 350

Driils




G Mach Long Solid Drill Plus

MLD- (1] (P/K/N) &2 e [

PC315G &
Tolerancefd i [ia.| hi
Trirmnnrshank M | hé
Point angle 13
Twist angle o
3 _--_-"'IQd Thinning X ye
Coolant Through system

PEmel K Castiron N Mon-ferrous metal

{mmj
Designation aD ad 1l 1 21 ek
i L it L it L i L
MLD 0700N-| || IP,K,N 7.0 7.0 =le] 140 125 175 160 210 200 250
07410N-I | PK,N 71 an 100 155 135 195 170 230 = =
0720N-[ 17 RK,N 7.2 8.0 100 155 135 195 170 230 e e
0730N-17 PRK,N 7.3 8.0 100 155 135 195 170 220 . .
0740N-[ 17 PK,N 7.4 8.0 100 155 135 195 170 230 . .
DTS50N-| | P,K,N 75 8.0 100 155 135 185 170 230 - -
D76ON-| | PK,N 76 a0 105 155 145 195 180 230 2 2
0770N-| | P,K,N ff X 106 16h 145 14 180 230 - -
0780N-| | PK,N 7.3 an 105 155 145 195 180 230 = =
0790N-| | PK,N 7.5 a0 105 155 145 195 180 230 = =
0200N-I | PK,N an an 105 155 145 195 180 230 = =
0240N-[ 17 RK,N 8.1 5.0 110 165 155 212 195 250 e e
D820N-L|_PK,N oz 8.0 110 165 155 212 195 250 > >
D830N-LI_PK,N 83 8.0 110 165 156 212 195 250 < <
D84ON-| | P,K,N 84 8.0 110 165 155 212 195 230 - -
D850N-| | PFK,N a5 an 110 165 165 210 155 350 2 2
D860N-| | P,K,N 86 8.0 15 165 160 217 210 250 = =
0DB70N-| | PK,N 87 8.0 15 165 160 219 210 250 = =
D8BON-[1_PK,N a8 5.0 115 165 160 213 210 250 - -
D89ON-_|_PK,N 85 8.0 15 165 160 212 210 250 = =
D900N-| |_PK,N 5.0 2.0 15 165 160 212 210 250 - -
0D910N-L|_PK,N 3.1 12.0 125 190 170 242 > > - -
0920N-|_P,K,N g2 12.0 125 150 170 240 - - - -
D930N-| | RN 93 120 125 150 170 240 - - - -
0940N-| | P,K,N 94 100 126 140 170 247 - - 2 2
0950N-[1_PK,N a5 10.0 125 190 170 247 - - - -
0960N-[1_PK,N 96 10.0 130 150 180 247 - - - -
0970N-[1_PK,N 87 120 130 190 180 240 - - - -
0980N-|_PK,N 98 12.0 130 160 180 247
0990N-| |_PK,N 9% 12.0 130 150 180 240 - - - -
1000N-| |_P,K,N 10.2 12.0 130 150 180 247 - - - -




Technical Information for Mach Long Solid DriIIG

Stable deep hole drilling with specially desighed low cutting resistance

Mach Long Solid Drill

@ Over 20D deep hols drlling is poseible without step drilling
® The stable hole driling due to specially designed low cutting resistance
® Special chip pocket has designed for effective chip evacuation

® Optimized design far drill rigidity to prevent tha hending of the drill
when entering operation

® The lubrication & thermal resistancs of coating has been increased
by adapting new TiAIN

(>) Code system

Type Tool Dia. WMLDP Overall length Shank Dia.
Mach Long Drill : MLD 1200-012.00 FLUTE length 100L : 100mm 1501
Pilot Drills Far MLD : MLDP 10— 10mm
MLD
Depth of drilling
10=DX10

(*) Mach Long Drills - Deep hole drilling Mach Long Drills are ideal for.....
» Deep and inclined hole drilling of crank shaft
» Deep hole drilling of cam shaft

» Deep hole drilling of mold and machinery
— Daep hole drilling aspect ratio over 15D

Advantages of MLD

» Shorting cycle time for better productivity

» Tool guide bush is not recuired

» Reduce idle time by prolonged tool life

» Green coolant solutions(MQL) 1o protect ervironment

Application example (Qll hole for crank shaft, 200}

(») MLD productivity : MLD0680-20 (@6.8mm x 140 x 170L x 75)

Tool ve(m/min) | fn{mm/rev) | nimin") | vf{mm/min) Coolant Step operation
Gun Drills {Carbide) 100 0.04 4,683 187 Thraugh coolant ail No required
High Speed Steel Long Drills 15 Q.10 703 70 Quter coolant oil 15mm / gtimes
Mach Long Drills 80 0.14 3747 525 MOL- Air 0.5MPa, Oil 20ce/h No required
@ Cycle time gt Advantages of MLD against conventional drills
120 |

; 'rting_ » Decreasing cycle time up to 1/3 ~ 1/8 times
cycle time

p Increasing productivity by process reduction

8 =
80 = » It is easy to reduce running cost
40 = m,\ - » Improving of effective working condition
= = = = » Drill guide bush is not required
0 — s —
Gun Diil MLD HSS Long Dl
{Carbide} {High speed stesl)

Drills

69



G Technical Information for Mach Long Solid Drill

-

(») Function of MLD & MLDP
Relationship of point angle between MLD & MLDP
MLD

O

Point angle of MLD < Point angle
of foundation hole
— Stable machining

——  l Hole by MLDP

MLD

x Point angle of MLD > Point angle
of foundaticn hole

— Chipping on the drill edge

———— Hole by MLDP

Large point angle of Pliot Drill : Stable condition

To make the optimal of MLD
Chipping on the drill edge
1st
MLD
Foundation hole Ilv y
{MLDP magchining) —
2nd
MLy
\/ v
3rd
MLLY
e v
!

(*) Application example

Part of automobile
= Workpiece SC\V440H, HB255-~330
m Cutting condition  ve(m/min; =70
fn{mm/rey)=0.18
MQL(30cz/hour]
AjlMPa)—0.7

m Designation MLD060C-22A (D6mm, Aspect ratio 18D)

= Machine Horizontal milling machine
s Tool lite 1000 holes
Part of automobile
= Workpiece GC250
m Cutting condition  ve(m/min; =63

fnimm/rev)=0.1

water-soluble cutting fluid(3kg/cm? 2 4 /min}

= Deeignation MLDO40c-26A (D4mm, Aspect ratio 16D)

» Machine Hotary miling machine
= Tool life 440 holes
Drifls

Small point angle of Pliot Drill : Unstable condition

1st. Pliot drilling
s ve{miminy = Normal — + fnfmm/rev) = Normal
2nd. Deep drilling by MLD
Approach the drill imm less than the depth of MLDP drilling.
+ye{mimin) = 15
« fafmmirev) = 0.5

2nd MLD drilling {Machining stage)
« vefmimin) — Norrnal
- fn{mmirev) = Normal

3rd MLD drilling (Piereing stage)
« ve{miminy = Morrmal
- fnimmirey) = Normal feed / 2




ML DP (Mach Pilot Drills with oil hole)

Mach Long Solid DriIIG

Grade PC205F
Toderance{dHl Dia.j B
Twist angle hé
Tolerance 150°
Foint angle 307
I; Thinning X type
6 Coolant Through srstem
(mm)
. = 5(0/@D -5 7(0/@D -7
Designation oD &d { ) { )
L !

