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ST200 SkEEMIIIFETIRS
ST200 External Coolant Endmills Optimized for Titanium Alloys

ST260 k& &MWL MK TI R
ST260 Internal Coolant Endmills Optimized for Titanium Alloys

ST300 A& B/H AR MILIHTI R
ST300 High Performance Internal Coolant Endmills Optimized for Titanium Alloys

SP210 B MmN T8t 7] RFUANTE
Extension to SP210 High Efficiency Endmills for Steels & Cast Iron

D938 LiE NN TRRTESH R 5
D938 Drills for Steel Applications

MKA110714Kk + UD/UPTJ]1 K &%l - = 7145 5kHI 1R
MKA110+ UD/UP - High Feed Milling Tool (3 Edges)

MKB11371{k + SDMT7] |k %51 - M7 Rt 8tHI 1B
MKB113+ SDMT - High Feed Milling Tool (4 Edges)

MEA190714Fk + APM(G)TT1 |k &5%h 7 - BRABHHEITIR
Extension to MEA190 + APM(G)T - General Shoulder Milling Tool

YPZJFIPCD#RET]
YP Series PCD Tipped Profiling Inserts
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ST200 $A&E M T BETIZR5I

ST200 Endmills Optimized for Titanium Alloys

ﬁlﬁ\

Features

o EATMERESMHNEMEENT
Suitable for high performance machining of aerospace titanium alloys.

o RABHRENE. TARKEREHTIOLERR, AREKIIEERES

Ultra-fine cemented carbide substrate, special R coating and advanced edge processing, prolong tool life.

o AEEEE, AESRRIT, XIERADRELE, SHENTHRERE
Variable helix angle and differential flute pitch, reduces and eliminates vibration, and improves surface quality.

o BAEATFTRIRNMIERMSE. BEMIT
Design for large depth & small width in side milling and cavity milling.
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For Titanium Alloy hé 36°/39°

ST200-S4 —
47)F 3 = -t

4Flute, Standard Length

o
Ordgr-iir?giode = e L g
ST200-S4-08016 8 16 60 8
ST200-S4-10020 10 20 70 10
ST200-S4-12024 12 24 75 12
ST200-S4-16032 16 32 9 16
ST200-S4-20040 20 40 100 20
D ANE Tol
D<16 Sos
D>16 Boa

B firunit (mm)

TI4## Workpiece Material

P M B

4 5 6 123 4
AEW aEW PHES &M/ D REREN W TA TC B
Alloy Steel Alloy Steel PH & Feritel Martensite Stainless Steel Stainless Steel (atBEE) («tBfpHEES) (BHEEE)
(<35HRC) (35-48 HRC) (<35HRC) o Phase Alloy « & B Phase Alloy B Phase Alloy
O @) O @) (@) © ©

© £1&#A Most Suitable O &E#& Suitable
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HKeE

For Titanium Alloy

ST200-R4
47) B 3

4 Flute, Corner Radius

N
Ordgr-iir?giode D r le L g
ST200-R4-10010 10 1 25 70 10
ST200-R4-12010 12 1 30 75 12
ST200-R4-16010 16 1 36 90 16
ST200-R4-16020 16 2 36 90 16
ST200-R4-20010 20 1 45 100 20
ST200-R4-20020 20 2 45 100 20
ST200-R4-20030 20 3 45 100 20
ST200-R4-25030 25 3 50 110 25
NE Tol
D<16 S0
D>16 o4
B {iTunit (mm)
T {4#4# Workpiece Material
P M S
4 5 6 128 4
A& A& PHS%E K/ DEETHN TN TA TC B
Alloy Steel Alloy Steel PH & Ferrte/ Martensite Stanless Steel Stainless Steel (otBEE) («tBFIBHEESE) (pHEAE)
(<35HRC) (35-48 HRC) ( <35HRC) a Phase Alloy a & B Phase Alloy B Phase Alloy
O ©) @) @) ©) ©) ©

© Bi&A Most Suitable

-004 -
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For Titanium Alloy

==l I

ST200-RN4
a7} E sk

4 Flute, Corner Radius, with Reduced Neck

N~
or dgﬁ%’fm o D r Lc L1 d2 L d
ST200-RN4-10010 10 1 20 35 9 75 10
ST200-RN4-12010 12 1 24 45 11 90 12
ST200-RN4-16010 16 1 32 50 15 100 16
ST200-RN4-16020 16 2 32 50 15 100 16
ST200-RN4-16030 16 3 32 50 15 100 16
ST200-RN4-20010 20 1 40 60 19 110 20
ST200-RN4-20020 20 2 40 60 19 110 20
ST200-RN4-20030 20 3 40 60 19 110 20
ST200-RN4-25030 25 3 50 70 24 130 25
NE Tol
D<16 Bos
D>16 o4
B fzunit (mm)
T ##4# Workpiece Material
P M S
4 5 6 123 4
A& A& PHESE G/ DRETEN TN TA TC B
Alloy Steel Alloy Steel PH & Ferre/ Martensite Stanless Steel Stainless Steel (otBE®) (otBFIpHEES) (piEAE)
(<35HRC) (35-48 HRC) ( <85HRC) a Phase Alloy a & B Phase Alloy B Phase Alloy
@) ©) @) ©) ©) © @)

O £&i&#A Most Suitable

O iE#& Suitable
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HKeE

For Titanium Alloy

ST200-RN5

57)<E fa 3k

5 Flute, Corner Radius, with Reduced Neck

d2

L1

T8RS
Ordering code © le i £ L g
ST200-RN5-16010 16 1 32 50 15 100 16
ST200-RN5-16020 16 2 32 50 15 100 16
ST200-RN5-20010 20 1 40 60 19 110 20
ST200-RN5-20020 20 2 40 60 19 110 20
ST200-RN5-20030 20 3 40 60 19 110 20
ST200-RN5-25030 25 3 50 70 24 130 25
NE Tol
D<16 e
D>16 9
-0.04
B fzunit (mm)
T{4#+#} Workpiece Material
4 5 6 123 4
AEW HEW PHE% &M/ EEARER TN TA TC B
Alloy Steel Alloy Steel PH & Ferite/ Martensite Stainless Steel Stainless Steel (ctHEE) (ctHfPpHEESE) (pHEEE)
(<85HRC) (35-48 HRC) ( <35HRC) aPhase Alloy o & B Phase Alloy B Phase Alloy
O O O O © @ (@)

O £i&E#A Most Suitable

-006 -
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HFEVHIS &

Recommended Cutting Data

TH# @ AR N
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
ap a. %“':1‘ Orﬁf}tm ﬁjiaji mm 10 12 16 20 25
P4 <1.5xD <0.2xD 70 95 120 fz 0.07 0.08 0.08 0.1 0.12
n P5 <1.5xD <0.2xD 70 95 120 fz 0.07 0.08 0.08 0.1 0.12
P6 <1.5xD <0.2xD 70 90 120 fz 0.07 0.08 0.08 0.1 0.1
M1 <1.5xD <0.1xD 65 80 110 fz 0.07 0.08 0.08 0.1 0.1
M M2 <1.5xD <0.1xD 65 80 110 fz 0.07 0.08 0.08 0.1 0.1
M3 <1.5xD <0.1xD 60 75 100 fz 0.07 0.08 0.08 0.1 0.1
TA <1.5xD <0.1xD 60 75 100 fz 0.06 0.07 0.08 0.1 0.1
TC <1.5xD <0.1xD 60 70 100 fz 0.06 0.07 0.08 0.1 0.1
B <1.5xD <0.1xD 40 45 60 fz 0.06 0.07 0.08 0.1 0.1
TR @ AL nE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
a E;-’_jh':]‘ oﬁrﬁm i*x mm 10 12 16 20 25
P4 <0.8xD 70 90 120 fz 0.07 0.08 0.08 0.1 0.1
E P5 <0.8xD 70 90 120 fz 0.06 0.08 0.08 0.1 0.1
P6 <0.8xD 70 85 120 fz 0.06 0.08 0.08 0.09 0.09
M1 <0.5xD 60 80 110 fz 0.06 0.08 0.08 0.09 0.09
M M2 <0.5xD 60 80 110 fz 0.06 0.08 0.08 0.09 0.09
M3 <0.5xD 50 75 100 fz 0.06 0.08 0.08 0.09 0.09
TA <0.3xD 50 75 100 fz 0.06 0.07 0.08 0.09 0.09
TC <0.3xD 50 70 100 fz 0.06 0.07 0.08 0.09 0.09
B <0.25xD 30 45 60 fz 0.06 0.07 0.07 0.09 0.09

1IBERXINESRIMERIR, RICRAEAGHI TR,

Make sure workpiece and machine are suitable, use high quality collet chucks.

2IERBITEIRE ., GERIMEEERAE S HEERMGAEE,

Please adjust the speed, feed and cutting depth according to actual cutting conditions.