MLDP 0300- 30 an 28 70 an 75
0400- 40 40 34 B0 40 86
0500~ 5.0 50 43 30 53 a7
0600D-__ E0 B 43 el B 105
0700-_ .o 7 55 TEE 7a 124
0800-_ 8.0 8.0 z0] 10 80 “30
0900~ 8.0 5.0 72 12E a1 123
1000-— 10.0 100 75 125 95 150

w Order madeitams : MLDPOOO O = =lute lengtt - Total length L = Shank diameate- 3

Ex.1) Machined 4 ameter - ©5.8mm  Flute lengh © 50mm. Total length © - 00mm MLEPOSE0 « 50-100L « 63
# Precautizns needed by toaling as MM_D and MLDP ars one set.
ML D (Mach long Drills)
Grade i
Teleranozidrill Mk h7
Twist angle hi
Tolerznce 140°
Paint angle an
i Thinning ¥ yae
é Coolant Thraugh systarm
[mrr)
: i 20{ 0 /D =20) 25 (9D = 25)
Designation an 2d
L L { L
MLD 0300-_] a0 30 2l 10 75 20
0400-_] 4.0 40 &i 160 00 150
0300-1 g0 L 0] “oo 18C #2h 175
0600- "1 E0 B e 17E =60 200
0700-_] o 7o =40 18C Eia) 225
0800-_] B B0 “ Bl -0 200 2R
0500-" 1 2.0 8.0 - ac 250 = =
1000-" | 10.0 10.0 200 26C . .
W Order madeitams : MLDOO O J-Asoect ratic
Ex.1) Machined Jd ameter © ©5.3mm, Flute lengh © - 20mim. Total length @ 180mim. MLDOS30-22( Aspect rat ¢)
% The last alphabst of the cods refers to whethe- the product b as been upcraded.
() Tolerance code
Drill Dia, (2D}
he h¥ ¥6
Over Under
- 2 C o~ —=0.008 O~ =C010 + D020 ~ + 0.026
3 4 C o —0.008 O~ 0012 + 0.CE8 ~ + 0.036
i} 10 C o —0.009 O~ —C015 +0.034 ~ + 0.043
12 14 0w =001 O~ —C018 + 2040 ~ +0.051
14 15 [l =01 Or —C.O186 + D CAs 4 D 0BE
18 24 Cr—0.013 Qe —C.02° + 2 CEd ~ + 0067




G Mach step Drills Order Form

Code system for mach step drill

— Tool _ Effective _ Flute _ Overall _ Shank
MSDH)S  Dia. X flutelength ~ length ~ length(L) X Dia(S)

Solid type : MSDS @D 2 2: (2L (ed)s
Oil-hole type : MSDHS
/’
I % [ L [ [ (0 Bametr @Rt en, £ — — ]szd‘
\\.\
Chamfeting Step hale Mulli chamfering ; Tt ]
(] Multi chamfering (0 Multi chamfering
{Coolant : Through system [ | External system _|) {Coolant : Through system ]| External system _|)
I Paint _.// : :
angle | gD 1 pmredE Bd
Cor T et i
\\
[ Step hole [0 Chamfering

(Coolant : Through system [| Extemal system [ ) {Coolant - Through sysiem | External systern [}

[ Drilling

{Coolant : Through system | Extemal system [ )

’

.

%
Drifls
72




Technical Information for Vulcan Drill G

High feed and precision machining with our specially designed point edge

Vuilcan Drill

® High feed and precision machining due to specialy designed point edge
® Vulcan drills ensure longer tool life under high speed condition because of

incraased thermal & wear resistance. It also uses a PVD coating with an exclusive
substrate to help maintain reduced frictiona resistance

® Low cutting resistance by the best design of clearance angle is possible to increase feed
® Smoother chip control due to improved chip breakage

® Rmax; 6~25s, Hole tolerance: T8 ~ 10

® Sirong shock resistance ensures long ool Iife tinder tha heavy interruptad machining

(») Code system

205=020.5 100L : 100mm
Tool Dia. FLUTE length

Type Workpiece Overall length Shank Dia.

Vulcan Drills MA  : General steel, Ductile cast iron 200L : 200mm 325 : 032
MBA : Mild steel, Low carbon steel
LA  :General steel, Ductile cast iron
LBA : Mild steel, Low carbon steel

() Application for Vulcan Drill

Workpiece - General stesl, Allcy steel, Mild steel, Dice steel, Stainless stezl, Cast iron,
Ductile cast iron, Non-ferrous metal, etc

() Notice
Unsuitable drilling

« Avoid the inclination or unevenness of entering and piercing section of hole as possible

» Reduce the feed 0.1 ~ 0.16mmJrev when drilling at inclined and unevenness

Clamping of workpiece

- In case of wide flat panel or rotation by horizontal component, please clamp to be preventad bending of central part of workpiece
for high efficiency

(») Recommended cutting condition

: . ~015 ~20 ~@40
Fahin Voriplece HAtdHESS ve(m/min} | fn{mm/frev) |ve(m/min} | fa{mm/frev} | ve(m/min) | fn{mm/rev)

Iilc stesl, General steel Alloy stesl| Under HB250 | 40~80 (63) | 0.15~0.30 (0.20) | 40~80 (85) | 0.20~0.40 (0.30) | 40~80 (70} | 0.20~0.45 {0.35)

General steel, Alloy stesl Under HE320 | 40~80 (60) | 0.10~0.25 (0.20) | 40~90 (60) | 0.15~0.35 (0.25) | 40~890 (65} | 0.20~0.40 (0.30)

E’: Mold stesl HB250 40~70 (80} | 0.10~0.25 (0.20) | 40~70 (50} | 0.15~0.30 (0.25) | 40~70 (30} | 0.20~0.35 (0.30)

Stainless steel HB250 30~50 (43) | 0.10~0.20 (0.15) | 30~50 (45) | 0.15~0.25 (0.20) | 30~50 (45} | 0.20~0.30 (0.25)

Ductile cast iron - 50~100 (70) | 0.20~0.33 {0.30) | 50~100 {70) | 0.20~0.40 (0.35) | 50~100 (70Q) | 0.25~0.30 (0.40)

MBA | Mild stesl, General steel, Alloy stesl | Under HB250 | 40~80 (73) | 0.20~0.40 (0.30) | 40~80 (75) | 0.20~0.40 (0.30) | 40~80 (80} | 0.20~0.45 (0.35)
LBA General steel, Alloy steel Under HB320 | 35~80 (33) | 0.15~0.30 (0.25) | 35~80 (55) | 0.15~0.30 (0.25) | 40~80 (60} | 0.15~0.40 (0.30] E
it

YA G |

73



G Vulcan Drill

= Typa hAA MEA
Vu Ica n D rl I I (VZ D)- MA, M BA Grace FCZ30F

Tolsanceicril Dia )| hy
| hienk L. h?

Faint angle 12 [ 1s0

Turisl angla -0 | =

lype ¥ tvpe
Coalant Through syetarm
_J {mmyj

Designation aD &d 2 & 5] a2
VZD 126~135MA, MBA 12.6~"3.5 1€ 10 g2 48 44
136~145MA, MBA 13.6~"4.5 1= 16 a7 g 15
146~155MA, MBA 146~545 20 125 7a E0 55
156~165MA, MBA 15.6~"8.5 20 130 aid 50 59
166~175MA, MBA 16.6~"7.4 20 135 ao G 63
176~185MA, MBA 17.6~"84 2C 140 0 50 lils]
186~195MA, MBA 18.6~"9.3 28 155 93 56 74
196~205MA, MBA 1Y B8 o Rk 2] LB £
206~215MA, MBA P0B~T A o b 99 5 12
216~225MA, MBA 21.6~22.5 28 160 104 =8 78
226~235MA, MBA 22 6-23.5 2E 150 104 &8 74
236~245MA, MBA 23.6~245 32 170 “1C a0 Fit]
246~255MA, MBA 24.6~25.5 32 170 “1c =] 78
256~265MA, MBA 25.6~20.3 32 175 15 2] a2
266~275MA, MBA 26.6~27.5 3z 175 15 &0 aa
276~285MA, MBA 27.6~28.5 3z 180 120 50 a4
286~295MA, MBA P B9 5 az 14 125 &Il HA
296~305MA, MBA 29 6~30.5 32 185 125 &0l a7
306~315MA, MBA 30.6~3" .5 &2 L 135 70 G5
216~325MA, MBA 31.6-32.5 0 210 140G 70 G4
326~335MA, MBA G2.6~33.5 0 215 146 70 1
336~345MA, MBA 33.6~34.5 20 220 150 70 124
346~355MA, MBA 54.6~35.5 o 225 155 70 107
356~365MA, MBA 36.6~36.5 aC 225 155 70 10
366~375MA, MBA 36.6~37.5 ac 230 160 70 113
376~385MA, MBA G B3R A a b 155 /1 116
356~395MA, MBA 58.6~39.5 L 240 170 70 11a
396~405MA, MBA 39.6~40.5 & 245 178 70 122

# WZD00OMA : For General steel. Ductle sastircn
ME& © For Mild steel. Low carbon steel

# Order madz items : VZDO0OMO = [ te length - Tota length L

Ex 13 MA Type, Machined diameter - G186 8mim, Fluze lzngth - 110mm. Tatal lengtt : 200mm

- WZDEER A w11 2000

Ex.2) MA Typa, Machined diamatar 1 G853 Flute length @ - 1Cmm Total length @ 200mm

- WZOME63MA « 110-200L

Ex.3) Ma Type, Machined diameter : ©18.8, Standard

- WZDEEMA
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Vulcan DriIIG

- Typs L | Lea
Vulcan Drill(VZD) - LA, LBA

Taletanca;dill Cia. hy
hank Dia.] 7

Frirt angle R

Trisl 2ngle 25" | 20

lype X tpe
Codant “hreugh spetem
&
[mrr)

Designation @D 2d L 8 1 {3
VZD 126~135LA, LBA 126~13.5 16 140 L) 43 74
136~145LA, LBA 136~115 16 113 o7 18 78
146~155LA, LBA 145~155 20 153 105 &0 eg
156~165LA, LBA 156~16.5 20 133 15 &0 54
166~175LA, LBA 16.6~17.5 20 170 120 50 s
176~185LA, LBA 17.6~18.5 20 173 125 &0 101
186~195LA, LBA 18.6~10.5 25 130 1G4 ] 109
196~205LA, LBA QAR 3] 144 159 3] 113
206~215LA, LBA HBNE b O 144 159 3] 112
216~225LA, LBA 216~225 25 200 144 &8 118
226~235LA, LBA 20 B~25.5 25 210 161 ] 124
236-~245LA, LBA 236-245 a2 ) 160 80 129
246~255LA, LBA 246-25.5 a2 223 165 80 133
256~265LA, LBA 256265 a2 230 170 a0 137
266~275LA, LBA 26.6~275 32 235 175 g0 141
276~285LA, LBA 27 BZE5 32 240 180 g0 144
286~295LA, LBA SH Bl 3 244 155 Bl 145
296~305LA, LBA 2GBN30E 32 2545 195 A 157
306-~315LA, LBA 306~215 40 273 205 70 166
316-~325LA, LBA 31.6~325 A0 2680 290 70 172
326-~335LA, LBA 226~355 40 2680 215 70 173
336~345LA, LBA 00.6~04.5 40 230 220 70 177
346~355LA, LBA 34.6~EE5 40 295 225 70 1561
356~365LA, LEBA 35.6~36.5 40 320 230 70 153
366-~375LA, LBA 356~27.5 40 305 235 70 188
376~385LA, LBA 37 B3RS 40 35 245 Hl 193
386-~395LA, LBA 38.6~20.5 40 3290 250 70 196
396~405LA, LBA 39.6~40.5 40 325 255 70 203

w WZDOCOLA - For General steel, Duzdle cast iron
LEA © For Mild steel. Low carbon steel

# Order madeitams : WZDOO0OMI » Mute ength - Total length L
Ex.1) LA Typa Machined diameter : ©184mm. Fluta ength  110mm, Tota length © 200mm
- WZDNEE A w 102000
ExZ) LA Typa Machined diamater | G1843, Flute lergth : 110mm, Total length © 200mm
- WZD1E853LA » 110-2000
Ex.Z) LA Type Machined diameter : ©18.6, Standzrd
- WEDTBE_A




G Technical Information for Carbide Drill

Guarantees excellent chip evacuation and surface roughness by specially designed flute
and high rigidity of drill

Carbide Drill

One of the most important aspects of hole-drilling is hole precision and the tool life of the drill.
These carbide drills are produced with a super fine exclusive substrate from Korloy designed to meet stress,
hardness, and resistance to plastic deformation requiremsnts of today's machining

® | ong tool life by improving wear resistance and toughness for small hole drilling(&1mm~ @4mm)

® Increment of productivity by come true high feed because of specially designed cutlting edge to
low cutting resistance (34~ @15)

@ Available to various workpiece as cast iron, non-ferrous matal, etc.
® Guarantess excellsnt chip evacuation and surfacs roughness by spsacially designed flute and high rigidity of drill

(») Code system
( P _Specialtype L
\ " . . : ? .
Type Tool Dia. FLUTE length Overall length Shank Dia.
Solid Spiral Drill 010=1.0 10 10mm 50L ; 80mm 85 . 06.0
(») Recommended cutting condition
Workgincs Strength Revolution ag per drill Dia.(min''} Feed rate (mmirev) per drill dia.{mm) Coolant
@5 | 010 | @15 | @20 ©25 | 930 | 940 ©5~012 015~240
SM10C~SM45C 50 2900 | 1600 | 1100 | 1000 800 | 700 | 60D 0.03-0.06 0.03-0.06 Cutting ail
SM55C 70 2300 | 1530 | 1050 | 92¢ 785 | 840 | 380 0.03-0.06 0.08-0.12 Cutting ail
SMS55C-Pre-hardened steel 100 2200 | 1500 | 1000 | 900 750 | 650 | 350 003 0.08 Cutting ol
Pre-hardened steel 150~180 | 700 | 340 | 250 | 180 160 | 140 | 120 0.02 0.04 Gutting oil
Cr-Ni steel 100 2200 | 1200 | 800 | 652 550 | 460 | 380 0.03 0.06 Cutting ol
Mn-steel 40~110 700 | 340 | 280 | 1SC 170 | 150 | 120 0.04 0.08 Dry
Casting 200~300 | 2000 | 1500 | 800 | 600 430 | 400 | 350 0.03 0.06 Dry
Malleable iron 200 2400 | 1500 | 900 | 850 500 | 420 | 380 003 0.08 Dry
Chiled casting 85Hs 350 | 200 | 150 | 100 80 | 70 | S5 0.01 0.02 Dry
Copper 60~80 6000 | 4000 | 2500 | 2000 1400 | 1000 | 800 0.06 0.12 Dry
Brass 80~120 | 5000 | 3500 | 2000 | 1500 1400 | 1200 | 1000 005 0.10 Dry
Bronze casting 60~120 | 3500 | 2500 | 1800 | 1500 1200 | 1000 | 900 0.04 0.08 Dry
Aluminum 60~120  [16000 | 8500 | 5700 | 4500 3700 | 3100 | 2800 a1 0.2 Dry
Al alloy (5i13%) 40 BOOO | 4500 | 2800 | 2100 1750 | 1030 | 700 0.05 0.15 Dry
Synthetic resin 90-120 | 8000 | 5400 | 2800 | 2100 1750 | 1050 | 200 0.05 0.15 Dry




Carbide DriIIG

ca rbide Dri I I-SSD Tolar;oc:-ijr:ii Din.} hyb

Tekaranca(shank Dia) h7
Paint angle 1g°
Twiot angle 20"

Thinning S type

Coolant Extemal srstem

L
(rmirm)