B EREBINABRKAEEIFEUTRAHITH, MRIDEEBKTIK, MIMS=EHRE, W, HELRERE, HEREMTRE,
The milling conditions are for an endmill where the tool overhang length is less than 3D. When the tool overhang length is longer, please adjust the speed, feed

and cutting depth.

-007 -
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ST260 $X&&£MAMI LIRS

ST260 Endmills Optimized for Titanium Alloys

e

Features
o ERTMEHASHHHNSESERSINT

Suitable for high performance machining of aerospace titanium alloys.

o FEEEE, FESRELT, KIBRAMRIERE, VHIEMRE
Variable helix angle and differential flute pitch, reduces and eliminates vibration, cutting more stably.

o RRAMFFHYRINQTLIZT, REARLANBR, HBEEING

Special Y type internal cooling holes design, excellent cooling effect, smooth chip evacuation.

o 5ST200%7I#HtE, RFEXRMIIEIEEMYIEIRE, NEEGEK
Comparing with ST200, allows higher cutting speed & cutting depth and longer tool life.

-008 -



fﬁ?teﬁum Alloy @ % @ E;

ST260-RN4 ——
AT KHE % JF—— -

4 Flute, Corner Radius, with Reduced Neck L

d2

T —
or d:{%‘zo o D r Lc L1 d2 L d
ST260-RN4-16010 16 1 32 50 15 100 16
ST260-RN4-16020 16 2 32 50 15 100 16
ST260-RN4-16030 16 3 32 50 15 100 16
ST260-RN4-20010 20 1 40 60 19 115 20
ST260-RN4-20020 20 2 40 60 19 115 20
ST260-RN4-20030 20 3 40 60 19 115 20
ST260-RN4-25030 25 3 50 65 24 130 25
A% Tol
D=16 o3
D>16 Bos

B {Funit (mm)

T4##} Workpiece Material

4 5 6 123 4
A& CERL PHESEHK/DREREN TN TA TC B
Alloy Steel Alloy Steel PH & Ferite/ Martensite Stainless Steel Stainless Steel (actHEE) (ctBfNpHEEE) (pHEEE)
(<35HRC) (35-48 HRC) ( <35HRC) o Phase Alloy a & B Phase Alloy B Phase Alloy
O @) O O @) O O
O Ei&#A Most Suitable O i&& Suitable

-009 -
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HFEHIS &

Recommended Cutting Data

TH#H @ IHE R pifz3
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
a a. %I':]‘ osﬁﬁm ijizi mm 16 20 25
P4 <1.5xD <0.3xD 80 100 140 fz 0.08 0.1 0.1
E P5 <1.5xD <0.3xD 80 100 140 fz 0.08 0.1 0.1
P6 <1.5xD <0.3xD 80 95 140 fz 0.08 0.095 0.095
M1 <1.5xD <0.2xD 70 85 120 fz 0.08 0.095 0.095
M M2 <1.5xD <0.2xD 70 85 120 fz 0.08 0.095 0.095
M3 <1.5xD <0.2xD 60 85 120 fz 0.08 0.095 0.095
TA <1.5xD <0.2xD 60 85 120 fz 0.08 0.095 0.095
TC <1.5xD <0.2xD 60 80 120 fz 0.08 0.095 0.095
B <1.5xD <0.2xD 40 50 60 fz 0.08 0.095 0.095
T @ PIHIE Tz
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
av %ﬁ]‘ O;?rﬁm ﬁfx mm 16 20 25
P4 <1.0xD 75 90 130 fz 0.08 0.1 0.1
n P5 <1.0xD 75 90 130 fz 0.08 0.1 0.1
P6 <1.0xD 75 85 130 fz 0.08 0.09 0.09
M1 <0.8xD 65 80 120 fz 0.08 0.09 0.09
M M2 <0.8xD 65 80 120 fz 0.08 0.09 0.09
M3 <0.6xD 55 75 110 fz 0.08 0.09 0.09
TA <0.4xD 55 75 110 fz 0.08 0.09 0.09
TC <0.4xD 55 70 110 fz 0.08 0.09 0.09
B <0.3xD 40 50 60 fz 0.07 0.09 0.09

1VIBERARESRIERINR, IR AR N5EHI T
Make sure workpiece and machine are suitable, use high quality collet chucks.

2ERBIIEIRE ., & ERIMEEERAE Y FHBER RNt A EE
Please adjust the speed, feed and cutting depth according to actual cutting conditions.

3. ERERINABKAERIMBEUTRMAGITH, MRTNVABKIK, WIMS~EiRs, LM, FELHEERE, #eEENRE

The milling conditions are for an endmill where the tool overhang length is less than 3D. When the tool overhang length is longer, please adjust the speed, feed
and cutting depth.
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ST300 A& €S AL MILETI RS

ST300 High Performance Endmills Optimized for Titanium Alloys

e

Features

EATREREEHRNERNT
Suitable for high efficiency machining of aerospace titanium alloys.

RABHAREE. TARRERLHTOMERR, FAFFEK

Ultra—fine cemented carbide substrate, special R coating and advanced edge processing technology, superior wear resistance, longer tool life.

AEEHE=E, BIELgt, ARRENR, REBES
Unequal flute spacing and eccentric relief design, super vibration reduction performance.

MmEFUBIES WS FLIRTT, BALHE MR, MRLANR, SREREES

Specially internal cooling holes and U type flute design, excellent cooling effect and chip evacuation performance, high material removal rate.

A RAYIEAIRNSRMIER, Faltdiiid—agitmT
Apply for high efficiency machining at large depth &large width, allows roughing and finishing with one tool.
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HKesE

For Titanium Alloy

ST300-RN4
a7} E sk

4 Flute, Corner Radius, with Reduced Neck

d2

L1

TS
Ordering code 2 le e e L g
ST300-RN4-12030 12 3 24 45 11 90 16
ST300-RN4-16030 16 3 32 50 15 100 16
ST300-RN4-20010 20 1 40 55 19 115 20
ST300-RN4-20020 20 2 40 55 19 115 20
ST300-RN4-20030 20 3 40 55 19 115 20
A% Tol
0
D=16 -0.03
D>16 Soa
B {zunit (mm)
T14#t# Workpiece Material
4 5 6 123 4
kA A& PHS#E K/ EETHN TEEW TA TC B
Alloy Steel Alloy Steel PH & Ferrite/ Martensite Stainless Steel Stainless Steel (ctBEE) («fBFIpHEESE) (pHEEE)
(<35HRC) (35-48 HRC) ( <35HRC) a Phase Alloy « & B Phase Alloy B Phase Alloy
@) ©) O @) @) O o

O £i&E#A Most Suitable

-012 -
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For Titanium Alloy

ST300-RN5
57){< = f 3%

5 Flute, Corner Radius, with Reduced Neck

d2

L1

o
Ordgiir?giode 2 le = g L g
ST300-RN5-16010 16 1 32 50 15 100 16
ST300-RN5-16020 16 2 32 50 15 100 16
ST300-RN5-16030 16 3 32 50 15 100 16
ST300-RN5-20010 20 1 40 55 19 115 20
ST300-RN5-20020 20 2 40 55 19 115 20
ST300-RN5-20030 20 3 40 55 19 115 20
ST300-RN5-25030 25 3 50 65 24 130 25
RE Tol
D=16 o3
D>16 o4
B {zunit (mm)
T4#t# Workpiece Material
P M S
4 5 6 123 4
aEW aEW PHS#E B/ DEGRHN AW TA TC B
Alloy Steel Alloy Steel PH & Ferrte/ Martensite Stainless Steel Stainless Steel (cfBEE) (ctEfApHEEE) (pHEEE)
(<35HRC) (35-48 HRC) ( <35HRC) o Phase Alloy « & B Phase Alloy B Phase Alloy
O @) O O (@) (© ©

O £i&#A Most Suitable

O iE#A Suitable
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HFEHIS &

Recommended Cutting Data

THHR @ﬁ DL 7%
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
a a 33: L‘ Oﬁﬁjm ﬁa*x mm 12 16 20 25
P4 <1.5xD <0.3xD 70 85 100 fz 0.075 0.08 0.1 0.1
n P5 <1.5xD <0.3xD 70 85 100 fz 0.075 0.08 0.1 0.1
P6 <1.5xD <0.3xD 60 80 100 fz 0.075 0.08 0.095 0.095
M1 <1.5xD <0.2xD 55] 70 90 fz 0.07 0.08 0.095 0.095
M M2 <1.5xD <0.2xD 55 70 90 fz 0.07 0.08 0.095 0.095
M3 <1.5xD <0.2xD 50 65 80 fz 0.07 0.08 0.095 0.095
TA <1.5xD <0.2xD 50 65 80 fz 0.07 0.08 0.095 0.095
TC <1.5xD <0.2xD 50 60 80 fz 0.065 0.08 0.09 0.09
B <1.5xD <0.2xD 35 45 60 fz 0.065 0.07 0.09 0.09
Tkt @ YIHIE R niE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
a 33::1\ Oé?ﬁm ﬁ:‘x mm 12 16 20 25
P4 <1.0xD 80 100 120 fz 0.075 0.09 0.1 0.1
n P5 <1.0xD 80 100 120 fz 0.075 0.09 0.1 0.1
P6 <1.0xD 70 95 120 fz 0.075 0.08 0.095 0.095
M1 <1.0xD 65 85 110 fz 0.07 0.08 0.095 0.095
M M2 <1.0xD 65 85 110 fz 0.07 0.08 0.095 0.095
M3 <1.0xD 65 80 100 fz 0.07 0.08 0.095 0.095
TA <1.0xD 60 80 100 fz 0.07 0.08 0.095 0.095
TC <1.0xD 60 80 100 fz 0.065 0.08 0.09 0.09
B <0.8xD 40 55 70 fz 0.065 0.07 0.09 0.09

1LIBERAARNESRIERIVUER, BIUER AR IHHI T
Make sure workpiece and machine are suitable, use high quality collet chucks.