Designation oD =od £ L Designation a0 =0ad [ L
S5D 010 1.0 10 32 58D 048 45 28 85
011 g 10 32 049 19 38 85
012 12 10 a 050 50 a8 85
013 13 10 a2 051 i 38 85
014 1.4 10 a2 052 52 38 65
015 15 13 35 053 5.3 38 65
016 16 13 ] 054 a4 38 65
017 1.7 13 dh 055 ah 3B =]
018 148 13 dh 056 X4 A 5
019 19 13 35 057 57 40 75
020 20 18 A0 058 ] A0 75
021 21 18 40 059 59 40 75
022 2z 16 40 060 8.0 40 75
023 23 16 40 061 6.° 40 75
024 24 15 40 062 6.2 40 75
025 25 22 45 063 6.3 40 75
026 25 w2 ah 064 .4 40 /b
027 27 22 45 065 A5 40 75
028 28 22 45 066 6.6 46 80
029 28 22 15 067 87 A5 80
030 3.0 o5 50 068 6.8 45 80
031 31 25 50 069 649 45 80
032 32 25 50 070 7.0 45 80
033 33 25 50 071 7 45 80
034 34 25 50 072 72 45 80
035 3b 2h 0 073 £3 45 8
036 38 30 55 074 74 46 80
037 37 aa 55 075 7.5 45 g0
038 38 aa 55 076 7.6 45 80
039 39 aa 55 077 7.7 45 80
040 40 a0 55 078 7.8 45 80
041 41 a4 50 a7 7.9 45 80
042 42 34 50 080 8.0 50 85
043 43 34 50 081 8. 50 85
044 4.4 34 50 082 8.2 50 85
045 45 34 50 033 8.3 50 85
046 48 38 65 084 g4 50 85
047 47 38 65 085 a5 50 85

% Drill diameter : dvai able from D06

# Order madeitams 520000 = MNute lzngth - Tetal length L

Ex. 1y Genatal tyoe, Machited d amatar 1 ©8 amm - =lute lengt : 60mm, Total lengt  80mm --- S50032 » 60 - 80L
bx.2) (Genetal tyoe, Machined d emetsr @ (28 2mm --- 350062




G Carbide Drill

ca rbi de Dri I I -ss D Taler:;t;::d:iﬁ Dic.| h:!

Todarancaishank [a ) "7
Point angle ne
Twiot anglo Elve

Thinning Stype

Coolant External system

-‘F&%- 118 (@D C= e e = s -ﬂd:

L
{mmj
Designation 2D = &d £ L Designation 2D = 2d ! L
S5D 056 3.£ 2] 95 SSD 097 a7 50 100
087 a7 2] 95 098 a8 50 100
088 ae ] 85 099 ag 50 100
089 0.5 ] 95 100 10.C 50 100
050 8.c 50 95 105 105 0 120
091 8.1 0] 85 110 1.0 50 120
092 5.2 50 g5 115 15 55 125
093 W 50 ) 120 1200 ) 125
094 5.4 50 85 125 12E 55 125
095 5.5 ] 85 130 150 85 125
096 8.6 ] 100 150 15.C 70 130

# Dl diamater | Available from D0 &€

# Crder madailems . S50000 = Ful leng b - Tolal langth L
bx. 1} thenetal typs, Machined diameter © D8 2mm, Hute length : S0mm, 1ozl length @ S0mmr --- 380082 « 60 - 0L
Ex. 2 Genetal yps, Machined diameter : 28.2mm - 330052




Burnishing Drill

(*) Recommended cutting condition

Burnishing DriIIG

: Cutting speed Feed rate (mm/rev} per drill dia.(mm)
Workpiece vc(rr?;’mli’n)
92.0~ 3.0 3.5~ 5.0 5.5~ 8.0 98.5~ 12 912.5~ 18
Aluminum alloy, Copper alloy Z0-60 Lok 0.2:2-2.10 00015 006020 0ith-i05
Aluminum alloy for die castings E0-6C L2 0.23-2.10 004015 O0H-0.20 0.
Cast iron{GC) Ductile cast 560 L1004 D206 B.Lb~0.12 D0E=0.20 00,50
iron(GCD) 2050 €.01-0.08 0.02-0.05 0.03-0.08 0.04~0.12 0.05~0.15
Burmshmg Drill - BDS
/\
120" \ﬂl.li N E= = Ed‘ 120 ED: —.':‘ = |—}— ————————— - iad
v/ ' 1
L L
Fig 1 Fig2
(mm)
Designation @D ad ] L Fig.

BDS 0408 40 4.C 35 80 1
0508 50 5¢ 40 85 1

060S 8.0 5C 50 95 1

070S 70 7.C 55 100 1

080S 80 8.C 65 110 1

090S 9.0 9c 70 120 1

1008 10.0 120 89 130 1

1106 1.0 " 30 140 1

120B 12.0 120 55 150 2

1308 130 150 -0 160 2

140B 14.0 150 10 170 2

150B 15.0 150 2 185 2

160B 16.0 150 25 150 2

Step Burmshmg Drill - BDT

For tapping a foundation hole

ﬂ '\
- 1631 @D 7‘
4
L
{rmrm)
Designation aD o 4 0 L Tap
BDT MO5080-01 a2 5.0 35 15 30 MaxPoa
MOG100-01 50 70 47 <118 35 MEXP1.0
M0a4125-01 BH 1011 &l 1674 “05 WAXP1 25
MAG125-01 8.8 120 a5 1720 10 M104P1 25
MA0150-01 a5 12.0 55 17~30 1o WA0XP1E
MA2125-01 10.8 14.0 [z} 18~36 20 M125P1 25
M12150-01 10.5 14.0 2l 19~36 -20 WAZ%P16 V
MA214175-01 10.3 140 ] 1936 20 M125P1.75 p
£

N G

o)



G Top Solid Drill

Top Solid drill

(») Recommended cutting condition

Diameter Cutting condition Ductile cast iron Gray cast iron Soft steel

we{m/min 30{20~35 40(20~60 100(50~150

08010 ( } _( ) { ) : { )
fn{mmirex) 0.30(0.20~0.40) 0.30{0.20~0.40) 0.15(0.10~C.20)

wve(m/min) 50(30~70 0({30~80 130(70~200

@10.1~015 i dial i e
tn{mmirev) D.35(0.30~0.40) 0.35(0.30~0.40) 0.15(0.10~0.20)

ye(miminy B0{50~60 75(50~100 150(100~250

O15.1~025 Sl (A0 (50-100) ( )
fn{mmirev) 0.35({0.30~0.45) 0.40{0.30~0.50) 0.15(0.10~0.20)

Top Solid Drill - TSDM

-
W
(mm)
Designation 2D L ] a M.T No
TSDM 080-085 3.C~85 168 g5 o5 %
086~090 3.6~8.0 172 oo 25 1
091~095 8.1~8.5 175 =] =6 1
096~100 6~10.0 176 g5 =6 1
101~105 101~10.5 182 =} 26 1
106~110 100 B 11,0 156 02 ] 1
111~115 1.1~11 5 166 105 26 1
116~120 11.6-12.0 182 108 a6 1
121-125 121-125 155 12 =6 %
126-~130 12.6~13.0 168 15 26 2
131~135 131~13.5 202 18 =7 2
136~140 13.6~14.0 208 122 =7 2
141~145 14, 1~14.5 227 122 =7 2
146~150 148151 P 125 57 >
151~155 15 1~156.5 228 125 57 2
156~160 15.6~16.0 230 130 =7 2
161~165 168.1~16.5 252 132 &7 2
166~170 16.6~17.0 254 135 =7 2
171~180 17.4~18.0 240 140 =7 2
181~190 10.1~18.0 245 145 =7 2
191~200 19.1~20.00 250 150 a0 2
201~210 20.1~21.0 255 155 a0 2
211~220 21423210 PRI 160 A =
221~230 22.1~23.0 265 165 30 2
231~250 23 1250 285 165 a4 3