2 ERIEIHIERE . R &R SERANE YRRt R EE
Please adjust the speed, feed and cutting depth according to actual cutting conditions.

3 EREFRINABKAEREIBEUTZAHITH, MRETDEBKITK, MIMS~EHRS, W, HELAERE, #HEREMIRE
The milling conditions are for an endmill where the tool overhang length is less than 3D. When the tool overhang length is longer, please adjust the speed, feed

and cutting depth.
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SP210 FLi@MESMM I BN RFIFFE

Extension to SP210 High Efficiency Endmills for Steels & Cast Iron

)/

e

Features

o ERALEN. FROREBMI. FHBMIT
High speed precision of steels, cast iron, suitable for semi-finish machining.

o MERVIRNLT, BERSILIREN. RIET SRS

Special edge design, reduces vibration.

o HHRMKTIALE, LYRIFABMIE
Special geometry of end cutting edge, good surface quality.

o SEEHIEKLRE

Ball nose profile high accuracy.

o WHEEAKEIHMELA
Recommended to use air or oil mist cooling.
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;e W ==l SN

SP210-B2 e

27) 5k 3k R
A S a——

2 Flute, Ballnose

Ordgiﬁ;ode 2 R le L g FigE: No.
SP210-B2-01002 1 05 2 50 4 1
SP210-B2-02004 2 1 4 50 4 1
SP210-B2-03006 3 15 6 50 4 1
SP210-B2-04008 4 2 8 50 4 2
SP210-B2-06012 6 3 12 50 6 2
SP210-B2-08014 8 4 14 50 8 2
SP210-B2-10018 10 5 18 75 10 2
SP210-B2-12022 12 6 22 75 12 2

R AZETol
R<3 +0.005
R=3 +0.010

B {unit (mm)

T {4#t#} Workpiece Material

1234 5 6 123 12 3
BN, BEW CER PHE S/ B REREN TN B, IRBHHK BEEHES%
Carbon Steels Alloy Steels Alloy Steels PH and Ferrte/Martensitic Stainless Steel Stainless Steel Cast Iron, Ductile Cast Iron High Alloy Cast Iron
(<35HRC) (35-48 HRC) (<35HRC) (<32HRC) (<35-45HRC)
(@) @) © O (©) ©)
O #=IiE#A Most Suitable O iE#A Suitable
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For Steels & Cast Iron

SP210-BH2
27} Bk Sk

2 Flute Ballnose, with Long Shank Length

Ord;-{iirziode 2 R e L g Figﬁz No.
SP210-BH2-64008 4 2 8 75 6 1
SP210-BH2-04008 4 2 8 75 4 2
SP210-BH2-06012 6 3 12 75 6 2
SP210-BH2-08014 8 4 14 75 8 2
SP210-BH2-10018 10 5 18 100 10 2
SP210-BH2-12022 12 6 22 100 12 2

R NETol
R<3 +0.005
R=3 +0.010

B {zunit (mm)

T4#t# Workpiece Material

M

1234 5 6 123 12 3
iR, &N AW PHE%EM/DRERER TN IRHSR. REHHK BEEHESR
Carbon Steels Alloy Steels Alloy Steels PH and Ferrite/Martensitic Stainless Steel Stainless Steel Cast Iron, Ductile Cast Iron High Alloy Cast Iron
(<35HRC) (35-48 HRC) ( <35HRC) (<32HRC) (<35-45HRC)
©) ©) (@) O ©) ©

O £i&#A Most Suitable O &4 Suitable
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HFEHISH

Recommended Cutting Data

TR @ Ml nE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
ap fe H?j"':]‘ o;ﬁﬁm ESIZ; mm 1 2 3 4 6 8 10 12
P1 0.04xD | 0.04xD | 200 220 250 Fz 0.02 0.04 0.06 0.08 0.12 0.16 0.2 0.24
P2 0.04xD | 0.04xD | 200 220 250 Fz 0.02 0.04 0.06 0.08 0.12 0.16 0.2 0.24
n P3 0.03xD | 0.03xD 170 200 230 Fz 0.018 0.035 0.055 0.075 0.11 0.145 0.18 0.217
P4 0.03xD | 0.03xD 170 200 230 Fz 0.018 0.035 0.055 0.075 0.11 0.145 0.18 0.217
P5 0.02xD | 0.02xD 150 180 210 Fz 0.017 0.035 0.052 0.07 0.105 0.14 0.174 0.209
P6 0.02xD | 0.02xD 150 180 210 Fz 0.017 0.033 0.05 0.065 0.01 0.133 0.166 0.2
M1 0.04xD | 0.04xD 200 220 250 Fz 0.018 0.035 0.055 0.075 0.11 0.145 0.18 0.217
M M2 0.04xD | 0.04xD 200 220 250 Fz 0.018 0.035 0.055 0.075 0.11 0.145 0.18 0.217
M3 0.03xD | 0.03xD 170 200 230 Fz 0.017 0.035 0.052 0.07 0.105 0.14 0.174 0.209
K1 0.04xD | 0.04xD 200 220 250 Fz 0.02 0.04 0.06 0.08 0.12 0.16 0.2 0.24
m K2 0.04xD | 0.04xD 200 220 250 Fz 0.018 0.035 0.055 0.075 0.11 0.145 0.18 0.217
K3 0.04xD | 0.04xD 200 220 250 Fz 0.017 0.035 0.052 0.07 0.105 0.14 0.174 0.209

1LBERARMERSHIR, ERCRAREIR. R4 ISR NHE TR
Make sure workpiece and machine are suitable, use high quality collet chucks.

2B IRIER N TAr R, IR RIS A IS S R R R A 4R
Please adjust the workpiece materials and cutting depth according to actual cutting conditions.

3. ERERIABKIERIBUTEAGITHN, MRVEBKEK, MIMS~ERS, ki, BEHFERE, HREFNIRE

The milling cindition are for an endmill where the tool overhang length is less than 3D. When the tool overhang length is longer, please adjust the speed, feed and
cutting depth.
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D938 Li@sNin TRk fEsh 3 5

D938 Drills for Steel Applications

A K
\

»

=

e

Features
o EMAFPEW ( <48HRC) . KEHHKHIsHEIMT
Suitable for drilling of Steel ( <48HRC ) , Cast Iron.

o IETIOAEREA, BUTIORE, REMEEEEN

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

o FEIAITIN-nanot B, TIEMEEMRR

New AITiN-nano coating, superior wear resistance, longer tool life.

o EZREEIT), REVIHITIRE

Straight cutting edge, improves tool strength.
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EiEHm AITiN
For Steel caatia | Nano

D938-A3N
3DIMS IRERRTEEE E——

3D External Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ord;ri%ff:ode (2w e L ahe) Scre\?v% ﬁi; Dim
D938-A3N-0200 2.00 20 55 4
D938-A3N-0210 2.10 20 55 4
D938-A3N-0220 2.20 20 55 4
D938-A3N-0230 2.30 20 55 4
D938-A3N-0240 2.40 20 55 4
D938-A3N-0250 2.50 20 55 4
D938-A3N-0260 2.60 20 55 4
D938-A3N-0270 2.70 20 55 4
D938-A3N-0280 2.80 20 55 4
D938-A3N-0290 2.90 20 55 4
D938-A3N-0300 3.00 20 62 6
D938-A3N-0310 3.10 20 62 6
D938-A3N-0320 3.20 20 62 6
D938-A3N-0330 3.30 20 62 6 M4
D938-A3N-0340 3.40 20 62 6
% /conti —
4f/continued on next page nomirﬁg?%e%ange D) ane)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B {funit (mm)

T {## Workpiece Material

1234 5 67 123 12 3 12 3 4
~ ~ PHE % & /D Kk IR$ESk. BREHHK =a HEBEAS. BERAS HERAE EPN
Wfésﬁfﬂ (35T4%E1NRC) R ( <48HRC ) S (<32HRC) ol gﬁfﬁ) (Si<12%) (Si>12%) ( j;goﬁs )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (248HRC) Iron(<32HRC) Iron(35-45HRC) | =41~ S 1o ( Si>12% ) ( <200HB)
@] O O O O
O HRiEE Most Suitable O i&& Suitable