# Ordrer fomm - T30M12T0




PCD DriIIG
High accuracy hole machining for aluminum alloy

PCD Drill

® High accuracy hole machining for aluminum alloy
® Drilling tolerance | IT7~8class
# Recommendation with high accuracy and high spindle machine

(*) Code system

PCD Drill Diameter
085 : 06.5

(») Recommended cutting condition

Workpiece ve{m/min} fn{mmiev)
, R 0.05~0.20
Aluminum alloy 30 ~ 250 010 ~0.40

PDD

B
(rrirm)

Designation (%0} ad { L
PDD 0500 50 50 30 a1
0550 55 55 30 aa
0600 50 80 30 ad
0650 55 85 47 25
0700 70 7.0 47 35
0750 75 75 43 100

[ 2.1 0)) 80 a0 43 1o
0aso 85 a5 30 =G
0900 a0 g1 Al Z [
0950 a5 55 55 “1E
1000 10.0 10.0 33 15
1050 105 10.5 50 120
1100 1.0 1.0 50 120
1150 1.5 15 53 125
1200 120 12.0 53 125




G Technical Information for Gun Drill

Stable performance and hole quality with our unique cutting edge and guide pad
Available regrinding

Gun Drill

@ High efficiency in dsep hale machining

® High accuracy (Hole tolerance © IT9, surface finish : Ra0.1~3 0S)

® Stable Quality due to unique cutting edge and guide pad available regrinding

® Used drill can recycle as change part of carbide

® Depending on request, The drills can change geometry of cutting edge and drive specification
® For ordering, please check length of drill

(») Code system

12.05 - 1500 / D30

KORLOY Gun Drill Lib type Drill Dia. Length of Drill Drive No.
S : Single ©12.05 1500mm D30
T: Twtin
Driver

Mirimum length

- of norrdrilling .
15D Depth af drilling 3D Length of driver

Overall length

- Refer to the code system and the above drawing when ordering.
+ Refer to the page €8 for the size of a driver.
- The overall length can be chosen by order.

@ Application of Gun Drill on exclusive machine

— Guide bush

- The guide bush is necessary for cantering before
gun-drilling.

’

- I.l'l By .
/—’l_, Workpiece
Chuck

%
Drifls
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Technical Information for Gun DI'i"G

(») Application of Gun Drill on machining center
€ Machining of a pilot hole

1. A pilothole Is hecessary In machining on a machining
center instead of a guide bush.

#D+0.02 2 e | 2. The diameter of the pilot hole should be €.01~C.02(H7)
0 P— ; larger bigger than one of the Gun Drill diameter and
the depth of drilling should be about 2.5xD.
3. Use Mach DCrill(MSD) for macaining of a pilot hole.
25D
MSD
€ Moving the Gun Drill to the pilot hole €) Start Gun Drilling. @) After gun drilling
N
zA-—-/.
& =
1. The Gun Crill should not drill 1. Rotate the spindle. 1. Return the drill.
befors entering into the pilot hole. 2. Machine with drilling to vertical axis. 2. Stop drilling and supplying coolant.
2. Coolant is necessary for gun 3 Remove the Gun Drill.
drilling.
(*) Features
Single Lip type Twin Lip type
Shape
Drill Dia. @2.0~0330 @60~ 0265
Depth of drilling = 2,000mm = 1,000mm
Tolerance L] Tio
Surface finish Ra 0.1 ~ 3.0pm Ra 1.0 ~ 4.0pm
v ; : ooy - Workpieces with good chip evacuation
Applicaticn For all kinds of workpiece machining + Maghining of t higher feed than single lip type's




G Technical Information for Gun Drill

(>) Recommended cutting condition

. i Feed rate (mm/rev) per drill dia.{mm
Workplece Hardness | Cutting s;_)eed { } p {mmj)
{HB) ve{m/min}
~34 ~6 ~10 ~J14 ~24 925~
~150 100150 0.005-0.015 | 0.010~0.025 | 0.015-0.035 | 0.020~0.050 | 0.080-0.070 | 0.040~-0.080
Carbon steel 150250 80~120 0.005-0.010 | 0.010~0.020 | 0.015-0.030 | 0.020~0.040 | 0.030-0.080 | 0.030-0.06C
Alloy steel 250~350 50~100 0.005~0.010 | 0.005~0.010 | 0.010~0.020 | 0.015~0.030 | 0.020~0.040 | 0.020~0.040
350~ ~30 . 0.005~0.010 | 0.005~0.010 | 0.010~0.020 | 0.020~0.035 | 0.020~-0.035
) ~250 50~80 0.005~0015 | 0.010~0.020 | 0.010~0.020 | 0.010~0.030 | 0.020~0.035 | 0.020~0.040
Stainless steel
250350 40~50 : 0.005~0.015 | 0.010~0.015 | 0.010~0.020 | 0.010~0.020 | 0.010~0.020
~220 80~100 0.010-0.0120 | 0.020~0.040 | 0.030~0.030 | 0.040~0.080 | 0.080~0.120 | 0.100~0.150
Cast iron
220~ 40~80 0.005-0.010 | 0.005~0.015 | 0.010-0.020 | 0.015-0.030 | 0.020-0.050 | 0.025-0.070
Aluminum alloy e 180~250 0.010-0020 | 0.020~0.040 | 0.030~0.060 | 0.040~0.080 | 0.100~0.180 | 0.150.-0.200
Light alloy - 120200 0.005~0.010 | 0.010~0.020 | 0.020~0.025 | 0.020~0.030 | 0.030~0.040 | 0.040~0.06C
(») Technical Required machine power Straightness
information T o- T 006
T £
The factors below % 8 005 o |
e =
determines the @ E g_
straightness of hole. £ 6- ;% 004
. ; E &5 -
» Drill diameter and depth = & i
g 003
of drilling 5 4-
; it g g 0.2
« Cutting condition and s -
kind of application 2- s s
» Kind of warkpiece 1- '
and machine b—TTTTTTTTTTT T TT T T 0 T T 1
_ 3 B 8 1 12 14 6 18 20 250 500 750
= Drill bush Crill diameter Depth of drilling
Quantity of coolant Pressure of coolant
E180 = 16 :
E % MPa = 1.0 Ny
=140 = Pa = 1.0 Bar
£ 120 g 121
g i
& 100 - &
9
m -
80 3
6_ o —
B0
40 5
20
UIIIIIIIIIIIIIIIII UIIIIIIIIIIIIIIII
24 B BI04 B0 MBEHELEME 24 6 8102161820226
Drill diamater Drill diamater

The above graph shows general informatien and it is changeable depending on kind of tool,
workpieces, and cutting conditions etc.

« Pressure and quantity of coolant - High pressure of coclant ensures excellent chip evacuation and cooling the cutting edge.

- Use a filter for removing impurities - The diameter of a filier should be less than 20um. Impurities could make bad flow of
coclant, wear on a tool, and high load on the cooling pump.

v
|
ﬁ « Temperature of coolant - Proper temperature of coolant : 20°C~ 22°C / Do not use coolant at 50°C above




Technical Information for Gun DI'i"G

(») Driver standard
QDxL Carbide Type
Type Shape No. = =
i i @DxL Thread Tipped Solid
N1 10730 ® L ]
Doz 16%45 °
Central '
Clamping 2u D03 19.05769.8 ®
Surface 15
! L e o4 25°70 ®
Dos 25.469.8 *
Frontal (e | 1
Clamping B i ", D06 1650 °
Surface 15’ ]
Do7 12.7738.1 L ] L ]
Central Doa 16770
Clamping S e B
Tapered oog 19.05769.8 ®
L
010 20°70
D11 428 * ®
U1z 6736 ® @
Cylindrical 1 D13 10°40 ° ®
DIN1835A [ D‘
DING535HA o014 16%48 ) ®
o L =
D15 2050 L ]
D16 2556 °
D17 10730 ° ®
Weldon | [ ~ —F . D18 12745 ® ®
DIN1835B
018 16%48 ® ®
5
D20 2050 ® ®
D21 25°56 ®
Weldon |  lEmeo i | .
DING535HB s #aal »
L D23 40°70
D24 10740 ° @
D25 12°35 ® ®
Whistte | [ S>—— 7] D26 16"48 ® ®
Notch } zDI
DIN1835E Dev 20750 L] ®
L
Dae 25'56 ®
D2g 3260 ®
D30 10740 ® ®
Whistle (_\’—47 - D31 12°45 ® ®
Notch | “,
DINES35HE L ] J naz 16743 ® ®
D33 2050 ° ®

* Spesial ypes are avai eble ‘orquaration with stepe and size rfommation.

-
3
o
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G Gun Drill
Gun Drill-KGDS

Single Lip type

Desighation disaripiion

= = C.00 Diarmater
E’Dlgi = = j’—:-‘\\' '''''''''' Dooo Lengh
’ Caa Drivercode no.
(-1 L ‘
1
(mm)
Designation @D L

KGDS Q.00-0000 /DA 2002 49 18
0.00-0000/Daa 230259 18
0.00-0000/DAA 2.00~3.45 19
C.Oo0-0000/ Daa 330385 19
0.00-0000 f Daa 400445 23
0.00-0000 /7 Das 4.30m455 23
0.00-0000/ ban 5.00~5 49 24
0.00-0000/Das 550559 26
COO=0000 f Dan £.00~6.49 27
C.O00-0000 f Do B Al 25
0.00-0000/7Das 7.00~7 A5 29
0.00-0000/DAaa 7.50-7.99 20
C.O0=0000/7 Dan 8.00~E.49 31
C.00-0000 f Do B Al 31
0.00-0000/Das 5.00~8.49 31
0.00-0000/ Das 9.30~9.59 31
C.O0=0000/7 Dan 10,0010, 31
0.00-0000/ baa 10.50~10 93 32
O.O0=-MMMM f Das 11.00~1" 45 35
0.00-0000/Das 11.50~1° 30 35
0.00-0000/Daa 12.00-12.43 38
0.00-0000/ Daa 12.50-12 53 38
O.OC=-MMNMM / Das 13.00~13.95 38
0.00-0000/DAas 14.00~14.99 38
0.00-0000/ Das 15.00-15.99 39
0.00-0000 f Daa 16.00~16.55 29
C.00-0000 f DA 1700 £ a0
0.00-0000/Dan 18.00~15.53 41
0.00-0000/ Das 19.00~19.99 41
Co0-0000/ Daa 20.00-20.80 44
0.00-0000f DAaa 21.00.2153 45
0.00-0000/Dban 22 00~22 59 49
0.00-0000/Das 23.00~23 59 31
G.O0-0000 /f Daa 24 0024 55 a2
0.00-0000f DAaa 25002553 a4
0.00-0000/Dbas 26.00~26 59 34
0.00-0000/ Das 27.00~27.53 54
C.00-0000/ Daa 28.00-28 59 34
C.O00-0000/f Daa 25.00-2053 28
0.00-0000/7DAA B0 S a9
0.00-0000/ Das 31.00~31 59 A1
0.00-0000/Das 12 00~52 59 51

w When ordering plzase nark the overall langt and divar numbar {ar drawing).

(») Available overall length

] ] o Overall length
Designation Drill Dia.
250mm 500mm 1000mm 1500mm 2000mm
200~268 O O
KGDS 200~ 340 O O O
350 ~32.99 O O O O O




Gun DriIIG
Gun Drill-KGDT Twin Lip type

Desgnation ciseription
4 — { F L0 Diarnatar
iZD_I ‘%‘_ffﬁ e — L "\‘ '''''''''' . I_-IU-_U Lehgth
’ tf DaA Driver core no.
a
é \ L
(mm)
Designation aD a
KGDT Q.00-0000/DbAxs £.00-6.4 35
©.00-0000 7 DA 6.50~8 59 35
0.00-0000 fDaa 7.00-7.43 38
0.00-0000 f DA 7 50~7 93 1
0.00-0000/Daa £.00~5.43 38
0.00-0000/Dan £ 50~5.93 38
C.00-0000 f DAA G .00~B.43 a0
0.00-0000 f DA U BinE BY an
Q.00-0000 /Das 10,00~ (.48 a0
C.00-0000 / Das 10.50--0.29 ap
C.00-0000 / Daa 11.00~"1.48 a5
0.00-0000 fDas 11.50~-1.99 a5
C.00-0000 f DAs 12.00~2.49 a5
Q.00-0000 / DAs 12.50~2.39 a3
0.00-0000 / Dan 13.00~3.29 43
C.00-0000 /DA 14 D0~ 4 39 48
C.00-0000 f DA A 15.00~"5.39 aa
0.00-0000 fDaA 16,00~ 5,39 50
O.00-0000/Daa 17.00--7.29 &0
0.00-0000 /DA 15.00~"5.39 0
0.00-0000 /DA 15,00~ 9.39 0
C.00-0000 /DA 20.00~20.39 55
C.00-0000 f Das 21.00-2" 59 a5
C.00-0000 f DAas 22 002259 55
C.0C-0000 fDaa 5 0P 39 Bl
0.00-0000 f DA s 24.00~24.39 £0
C.OC-0000/Dan 25.00-25,39 85
C.O0-0000/Dan 26.00-25.50 5
% When ardaring, please mark the ovarall length and drivar nurrber (ar drawirg).
() Available overall length
Deslgnation Crlll Dla. Rueill lengin
250mm S00mm 1000mm 1500mm 2000mm

KGDT 500 ~ 26 50 O O Q




G Technical Information for Indexable Reamer

Mass production and High performance

Indexable Reamer

® Suitabls for mass production and High parformancs

® Using PCD or coated insert for high speed machining

® Excellent high accuracy and adjustable machining hole

® Using accuracy chucking system({Hydraulic, rotating type arbor)
® Using inner coolant type maching to evacuate chips

® Using suitable holder and insert

® As insert setting , using setting fixture (KIRSD-210)

(») Code system
IR T 12.000 - 16 135 - 16
Type Application Reamer Dia. Shank Dia. length Insert size
Indexable Reamer T ; Throughout hole 12.000 . ©12.0 1818 135.135 15 15.0x3.0
miachining 16:16.0x3.5
B : Blind hole machining 17 :17.0x4.5
22:220x8.5
(») Insert code system

Type Insert size Insert reed type Angle of C/B
Reamer Insert 15:15.0x3.0 A : Fxcellent surface finish, 00 : 07, Cast iron
16 ; 16.043.5 lowe cutting condition 06 : €°, General steel
17 . 17.0x4.5 B : General surlace finish, 12 ; 127, Stainless, Al
22 230=65 high cutting condition

C : Aluminum and copper alloy
D : Blind hole, low feed

(») Application
Throughout hole machining(IRT type) Stutfed hole machining (IRB type)

7

%
Drifls
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Technical Information for Indexable ReamerG

(») How to set an insert

1. Screw the wedge screw 2. Screw the clamp screw. 3. Remove the insert and 4. Put the insert up to the edge
counter clackwise with the (D Top side | rounter elackwise clean the pocket. stopper and clamp the insert.
exclusive wrench. @) Lower side : clockwise (D Top side : clockwise

@ | owsr side * counlerclockwisa

(*) Exclusive fixture

» Dazsignation : KIRSC-210

» Maximum diameater of reamer - G80x210mm

P The fixture is also available for setting special reamer anc mono tool.

P Soecial reamers (oul of maximum setting range) are available guotation.

1. Adjust the gauge to 0", 2. Rotata the reamer for the insert to 3. Set the back laper and adjust the insert height
touch the gauge. with screw the wedge screw.
(D Top side of insert : +0.015 ~ +0 020mm
(2 Bottom side of insert ; +0.005 ~ +0.010mm
(D Rack taper ' 0.010 ~ 0.015mm

(») Back taper

» Ensures low cutting load and excellent surface finish with good chip evacuation.
p Inaccurate back taper could cause unstable machining with wear of insert.
» The size of back taper of insert down side should be less to 0.010~0.015mm than one of insert upper side.