-021 -



PIEI JIE ™=/ | Cutting Tools

Eimm S aring 2 0
For Steel nano

D938-A3N
3DIMS IRERRTEEE E——

3D External Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ord;rig:fg%ode 2 le L e Scre\?\?‘ﬁ)}eiﬂ Dim
D938-A3N-0350 3.50 20 62 6
D938-A3N-0360 3.60 20 62 6
D938-A3N-0370 3.70 20 62 6
D938-A3N-0380 3.80 24 66 6
D938-A3N-0390 3.90 24 66 6
D938-A3N-0400 4.00 24 66 6
D938-A3N-0410 4.10 24 66 6
D938-A3N-0420 4.20 24 66 6 M5
D938-A3N-0430 4.30 24 66 6
D938-A3N-0440 4.40 24 66 6
D938-A3N-0450 4.50 24 66 6
D938-A3N-0460 4.60 24 66 6
D938-A3N-0470 4.70 24 66 6
D938-A3N-0480 4.80 28 66 6
D938-A3N-0490 4.90 28 66 6
2 i T
£%/continued on next page nomir}]grgfge%ange D) ane)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B fffunit (mm)

T {4## Workpiece Material

1234 5 67 123 12 3 12 3 4
~ ~ PHE# & /D Kk RSBk, BREHHK =a BiERaE, HERAS HERAE -
BiR, Sl A REEW ( <48HRC) (<32HRC) A (Si<12%) (Si=>12%) e
(<835HRC) (35-48HRC) M i TER (35-45HRC) - o ( <200HB )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (<48HRC) Iron(<32HRC) Iron(35-45HRC) | =1t S 1o ( Si>12% ) ( <200HB)
O O O O O
&I1E& Most Suitable O i&E#& Suitable

-022 -



¥ AR
EiEHm (s AITiN
For Steel caatia | Nano

D938-A3N
3DIMS IRERRTEEE

3D External Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ord;ri%ff:ode (2w e L ahe) Scre\?v% ﬁi; Dim
D938-A3N-0500 5.00 28 66 6 M6
D938-A3N-0510 5.10 28 66 6
D938-A3N-0520 5.20 28 66 6
D938-A3N-0530 5.30 28 66 6
D938-A3N-0540 5.40 28 66 6
D938-A3N-0550 5.50 28 66 6
D938-A3N-0560 5.60 28 66 6
D938-A3N-0570 5.70 28 66 6
D938-A3N-0580 5.80 28 66 6
D938-A3N-0590 5.90 28 66 6
D938-A3N-0600 6.00 28 66 6
D938-A3N-0610 6.10 34 79 8
D938-A3N-0620 6.20 34 79 8
D938-A3N-0630 6.30 34 79 8
D938-A3N-0640 6.40 34 79 8

% /conti —
4f/continued on next page nomirﬁg?%e%ange D) ane)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B {funit (mm)

T {## Workpiece Material

1234 5 67 123 12 3 12 3 4
~ ~ PHE % & /D Kk IR$ESk. BREHHK =a HEBEAS. BERAS HERAE EPN
Wfésﬁfﬂ (35T4%E1NRC) R ( <48HRC ) S (<32HRC) ol gﬁfﬁ) (Si<12%) (Si>12%) ( j;goﬁs )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (248HRC) Iron(<32HRC) Iron(35-45HRC) | =41~ S 1o ( Si>12% ) ( <200HB)
@] O O O O
O HRiEE Most Suitable O i&& Suitable

-023 -



PIEI JIE ™=/ | Cutting Tools

Eimm S aring 2 0
For Steel nano

D938-A3N
3DIMS IRERRTEEE

3D External Coolant Twist Drills

Le

Tmax -#EFR AR Recommended Maximum Depth

Ord;rig:fg%ode 2 le L e Scre\?\?‘ﬁ)}eiﬂ Dim

D938-A3N-0650 6.50 34 79 8

D938-A3N-0660 6.60 34 79 8

D938-A3N-0670 6.70 34 79 8

D938-A3N-0680 6.80 34 79 8 M8

D938-A3N-0690 6.90 34 79 8

D938-A3N-0700 7.00 34 79 8 M8 x 1

D938-A3N-0710 7.10 41 79 8

D938-A3N-0720 7.20 41 79 8

D938-A3N-0730 7.30 41 79 8

D938-A3N-0740 7.40 41 79 8

D938-A3N-0750 7.50 41 79 8

D938-A3N-0760 7.60 41 79 8

D938-A3N-0770 7.70 41 79 8

D938-A3N-0780 7.80 41 79 8

D938-A3N-0790 7.90 41 79 8

2 i T
£%/continued on next page nomir}]grgfge%ange D) ane)

=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B fffunit (mm)

T {4## Workpiece Material

1234 5 67 123 12 3 12 3 4
~ ~ PHE# & /D Kk RSBk, BREHHK =a BiERaE, HERAS HERAE -
BiR, Sl A REEW ( <48HRC) (<32HRC) A (Si<12%) (Si=>12%) e
(<835HRC) (35-48HRC) M i TER (35-45HRC) - o ( <200HB )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (<48HRC) Iron(<32HRC) Iron(35-45HRC) | =1t S 1o ( Si>12% ) ( <200HB)
O O O O O
&I1E& Most Suitable O i&E#& Suitable

-024 -



3 1 A )
ftatﬁiﬁ AITIN
For Steel caatia | Nano

D938-A3N
3DIMS IRERRTEEE

3D External Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

iT5S BB R~F
Ordering code 2y e L EE), Screw Thread Dim
D938-A3N-0800 8.00 41 79 8
D938-A3N-0810 8.10 47 89 10
D938-A3N-0820 8.20 47 89 10
D938-A3N-0830 8.30 47 89 10
D938-A3N-0840 8.40 47 89 10
D938-A3N-0850 8.50 47 89 10 M10
D938-A3N-0860 8.60 47 89 10
D938-A3N-0870 8.70 47 89 10
D938-A3N-0880 8.80 47 89 10
D938-A3N-0890 8.90 47 89 10
D938-A3N-0900 9.00 47 89 10 M10x 1
D938-A3N-0910 9.10 47 89 10
D938-A3N-0920 9.20 47 89 10
D938-A3N-0925 9.25 47 89 10
D938-A3N-0930 9.30 47 89 10
D938-A3N-0940 9.40 47 89 10
#E/continued on next page o
nomirjgl_gfzuelﬁrange D(m?) d(h6)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
B {Zunit (mm)

T {## Workpiece Material

1234 5 67 128 12 3 12 3 4
iR K Eaa HEAS EERES
B, 2em e PHE % & /D Kk IR$ESk. BREHHK BaoEY i&d‘én_& %Lfﬁnﬁ ﬁll_%ucl mase
T4 ( <48HRC) (<832HRC) (Si<12%) (Si>12%)

(<35HRC) (35-48HRC) PH,Ferritic,Martensitic TEHN Grey Cast Iron (35-45HRC) Wrought Aluminium Cast Aluminium { <200HB )
Carbon Steel,Alloy| Alloy Steel,Tool 'Stainle'ss Stel Stainless Steel Nodular Cast, High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (<48HRC) Iron(<32HRC) Iron(35-45HRC) Aloys ( Si<12%) (Si=>12%) ( <200HB)

O @] O O O

I1E& Most Suitable O i&E#& Suitable

-025 -



PIEI JIE ™=/ | Cutting Tools

Eimm S aring 2 0
For Steel [¢]

D938-A3N
IDSME R RIS, PSS =

3D External Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

iT85S AT R~F
Ordering code 2y e L EE), Screw Thread Dim
D938-A3N-0950 9.50 47 89 10
D938-A3N-0960 9.60 47 89 10
D938-A3N-0970 9.70 47 89 10
D938-A3N-0980 9.80 47 89 10
D938-A3N-0990 9.90 47 89 10
D938-A3N-1000 10.00 47 89 10
D938-A3N-1010 10.10 55 102 12
D938-A3N-1020 10.20 55 102 12
D938-A3N-1030 10.30 55 102 12 M12
D938-A3N-1040 10.40 55 102 12
D938-A3N-1050 10.50 55 102 12 M12x1.5
D938-A3N-1060 10.60 55 102 12
D938-A3N-1070 10.70 55 102 12
D938-A3N-1080 10.80 55 102 12
D938-A3N-1090 10.90 55 102 12
D938-A3N-1100 11.00 55 102 12
£E/continued on next page o
nomirjgl_gfzuelﬁrange D(m?) d(h6)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
B {unit (mm)

T {4## Workpiece Material

1234 5 67 123 12 3 12 3 4
~ ~ PHE# & /D Kk RSBk, BREHHK N BiERaE, HERAS HIERES -
BiR, Sl A REEW ( <48HRC) (<32HRC) A (Si<12%) (Si=>12%) e
(<835HRC) (35-48HRC) M ! TER (35-45HRC) - o ( <200HB )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (<48HRC) Iron(<32HRC) Iron(35-45HRC) | =1t S 1o ( Si>12% ) ( <200HB)
O @) O O O
&I1E& Most Suitable O i&E#& Suitable