G Technical Information for Indexable Reamer

(») Insert setting with a micrometer

* Lathe with bath centers or Bench center are also evailable.

Notice : The setting with a micrometer is not recommended due to chipping

on the cutting edge.
(*) Recommended cutting condition
. Insert Type o Cutting speed ve{m/min)
Workpiece Feed rate {(mm/rev) per drill dia.{mm)
Rake angle | Leed type Coated Uncoated Cermet
A 0104 60~80 40~60
Datboh steel 8 B 0103 110~160
General steel 30~120 50~80
b} 0.05-02
A 0.1~0.4 4060 2040
Mild sleel 6 B 0.1-0.3 110160
Alloy steel 80120 60~80
D 0.05-0.2
A 0.1-~0.4 20~60 20~40 20~60
ng-ll_1 allloy s':eel 6 5 i
ool stee 4080 4060 40~80
D 0.05~0.2
A 0103 40~60 2040 40~60
Stainless steel 12 B 0.1~0.2
80-80 4)~B0 50~80
D 0.05-0.2
A 0.1~03 80~100 4060
Cast iron 0.6 B 0.1~0.25
80~120 60~80
D 0.05-0.2
2} 01~0.3 160~200
Alloyed aluminum 12 c 0.15~0.3 150~250
b 0.05-0.2 110~200
B 01~02
Alloyed copper 0 20~100
D 0.05-0.2
Non-ferrous alloy 0 i} 0.1~03 10~70
(») Parts
Clamp Wedge Clamp Screw Wedge Screw Clamp Wrench Wedge Wrench
Reamer Size - i L @
o Byl R S i ok "f% ﬁ
10.0~11.9 CV 15 AW2430
DHAC308 H80306 HWH 5L HW15L
12.0~17.9 CV 16 AW2435
18.0~27.9 CV 1T AWa240
DHAQ40¢ HS0408 HW20L HW20L
28.0~31.9 V22 AW3260

Drifls
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Available Insert for Indexable F{eamerG

Indexable Reamer Insert

i . y

{mrm)
Designation Grade. _ Dimensions Heec ype | Fiakeangle
K1{Uncoated) BPK11O(TiAIN} BPK210{TiN) L W S {c®)

RI 15-A06 % 15 a0 1.5 [ g
15-A12 1 15 2.0 15 A 12"
15-B06 £ G 15 3.0 15 B &
15-B12 i 15 30 15 B 12
16-A06 =k 18 35 15 A &
16-Ad2 i 16 35 15 A 12"
16-B06 )] o 16 a5 1.5 G g
16-B12 ) 16 35 1.5 B 12"
17-A06 & 17 45 2.0 A g
17-A12 3 17 45 20 A 12"
17-Bd6 wh oy 17 45 20 B g
17-B12 w3 17 45 20 B 12
22-A06 & 22 85 30 2 5
22-A12 i 22 55 a0 i 12"
22-B06 G 5 2 585 3.0 B 5
22-B12 ] 22 585 3.0 G 12"

w0 oThis is recomriended gracke g oninssel Lype

(») Angle of chip breaker

00 06 12
) ) Y
Application For cast iron machining Far general machining For stainless and aluminum machining
() Insert lead type
Type Shape Working condition Type Shape Working condition
T
1k A - ot m
: or excellen 7 ;
A ' A R | i
low cutting condition !\ ] op ¥ g
i
.’f ™ .. -’}\\..“'\
307 e For general N For blind hole
B : application, D ( ; machining,
' high cutting condition t lowe feed

-
3
o
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G Indexable Reamer

Indexable Reamer - IRT Throughout hole

e H
]
=== 7
o, — — 24
1]
12 13
L
(mm)

Designation 2D 4 1 g2 i3 L 2d Insert
IRT 10.000-16125-15 10 15 30 75 45 125 16 315
11.000-16125-15 1 15 a0 75 45 175 16 215
12.000-16135-16 12 16 30 E5 a5 135 16 2115
13.000-16135-16 13 16 30 85 15 135 16 315
14.000-16135-16 14 16 30 85 45 135 16 318
15.000-16135-16 15 16 30 &5 45 135 16 315
16.000-20155-16 16 16 a0 120 0 155 20 3115
17.000-20155-16 17 16 a0 120 ] 155 20 318
18.000-20155-17 18 17 a0 120 ] 155 20 317
19.000-20155-17 19 17 30 120 50 155 20 317
20.000-25165-17 I 17 A 1o -] 164 25 IRV
21.000-25165-17 21 17 30 10 56 185 25 317
22.000-25165-17 o8 17 30 10 565 185 o5 317
23.000-25165-17 25 17 a0 10 56 185 o5 317
24.000-25165-17 24 17 a0 110 565 145 25 317
25.000-25165-17 25 17 a0 110 56 165 25 317
26.000-25165-17 =6 17 30 "o 56 165 25 317
27.000-25165-17 =7 17 30 "o 55 165 25 3117
28.000-32165-22 28 22 30 10 56 165 32 3l 22
29.000-32165-22 2] 2] 30 10 56 16k 32 3 2
30.000-32165-22 30 22 30 110 56 185 32 322
31.000-32165-22 31 22 30 110 565 185 32 322

B Applisable inserts GB2

Drifls




Indexable Reamer G

Indexable Reamer - IRB Stuffed hole

iz f L]
L |
A
(mrn)
Designation oD ¢ L e 8z L 2 Insert
IRB 10.000-16125-15 10 5 kD] 75 45 25 16 RI15
11.000-16125-15 11 <k an 75 a5 -5 14 RI15
12.000-16135-16 12 5 30 a5 a5 -as 15 RI 16
13.000-16135-16 13 5 30 85 15 35 15 RI 16
14.000-16135-16 14 8 30 85 45 36 15 RI 16
15.000-16135-16 15 4 30 85 45 35 15 nl16
16.000-20155-16 15 G an 100 50 55 20 RI1G
17.000-20155-16 17 ‘5 an 100 50 55 20 Rl 16
18.000-20155-17 18 7 an 100 50 55 20 RI17
19.000-20155-17 13 7 30 100 50 “&§ 20 RI17
20.000-25165-17 0 o 30 i 56 ) “h Rl1s
21.000-25165-17 1 7 30 10 56 65 25 RI17
22.000-25165-17 2 27 30 10 6 65 25 RI17
23.000-25165-17 23 g7 an 10 &6 65 25 RI17
24.000-25165-17 24 SE a0 10 56 65 25 ni7
25.000-25165-17 25 T an 1o 56 65 25 RI17
26.000-25165-17 26 2 an 1o 56 ‘65 25 Rl 17
27.000-25165-17 =7 i an "o 56 ‘65 25 Rl 17
28.000-32165-22 Z8 22 30 1o 56 65 32 Rl 22
29.000-32165-22 w5 22 30 i 56 ) 32 Rl 22
30.000-32165-22 2 22 an 1o 56 65 32 Rl 22
31.000-32165-22 2 22 an 1o 6 65 32 Rl 22