-026 -



3 1 A )
ftatﬁiﬁ AITIN
For Steel caatia | Nano

D938-A3N
3DIMS IRERRTEEE E——

3D External Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

TS BB R~F
Ordering code 2y e L EE), Screw Thread Dim
D938-A3N-1110 11.10 55 102 12
D938-A3N-1120 11.20 55 102 12
D938-A3N-1130 11.30 55 102 12
D938-A3N-1140 11.40 55 102 12
D938-A3N-1150 11.50 55 102 12
D938-A3N-1160 11.60 55 102 12
D938-A3N-1170 11.70 55 102 12
D938-A3N-1180 11.80 55 102 12
D938-A3N-1190 11.90 55 102 12
D938-A3N-1200 12.00 55 102 12 M14
D938-A3N-1250 12.50 60 107 14 M14x1.5
D938-A3N-1280 12.80 60 107 14
D938-A3N-1300 13.00 60 107 14
D938-A3N-1350 13.50 60 107 14
D938-A3N-1380 13.80 60 107 14
D938-A3N-1400 14.00 60 107 14 M16
#E/continued on next page e
nomirjgl_jéfzuelﬁrange D(m?7) d(h6)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
B {unit (mm)

T {## Workpiece Material

1234 5 67 128 12 3 12 3 4
iR K Eaa HEAS EERES
B, 2em e PHE % & /D Kk IR$ESk. BREHHK BaoEY i&d‘én_& %Lfﬁnﬁ iﬁ{_%p .:l% mase
T4 ( <48HRC) (<832HRC) (Si<12%) (Si>12%)

(<35HRC) (35-48HRC) PH,Ferritic,Martensitic TEHN Grey Cast Iron (35-45HRC) Wrought Aluminium Cast Aluminium { <200HB )
Carbon Steel,Alloy| Alloy Steel,Tool 'Stainle'ss Stel Stainless Steel Nodular Cast, High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (<48HRC) Iron(<32HRC) Iron(35-45HRC) Aloys ( Si<12%) (Si=>12%) ( <200HB)

O @] O O O

I1E& Most Suitable O i&E#& Suitable

-027 -



PIEI JIE ™=/ | Cutting Tools

Eimm S aring 2 0
For Steel [¢]

D938-A3N
3DIMS IRERRTEEE E——

3D External Coolant Twist Drills

Le

Tmax -#EFR AR Recommended Maximum Depth

Ord?r—ii:fgiode 2y e L EE), Scre\f/% f’i):zj Dim
D938-A3N-1450 14.50 65 115 16 M16x 1.5
D938-A3N-1480 14.80 65 115 16
D938-A3N-1500 15.00 65 115 16
D938-A3N-1550 15.50 65 115 16
D938-A3N-1580 15.80 65 115 16
D938-A3N-1600 16.00 65 115 16
D938-A3N-1650 16.50 73 123 18
D938-A3N-1680 16.80 73 123 18
D938-A3N-1700 17.00 73 123 18
D938-A3N-1750 17.50 73 123 18
D938-A3N-1780 17.80 73 123 18
D938-A3N-1800 18.00 73 123 18
D938-A3N-1850 18.50 79 131 20
D938-A3N-1880 18.80 79 131 20
D938-A3N-1900 19.00 79 131 20
D938-A3N-1950 19.50 79 131 20
D938-A3N-1980 19.80 79 131 20
D938-A3N-2000 20.00 79 131 20

nomirjgﬁs?;ieﬁrange D(m7) d(h6)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
B {Zunit (mm)

T {4## Workpiece Material

1234 5 67 123 12 3 12 3 4
~ ~ PHE# & /D Kk RSBk, BREHHK N BiERaE, HERAS HIERES -
BiR, Sl A REEW ( <48HRC) (<32HRC) A (Si<12%) (Si=>12%) e
(<835HRC) (35-48HRC) M ! TER (35-45HRC) - o ( <200HB )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (<48HRC) Iron(<32HRC) Iron(35-45HRC) | =1t S 1o ( Si>12% ) ( <200HB)
O @) O O O
&I1E& Most Suitable O i&E#& Suitable

-028 -



3 1 A )
ftatﬁiﬁ AITIN
For Steel caatia | Nano

D938-A3C
3D B ERTEES s

3D Internal Coolant Twist Drills

‘ Tmax=Lc-1.5x D

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ordlrii:fg%ode 2y e L EE), Scre\f/% '%E):zj Dim
D938-A3C-0300 3.00 20 62 6
D938-A3C-0310 3.10 20 62 6
D938-A3C-0320 3.20 20 62 6
D938-A3C-0330 3.30 20 62 6 M4
D938-A3C-0340 3.40 20 62 6
D938-A3C-0350 3.50 20 62 6
D938-A3C-0360 3.60 20 62 6
D938-A3C-0370 3.70 20 62 6
D938-A3C-0380 3.80 24 66 6
D938-A3C-0390 3.90 24 66 6
D938-A3C-0400 4.00 24 66 6
D938-A3C-0410 4.10 24 66 6
D938-A3C-0420 4.20 24 66 6 M5
D938-A3C-0430 4.30 24 66 6
D938-A3C-0440 4.40 24 66 6
: )
£/continued on next page nomir},_‘largzﬁﬁange — p—
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B {funit (mm)

T {## Workpiece Material

1234 5 67 128 12 3 12 3 4
iR K Eaa HEAS EERES
B, 2em e PHE % & /D Kk IR$ESk. BREHHK BaoEY i&d‘én_& %Lfﬁnﬁ iﬁ{_%p .:l% mase
T4 ( <48HRC) (<832HRC) (Si<12%) (Si>12%)

(<35HRC) (35-48HRC) PH,Ferritic,Martensitic TEHN Grey Cast Iron (35-45HRC) Wrought Aluminium Cast Aluminium { <200HB )
Carbon Steel,Alloy| Alloy Steel,Tool 'Stainle'ss Stel Stainless Steel Nodular Cast, High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (<48HRC) Iron(<32HRC) Iron(35-45HRC) Aloys ( Si<12%) (Si=>12%) ( <200HB)

O @] O O O

I1E& Most Suitable O i&E#& Suitable

- 029 -



PIEI JIE ™=/ | Cutting Tools

i
For Steel

D938-A3C
DML RERRTEEE ——

3D Internal Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ord;riﬁiode Y, le L e Scre\;ﬂ\?ﬁz;{i Dim
D938-A3C-0450 4.50 24 66 6
D938-A3C-0460 4.60 24 66 6
D938-A3C-0470 4.70 24 66 6
D938-A3C-0480 4.80 28 66 6
D938-A3C-0490 4.90 28 66 6
D938-A3C-0500 5.00 28 66 6 M6
D938-A3C-0510 5.10 28 66 6
D938-A3C-0520 5.20 28 66 6
D938-A3C-0530 5.30 28 66 6
D938-A3C-0540 5.40 28 66 6
D938-A3C-0550 5.50 28 66 6
D938-A3C-0560 5.60 28 66 6
D938-A3C-0570 5.70 28 66 6
D938-A3C-0580 5.80 28 66 6
D938-A3C-0590 5.90 28 66 6
4f/continued on next page =
) " nomir}l_‘.argf%elill'ange D(m7) d(hé)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B fffunit (mm)

T {4## Workpiece Material

P M 3 N

1234 5 67 123 12 3 12 3 4
~ ~ PHE# & /D Kk RSBk, BREHHK =a BiERaE, HERAS HERAE -
BiR, Sl A REEW ( <48HRC) (<32HRC) A (Si<12%) (Si=>12%) e
(<835HRC) (35-48HRC) M ! TER (35-45HRC) - o ( <200HB )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (<48HRC) Iron(<32HRC) Iron(35-45HRC) | =1t S 1o ( Si>12% ) ( <200HB)
O @) O O O
&I1E& Most Suitable O i&E#& Suitable

-030 -



5 3 )
B (0
For Steel caatia | Nano

D938-A3C
DML RERRTEES

3D Internal Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

TS L
Ordering code 2y e L EE), Screw Thread Dim
D938-A3C-0600 6.00 28 66 6
D938-A3C-0610 6.10 34 79 8
D938-A3C-0620 6.20 34 79 8
D938-A3C-0630 6.30 34 79 8
D938-A3C-0640 6.40 34 79 8
D938-A3C-0650 6.50 34 79 8
D938-A3C-0660 6.60 34 79 8
D938-A3C-0670 6.70 34 79 8
D938-A3C-0680 6.80 34 79 8 M8
D938-A3C-0690 6.90 34 79 8
D938-A3C-0700 7.00 34 79 8 M8 x 1
D938-A3C-0710 7.10 41 79 8
D938-A3C-0720 7.20 41 79 8
D938-A3C-0730 7.30 41 79 8
D938-A3C-0740 7.40 41 79 8
ZE/continued on next page v
R>EHE
nominal size range D(m7) d(hé)
>2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
B {funit (mm)
T {## Workpiece Material
1234 5 67 123 12 3 12 3 4
~ ~ PHE % & /D Kk IR$ESk. BREHHK =a HEBEAS. BERAS HEREE Y
w(iﬂésﬁ'%fﬂ (ssfﬁjﬂﬂm REEW ( <48HRC) @ (<32HRC) (?53%@%) (Si<12%) (Si>12%) ( jﬂzgoﬁs )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool ) Stainless Steel High-alloy Cast . Copper Alloys
Stainless Stell Nodular Cast Alloys,Cast Aluminium Alloys
Steel(<35HRC) | Steel(35-48HRC) (248HRC) Iron(<32HRC) Iron(35-45HRC) | =41~ S 1o (Si>12% ) ( <200HB)
O @] O O O

FiEA Most Suitable

) i& & Suitable

-031-



PIEI JIE ™=/ | Cutting Tools

i
For Steel

D938-A3C
DML RERRTEEE

3D Internal Coolant Twist Drills

‘ Tmax=Lc-1.5% D

Lc

Tmax -#EFR AR Recommended Maximum Depth

TS HRSTRF
Ordering code Y, le L e Screw Thread Dim
D938-A3C-0750 7.50 41 79 8
D938-A3C-0760 7.60 41 79 8
D938-A3C-0770 7.70 41 79 8
D938-A3C-0780 7.80 41 79 8
D938-A3C-0790 7.90 41 79 8
D938-A3C-0800 8.00 41 79 8
D938-A3C-0810 8.10 47 89 10
D938-A3C-0820 8.20 47 89 10
D938-A3C-0830 8.30 47 89 10
D938-A3C-0840 8.40 47 89 10
D938-A3C-0850 8.50 47 89 10 M10
D938-A3C-0860 8.60 47 89 10
D938-A3C-0870 8.70 47 89 10
D938-A3C-0880 8.80 47 89 10
D938-A3C-0890 8.90 47 89 10
ZE/continued on next page v
RT3
nominal_];?%elill'ange D(m7) d(hé)
>2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
B fffunit (mm)
T {4## Workpiece Material
1234 5 67 123 12 3 12 3 4
~ ~ PHE# & /D Kk RSBk, BREHHK =a REHEAS. BERAS HEREE Y
BiR, Sl A REEW ( <48HRC) (<32HRC) A (Si<12%) (Si=>12%) e
(<35HRC) (35-48HRC) M ! TEER (35-45HRC) - o ( <200HB)
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool ) Stainless Steel High-alloy Cast . Copper Alloys
Steel(<35HRC) | Steel(35-48HRC Stainless Stell Nodular Cast | 35_45HRC Alloys,Cast Aluminium Alloys ( <200HB )
teel(<35HRC) | Steel(35~ )| (<4shRO) lron(<32HRC) | ONB5-45HRC) | T iove stz ) (Si=>12%) <
O @) O O O

FiEA Most Suitable

-032 -

O i&E&Suitable



3 1 A )
ftatﬁiﬁ AITIN
For Steel caatia | Nano

D938-A3C
DML RERRTEES

3D Internal Coolant Twist Drills

‘ Tmax=Lc-1.5x D

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ordlrii:fg%ode 2y e L EE), Scre\f/% '%E):zj Dim
D938-A3C-0900 9.00 47 89 10 M10x 1
D938-A3C-0910 9.10 47 89 10
D938-A3C-0920 9.20 47 89 10
D938-A3C-0930 9.30 47 89 10
D938-A3C-0940 9.40 47 89 10
D938-A3C-0950 9.50 47 89 10
D938-A3C-0960 9.60 47 89 10
D938-A3C-0970 9.70 47 89 10
D938-A3C-0980 9.80 47 89 10
D938-A3C-0990 9.90 47 89 10
D938-A3C-1000 10.00 47 89 10
D938-A3C-1010 10.10 55 102 12
D938-A3C-1020 10.20 55 102 12
D938-A3C-1030 10.30 55 102 12 M12
D938-A3C-1040 10.40 55 102 12

4 i v
ZE/continued on next page nomir},_‘.argfgﬁange D) ane)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B {funit (mm)

T {## Workpiece Material

1234 5 67 128 12 3 12 3 4
iR K Eaa HEAS EERES
B, 2em e PHE % & /D Kk IR$ESk. BREHHK BaoEY i&d‘én_& %Lfﬁnﬁ iﬁ{_%p .:l% mase
T4 ( <48HRC) (<832HRC) (Si<12%) (Si>12%)

(<35HRC) (35-48HRC) PH,Ferritic,Martensitic TEHN Grey Cast Iron (35-45HRC) Wrought Aluminium Cast Aluminium { <200HB )
Carbon Steel,Alloy| Alloy Steel,Tool 'Stainle'ss Stel Stainless Steel Nodular Cast, High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (<48HRC) Iron(<32HRC) Iron(35-45HRC) Aloys ( Si<12%) (Si=>12%) ( <200HB)

O @] O O O

I1E& Most Suitable O i&E#& Suitable

-033 -



PIEI JIE ™=/ | Cutting Tools

i
For Steel

D938-A3C
DML RERRTEEE

3D Internal Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ord;riﬁiode Y, le L e Scre\;ﬂ\?ﬁz;{i Dim
D938-A3C-1050 10.50 55 102 12 M12x1.5
D938-A3C-1060 10.60 55 102 12
D938-A3C-1070 10.70 55 102 12
D938-A3C-1080 10.80 55 102 12
D938-A3C-1090 10.90 55 102 12
D938-A3C-1100 11.00 55 102 12
D938-A3C-1110 11.10 55 102 12
D938-A3C-1120 11.20 55 102 12
D938-A3C-1130 11.30 55 102 12
D938-A3C-1140 11.40 55 102 12
D938-A3C-1150 11.50 55 102 12
D938-A3C-1160 11.60 55 102 12
D938-A3C-1170 11.70 55 102 12
D938-A3C-1180 11.80 55 102 12
D938-A3C-1190 11.90 55 102 12

£/continued on next page nomir}]_‘,arggﬁange D) ane)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B fffunit (mm)

T {4## Workpiece Material

1234 5 67 1238 12 3 12 3 4
A A PHE# & /D Kk RSBk, BREHHK = BiERaE, HERAS HERAE -
BiR, Sl A REEW ( <48HRC) (<32HRC) A (Si<12%) (Si=>12%) e
(<35HRC) (35-48HRC) - ; TEEW (35-45HRC) . oo ( <200HB)
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Csa{:;n S;%T_I"ngy S?(l,lgly 38;6523%% Stainless Stell Stainless Steel Nodular Cast I';'(;ﬁh:;Sa "Zé'_ﬁ:ét Alloys,Cast Aluminium Alloys C(oppzeorol'k_:lé)y;s
(< ) (35~ )| (<4shRO) Iron(<32HRC) (35~ )| Aloys ( si<12%) (Si=>12%) =
O @) O O O

&I1E& Most Suitable O i&E#& Suitable

-034-



3 1 A )
ftatﬁiﬁ AITIN
For Steel caatia | Nano

D938-A3C
DML RERRTEES

3D Internal Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ordlrii:fg%ode 2y e L EE), Scre\f/% '%E):zj Dim
D938-A3C-1200 12.00 55 102 12 M14
D938-A3C-1250 12.50 60 107 14 M14x1.5
D938-A3C-1280 12.80 60 107 14
D938-A3C-1300 13.00 60 107 14
D938-A3C-1350 13.50 60 107 14
D938-A3C-1380 13.80 60 107 14
D938-A3C-1400 14.00 60 107 14 M16
D938-A3C-1450 14.50 65 115 16 M16x 1.5
D938-A3C-1480 14.80 65 115 16
D938-A3C-1500 15.00 65 115 16
D938-A3C-1550 15.50 65 115 16
D938-A3C-1580 15.80 65 115 16
D938-A3C-1600 16.00 65 115 16
D938-A3C-1650 16.50 73 123 18
D938-A3C-1680 16.80 73 123 18

4 i v
ZE/continued on next page nomir},_‘.argfgﬁange D) ane)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B {funit (mm)

T {## Workpiece Material

1234 5 67 128 12 3 12 3 4
iR K Eaa HEAS EERES
B, 2em e PHE % & /D Kk IR$ESk. BREHHK BaoEY i&d‘én_& %Lfﬁnﬁ iﬁ{_%p .:l% mase
T4 ( <48HRC) (<832HRC) (Si<12%) (Si>12%)

(<35HRC) (35-48HRC) PH,Ferritic,Martensitic TEHN Grey Cast Iron (35-45HRC) Wrought Aluminium Cast Aluminium { <200HB )
Carbon Steel,Alloy| Alloy Steel,Tool 'Stainle'ss Stel Stainless Steel Nodular Cast, High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (<48HRC) Iron(<32HRC) Iron(35-45HRC) Aloys ( Si<12%) (Si=>12%) ( <200HB)