B Applicable inserts G82




G Chucking / Machine Reamer

Chucking / Machine Reamer

(*) Recommended cutting condition

Diameter
Workpiece Hardness {HB) Cutting condition
~39 210~25 ©26~60
¥&{myminy 812 8~12 a~12
~100Kg/mm’
mimmirev) 0.15~0.25 0.20~0 40 0.30~0 50
Steel
¥&{myminy 510 5~10 5~10
100~140kg/mm’
n{mmirev) 0.10~0.20 0.15~0.25 0.20~0.40
¥e{my/miny g~12 g~12 8~15
HE ~220
n{mmirev) 0.15~0.30 0.30~0.50 0.40~0,80
Castiron
sg{my/min) 5~10 5~10 a~12
HB 220~
n{mmirev) 0.10~0.20 0.20~0.35 0.30~0.50
ve{miming 812 10~15 10~15
Brass HB 50~120
n{mmirev) 0.10-0.15 0.15-0.25 0.25~0.40
ve(miming 812 10~15 10~15
Bronze HE 80~100
fn{mmirev) 0.10~0.15 0.15-0.25 0.25~0.40
ve(miming 1525 15~25 20~30
Alloyed aluminum HE 90~120
fn{mmirev) 0.15-0.25 0.25~0.40 0.40~0,70
Ve{miming 1530 20~35 30~40
Synthetic resins
fn{mmirev) 0.15-0.25 0.25~0.40 0.40~0.50

Drifls




Chucking / Machine F{eamerG

Chucking Reamer - SCRS

- l[ BdI l?.'DI : } ﬂ BdI
4 h 1 4
L L
Fig.* Flg.2
(mrm)
Designation Mo. of flute o0 &d i i} L Fig.
SCRS 0505 4 50 B0 22 40 oo 1
0608 4 6.0 6.0 22 40 1'5 1
0708 4 7.0 a0 22 40 125 1
0808 4 &0 80 2 40 135 1
0908 4 9.0 10.0 2 45 140 1
100B 4 100 100 5 50 145 2
110B 4 "o 120 5 50 150 2
120B 4 12.0 120 25 a0 160 z
130B 4 13.0 16.0 25 a0 165 z
140B 5 14.0 16.0 25 a0 170 z
150B 5 15.0 160 s} 50 1a0 2
160B 5 16.0 16.0 s} 50 180 2
180B g 160 200 30 55 210 2
200B 3 200 200 43 a0 230 2

Chucking Reamer - SCRH

.,
an e ] B
e '
i i 4 4
L L
Fig. | Fig.?
{mm)
Designation No. of flute an ad i t L Fig.
SCRS 0505 4 50 B0 22 40 100 1
0608 4 5.0 B0 29 4n 1"5 1
0708 4 7.0 20 29 4n 125 1
0808 4 2.0 280 29 4n 135 1
0908 4 90 10.0 2 45 140 1
100B 4 100 10.0 o5 50 145 2
110B 4 "o 120 o5 50 160 2
120B 4 120 120 o5 50 160 2
130B 1 130 16.0 25 50 166 2
140B 5 14.0 16.0 25 50 170 z
150B 5 15.0 16.0 az 50 130 z
160B 5 16.0 16.0 az 50 150 z
180B 5 180 200 az 55 210 z
200B a8 200 200 42 a0 230 2




G Chucking / Machine Reamer

Chucking Reamer - TCRS

M.T No.
!}IJL = o |
R |
]
L
{mm)
Designation No. of flute 2D & L M.T Mo,
TCRS 070 4 7.0 20 150 1
080 4 2.0 20 150 1
080 4 9.0 &0 160 1
100 4 100 “h 160 1
110 4 1o 25 170 1
120 4 12.0 z5 170 1
130 4 1340 = 160 1
140 5 14.0 =5 190 1
150 5 15.0 20 200 2
160 5 16.0 4 200 2
180 3 1810 20 220 2
200 5 20.0 A0 230 2
250 3 25.0 40 260 3
280 ! 28.0 40 270 ]
300 g a0.a £0 200 3
-
Machine Reamer - TMRS
M.1 No.
s
N R
& [l J
i
L
(mm)
Designation No. of fluke aD i/ 84 L M.T No.
TMRS 070 4 7! 60 ] 160 1

080 4 a.0 o 70 160 1
090 4 8.0 70 70 160 1
100 4 100 75 75 170 1
110 4 1. 75 75 170 1
120 A 120 a0 A0 1a0 1
130 4 150 #h 401 RlElA] 1
140 6 140 80 45 210 1
150 5 150 50 45 215 2
160 [+ a0 100 50 220 2
180 £ 165 1 1 50 ) 2
200 6 200 120 50 240 2
250 g 250 130 50 270 3
280 a 260 140 50 20 3
300 a 300 160 50 2480 3




PCD ReamerG

PCD Reamer

(») Code system

Type Tooth Diameter
PCD Reamer 2 2flute 070:G7.0

@ Recommended cutting condition (For high speed and high precision machining)

Workpiece ve{m/min} fn{mm/rev}

Aluminum alloy 30 ~ 250 0.05~0.20

PCD Reamer - PDR

i
20 - @d
e |
' |
L
{mim)

Designation MNo. of flute oD ad 2 L
PDR 2050 2 5.0 80 ao 55
2060 2 6.0 60 £l 75
2070 2 7.0 80 £l 75
2080 2 8.0 80 40 75
2090 ? 90 1010 an a5
2100 2 10.0 1C.0 £l ES
2120 2 12.0 12.0 &0 95
2140 2 14.0 18.0 &0 a5
2150 2 15.0 16.0 &0 100
4160 4 15.0 16.0 50 100
4180 4 13.0 ZC.4 B0 110
4200 4 20.0 2.4 B0 110




G Cermet Reamer

Cermet Reamer &

® Carmat raamer realizes high psrfarmancs in high hardness stesl machining.
{lower perfermance in casting machining)

@ High machinability and wear resistance extend the tool life.
® Over 30% higher productivity, surface roughness, tool life than carbids reamer

(») Code system

KORLOY Cermet Reamer Diameter Flute length Overall length
100 070 130L

(*) Recommended cutting condition (>) Application example

Workpiece Hardness | fz(mmft) | ve(m/min) R " Cting condition

Carbon steel Under 30HRC | 0.1~0.4 50~80 v Wakplene e
+ Hardness : 23~30HRC

High carbon atoel, 30~40HRC 0.1~0.4 80~120  fn(mmirev) : 0.4

Alloy steel 40~50HRC 0.1-0.4 50-80 +ve{mimin) 20

Alloy steel More then 50HRC |  0.05~0.2 30~60

Cermet Reamer - KCR

m Standard type
i
od
¥
| 3
(mm}
Designation Flute 2D 2d 4 L
KCR 060~079-25-70L 2 BO-7 G & 25 il
0A0~099-035-90L 2 BO~GGC 1C 35 an
100~119-050-100L 4 10.0~11.9 12 0 100
120~159-060-110L 4 120135 1z 0 110
160~199-060-110L 4 16.0~19.5 1€ £0 110
200~259-060-110L 4 20.0~255 aC 80 110
260~300-070-130L 4 26,030 o 70 130
= The length of fluta and avehang langth of reamear ara availatia for quotaion.
“he maximum cyverhang lengthis 150mT.
® Special type c %
\ et AL
LY : — -
GDI L ed
m
L4 -
i2
- g L
Designation Flute @D cxd [ 7] L o’
ﬁ KCR OOO~OO0-000L 2nd 8.0~253 12~30 718 Z~15 70 10~ B0

%
Drifls
98



Broach reamerG

Broach Reamer &

® Optimal for thru hole machining with high pracision with long tocl life
® High helix angle (45 degree) improves machinability.

® Superior surface roughness and high precision

@ Strong cutling edge and excellent chip evacuation

® Dia. (3.0~ @25.0

Broach Reamer - HBRE

jod
(mm)
Designation Flute @D @d 01 Q2 L Type
HBRE 030 3 an a0 20 4n 70 Solid
040 3 40 40 25 40 70 Solid
060 4 5.0 6.0 30 50 80 Solid
080 4 B0 80 30 60 100 Solid
100 4 100 10.0 a0 80 100 Solid
120 4 120 120 40 70 120 Top Solid
160 5 160 16.0 43 80 130 Top Solid
200 5 2040 200 %] an 150 Top Sulid
250 5 250 250 2] a0 150 Top Solid
Drills

29
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