O @] O O O

I1E& Most Suitable O i&E#& Suitable

-035-



PIEI JIE ™=/ | Cutting Tools

HimN
For Steel

D938-A3C

DML RERRTEEE

3D Internal Coolant Twist Drills

Le

‘ Tmax=Lc-1.5x D

Tmax -#EFR AR Recommended Maximum Depth

TS HRSTRF
Ordering code 2 le L e Screw Thread Dim
D938-A3C-1700 17.00 73 123 18
D938-A3C-1750 17.50 73 123 18
D938-A3C-1780 17.80 73 123 18
D938-A3C-1800 18.00 73 123 18
D938-A3C-1850 18.50 79 131 20
D938-A3C-1880 18.80 79 131 20
D938-A3C-1900 19.00 79 131 20
D938-A3C-1950 19.50 79 131 20
D938-A3C-1980 19.80 79 131 20
D938-A3C-2000 20.00 79 131 20
R~EH
nomingl size range D(m7) d(hé)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
B {unit (mm)
T {4## Workpiece Material
1234 5 67 123 12 3 12 3 4
~ ~ PHE# & /D Kk RSBk, BREHHK = A BiERaE, HERAS HERAE Y
wiﬁlés:%@ﬂ 35“4%:1‘0 REEW ( <48HRC) P (<32HRC) %“ﬁfﬁ% (Si<12%) (Si>12%) ( ﬁzgoﬁs )
(< ) (35~ ) PH, Ferritic,Martensitic ; Grey Cast Iron, ( - ) Wrought Aluminium | Cast Aluminium =
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (248HRC) Iron(<32HRC) Iron(35-45HRC) | =1t S 1o (Si>12% ) ( <200HB)
@ © O O O

FiEA Most Suitable

-036 -

O i&E&Suitable



¥ AR
EiEHm (s AITiN
For Steel caatia | Nano

D938-A5C 4
5D BRI S feiv=

5D Internal Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ord;rii:fgiode (2w e L aHe) Scre\?v% 'f'i}:;{; Dim
D938-A5C-0300 3.00 28 66 6
D938-A5C-0310 3.10 28 66 6
D938-A5C-0320 3.20 28 66 6
D938-A5C-0330 3.30 28 66 6 M4
D938-A5C-0340 3.40 28 66 6
D938-A5C-0350 3.50 28 66 6
D938-A5C-0360 3.60 28 66 6
D938-A5C-0370 3.70 28 66 6
D938-A5C-0380 3.80 36 74 6
D938-A5C-0390 3.90 36 74 6
D938-A5C-0400 4.00 36 74 6
D938-A5C-0410 4.10 36 74 6
D938-A5C-0420 4.20 36 74 6 M5
D938-A5C-0430 4.30 36 74 6
D938-A5C-0440 4.40 36 74 6

2 i -

ZE/continued on next page nomir@gfﬁ"ﬁange D) ane)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009

>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B {funit (mm)

T {## Workpiece Material

1234 5 67 123 12 3 12 3 4
~ ~ PHE % & /D Kk IR$ESk. BREHHK =a HEBEAS. BERAS HERAE EPN
Wfésﬁfﬂ (35T4%E1NRC) R ( <48HRC ) S (<32HRC) ol gﬁfﬁ) (Si<12%) (Si>12%) ( j;goﬁs )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (248HRC) Iron(<32HRC) Iron(35-45HRC) | =41~ S 1o ( Si>12% ) ( <200HB)
@] O O O O
O HRiEE Most Suitable O i&& Suitable

-037 -



PIEI JIE ™=/ | Cutting Tools

LY 7 )
L iEEN AITIN @
For Steel coamua | Nano

D938-A5C - A
5D 114 R R AR E S LTS e

5D Internal Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ord«;riﬁf(?:ode R e L Qe Scre:}:/g ﬁ)riez_;{i Dim
D938-A5C-0450 4.50 36 74 6
D938-A5C-0460 4.60 36 74 6
D938-A5C-0465 4.65 36 74 6
D938-A5C-0470 4.70 36 74 6
D938-A5C-0480 4.80 44 82 6
D938-A5C-0490 4.90 44 82 6
D938-A5C-0500 5.00 44 82 6 M6
D938-A5C-0510 5.10 44 82 6
D938-A5C-0520 5.20 44 82 6
D938-A5C-0530 5.30 44 82 6
D938-A5C-0540 5.40 44 82 6
D938-A5C-0550 5.50 44 82 6
D938-A5C-0555 5.55 44 82 6
D938-A5C-0560 5.60 44 82 6
D938-A5C-0570 5.70 44 82 6
4 i v
4E/continued on next page nomir@g}}gﬁange p— ae)
=>2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B fFunit (mm)

T {4## Workpiece Material

1234 5 67 1238 12 3 12 3 4
A A PHE# & /D Kk RSBk, BREHHK = BiERaE, HERAS HERAE -
BiR, Sl A REEW ( <48HRC) (<32HRC) A (Si<12%) (Si=>12%) e
(<35HRC) (35-48HRC) - ; TEEW (35-45HRC) . oo ( <200HB)
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Csa{:;n S;%T_I"ngy S?(l,lgly 38;6523%% Stainless Stell Stainless Steel Nodular Cast I';'(;ﬁh:;Sa "Zé'_ﬁ:ét Alloys,Cast Aluminium Alloys C(oppzeorol'k_:lé)y;s
(< ) (35~ )| (<4shRO) Iron(<32HRC) (35~ )| Aloys ( si<12%) (Si=>12%) =
O @) O O O

&I1E& Most Suitable O i&E#& Suitable

-038 -



¥ AR
EiEHm AITiN
For Steel caatia | Nano

D938-A5C 4
5D BRI S feiv=

5D Internal Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ord;rii:fgiode (2w e L aHe) Scre\?v% 'f'i}:;{; Dim

D938-A5C-0580 5.80 44 82 6

D938-A5C-0590 5.90 44 82 6

D938-A5C-0600 6.00 44 82 6

D938-A5C-0610 6.10 53 91 8

D938-A5C-0620 6.20 53 91 8

D938-A5C-0630 6.30 53 91 8

D938-A5C-0640 6.40 53 91 8

D938-A5C-0650 6.50 53 91 8

D938-A5C-0660 6.60 53 91 8

D938-A5C-0670 6.70 53 91 8

D938-A5C-0680 6.80 53 91 8 M8
D938-A5C-0690 6.90 53 91 8

D938-A5C-0700 7.00 53 91 8 M8 x 1
D938-A5C-0710 7.10 53 91 8

D938-A5C-0720 7.20 53 91 8

2 i -

ZE/continued on next page nomir}]_‘,arg?%ﬁange - ae)
=>2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009

>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B {FFunit (mm)

T {## Workpiece Material

1234 5 67 123 12 3 12 3 4
~ ~ PHE % & /D Kk IR$ESk. BREHHK =a HEBEAS. BERAS HERAE EPN
Wfésﬁfﬂ (35T4%E1NRC) R ( <48HRC ) S (<32HRC) ol gﬁfﬁ) (Si<12%) (Si>12%) ( j;goﬁs )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (248HRC) Iron(<32HRC) Iron(35-45HRC) | =41~ S 1o ( Si>12% ) ( <200HB)
@] O O O O
O HRiEE Most Suitable O i&& Suitable

-039 -



PIEI JIE ™=/ | Cutting Tools

LY 7 )
L iEEN AITIN @
For Steel coamua | Nano

D938-A5C - A
5D 114 R R AR E S LTS e

5D Internal Coolant Twist Drills Le

Tmax -#EFR AR Recommended Maximum Depth

Ord«;riﬁf(?:ode R e L Qe Scre:}:/g ﬁ)riez_;{i Dim
D938-A5C-0730 7.30 53 91 8
D938-A5C-0740 7.40 53 91 8
D938-A5C-0745 7.45 53 91 8
D938-A5C-0750 7.50 53 91 8
D938-A5C-0760 7.60 53 91 8
D938-A5C-0770 7.70 53 91 8
D938-A5C-0780 7.80 53 91 8
D938-A5C-0790 7.90 53 91 8
D938-A5C-0800 8.00 53 91 8
D938-A5C-0810 8.10 61 103 10
D938-A5C-0820 8.20 61 103 10
D938-A5C-0830 8.30 61 103 10
D938-A5C-0840 8.40 61 103 10
D938-A5C-0850 8.50 61 103 10 M10
D938-A5C-0860 8.60 61 103 10
4 i v
4E/continued on next page nomir@g}}gﬁange p— ae)
=>2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B fizunit (mm)

T {4## Workpiece Material

1234 5 67 123 12 3 12 3 4
~ ~ PHE# & /D Kk RSBk, BREHHK =a BiERaE, HERAS HERAE -
BiR, Sl A REEW ( <48HRC) (<32HRC) A (Si<12%) (Si=>12%) e
(<835HRC) (35-48HRC) M ! TER (35-45HRC) - o ( <200HB )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (<48HRC) Iron(<32HRC) Iron(35-45HRC) | =1t S 1o ( Si>12% ) ( <200HB)
O @) O O O
&I1E& Most Suitable O i&E#& Suitable

- 040 -



¥ AR
EiEHm AITiN
For Steel caatia | Nano

D938-A5C 4
5D BRI S feiv=

5D Internal Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ord;rii:fgiode (2w e L aHe) Scre\?v% 'f'i}:;{; Dim
D938-A5C-0870 8.70 61 103 10
D938-A5C-0880 8.80 61 103 10
D938-A5C-0890 8.90 61 103 10
D938-A5C-0900 9.00 61 103 10 M10x 1
D938-A5C-0910 9.10 61 103 10
D938-A5C-0920 9.20 61 103 10
D938-A5C-0930 9.30 61 103 10
D938-A5C-0935 9.35 61 103 10
D938-A5C-0940 9.40 61 103 10
D938-A5C-0950 9.50 61 103 10
D938-A5C-0960 9.60 61 103 10
D938-A5C-0970 9.70 61 103 10
D938-A5C-0980 9.80 61 103 10
D938-A5C-0990 9.90 61 103 10
D938-A5C-1000 10.00 61 103 10

2 i -

ZE/continued on next page nomir@gfﬁ"ﬁange D) ane)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009

>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B fizunit (mm)

T {## Workpiece Material

1234 5 67 123 12 3 12 3 4
~ ~ PHE % & /D Kk IR$ESk. BREHHK =a HEBEAS. BERAS HERAE EPN
Wfésﬁfﬂ (35T4%E1NRC) R ( <48HRC ) S (<32HRC) ol gﬁfﬁ) (Si<12%) (Si>12%) ( j;goﬁs )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (248HRC) Iron(<32HRC) Iron(35-45HRC) | =41~ S 1o ( Si>12% ) ( <200HB)
@] O O O O
O HRiEE Most Suitable O i&& Suitable

-041 -



PIEI JIE ™=/ | Cutting Tools

LY 7 )
L iEEN AITIN @
For Steel coamua | Nano

D938-A5C - A
5D 114 R R AR E S LTS e

5D Internal Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ord«;riﬁf(?:ode R e L Qe Scre:}:/g ﬁ)riez_;{i Dim

D938-A5C-1010 10.10 71 118 12

D938-A5C-1020 10.20 71 118 12

D938-A5C-1030 10.30 71 118 12 M12

D938-A5C-1040 10.40 71 118 12

D938-A5C-1050 10.50 71 118 12 M12x1.5

D938-A5C-1060 10.60 71 118 12

D938-A5C-1070 10.70 71 118 12

D938-A5C-1080 10.80 71 118 12

D938-A5C-1090 10.90 71 118 12

D938-A5C-1100 11.00 71 118 12

D938-A5C-1110 11.10 71 118 12

D938-A5C-1120 11.20 71 118 12

D938-A5C-1130 11.30 71 118 12

D938-A5C-1140 11.40 71 118 12

D938-A5C-1150 11.50 71 118 12

4 i v
4E/continued on next page nomir@g}}gﬁange p— ae)

=>2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B {Sunit (mm)

T {4## Workpiece Material

1234 5 67 1238 12 3 12 3 4
A A PHE# & /D Kk RSBk, BREHHK = BiERaE, HERAS HERAE -
BiR, Sl A REEW ( <48HRC) (<32HRC) A (Si<12%) (Si=>12%) e
(<35HRC) (35-48HRC) - ; TEEW (35-45HRC) . oo ( <200HB)
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Csa{:;n S;%T_I"ngy S?(l,lgly 38;6523%% Stainless Stell Stainless Steel Nodular Cast I';'(;ﬁh:;Sa "Zé'_ﬁ:ét Alloys,Cast Aluminium Alloys C(oppzeorol'k_:lé)y;s
(< ) (35~ )| (<4shRO) Iron(<32HRC) (35~ )| Aloys ( si<12%) (Si=>12%) =
O @) O O O

&I1E& Most Suitable O i&E#& Suitable
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¥ AR
EiEHm (s AITiN
For Steel caatia | Nano

D938-A5C 4
5D P4 BRI g

5D Internal Coolant Twist Drills

Lc

Tmax -#EFR AR Recommended Maximum Depth

Ord;ri%ff:ode (2w e L ahe) Scre\?v% ﬁi; Dim

D938-A5C-1160 11.60 71 118 12

D938-A5C-1170 11.70 71 118 12

D938-A5C-1180 11.80 71 118 12

D938-A5C-1190 11.90 71 118 12

D938-A5C-1200 12.00 71 118 12 M14
D938-A5C-1250 12.50 77 124 14 M14x1.5
D938-A5C-1280 12.80 77 124 14

D938-A5C-1300 13.00 77 124 14

D938-A5C-1350 13.50 77 124 14

D938-A5C-1380 13.80 77 124 14

D938-A5C-1400 14.00 77 124 14 M16
D938-A5C-1450 14.50 83 133 16 M16x 1.5
D938-A5C-1480 14.80 83 133 16

D938-A5C-1500 15.00 83 133 16

D938-A5C-1510 15.10 83 133 16

2 i -

ZE/continued on next page nomir@gfﬁ"ﬁange D) ane)
=2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009

>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013

B fizunit (mm)

T {## Workpiece Material

1234 5 67 123 12 3 12 3 4
~ ~ PHE % & /D Kk IR$ESk. BREHHK =a HEBEAS. BERAS HERAE EPN
Wfésﬁfﬂ (35T4%E1NRC) R ( <48HRC ) S (<32HRC) ol gﬁfﬁ) (Si<12%) (Si>12%) ( j;goﬁs )
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Carbon Steel,Alloy| Alloy Steel,Tool Stainless Stell Stainless Steel Nodular Cast High-alloy Cast Alloys,Cast Aluminium Alloys Copper Alloys
Steel(<35HRC) | Steel(35-48HRC) (248HRC) Iron(<32HRC) Iron(35-45HRC) | =41~ S 1o ( Si>12% ) ( <200HB)
@] O O O O
O HRiEE Most Suitable O i&& Suitable
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PIEI JIE ™=/ | Cutting Tools

LY 7 )
L iEEN AITIN @
For Steel coamua | Nano

D938-A5C

o = = —_—=== == == == KD
; == = === = =S T o~ > 2 J
5D m ;%i'%Eﬁ‘*Eeﬁ T Tmax=Lc-1.5xD i
5D Internal Coolant Twist Drills Le
L

Tmax -#EFR AR Recommended Maximum Depth

Ord«;riﬁf(?:ode R e L Qe Scre:}:/g ﬁ)riez_;{i Dim
D938-A5C-1550 15.50 83 133 16
D938-A5C-1580 15.80 83 133 16
D938-A5C-1600 16.00 83 133 16
D938-A5C-1650 16.50 93 143 18
D938-A5C-1680 16.80 93 143 18
D938-A5C-1700 17.00 93 143 18
D938-A5C-1750 17.50 93 143 18
D938-A5C-1780 17.80 93 143 18
D938-A5C-1800 18.00 93 143 18
D938-A5C-1850 18.50 101 153 20
D938-A5C-1880 18.80 101 153 20
D938-A5C-1900 19.00 101 153 20
D938-A5C-1950 19.50 101 153 20
D938-A5C-1980 19.80 101 153 20
D938-A5C-2000 20.00 101 153 20

nomir’laarggﬁange D(m7) d(hé)

>2—3 +0.002/+0.012 | 0.000/-0.006

>3—6 +0.004/+0.016 |  0.000/-0.008

>6—10 +0.006/+0.021 0.000/-0.009

>10—18 +0.007/+0.025 | 0.000/-0.011

>18—20 +0.008/+0.029 |  0.000/-0.013

B fizunit (mm)

T {4## Workpiece Material

1234 5 67 1238 12 3 12 3 4
A A PHE# & /D Kk RSBk, BREHHK = BiERaE, HERAS HERAE -
BiR, Sl A REEW ( <48HRC) (<32HRC) A (Si<12%) (Si=>12%) e
(<35HRC) (35-48HRC) - ; TEEW (35-45HRC) . oo ( <200HB)
PH,Ferritic, Martensitic . Grey Cast Iron, : Wrought Aluminium Cast Aluminium
Csa{:;n S;%T_I"ngy S?(l,lgly 38;6523%% Stainless Stell Stainless Steel Nodular Cast I';'(;ﬁh:;Sa "Zé'_ﬁ:ét Alloys,Cast Aluminium Alloys C(oppzeorol'k_:lé)y;s
(< ) (35~ )| (<4shRO) Iron(<32HRC) (35~ )| Aloys ( si<12%) (Si=>12%) =
O @) O O O

&I1E& Most Suitable O i&E#& Suitable
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RIS

Recommended Cutting Data

TRt IHEEVe B4R En

Workpiece Cutting Speed Feed Per Revolution

Material (m/min) (mm/rev)

é% @ $3 4 $6 $8 $10

P1 120-80-50 140-100-60 0.10-0.15-0.20 0.10-0.15-0.20 0.14-0.19-0.25 0.16-0.22-0.32 0.16-0.22-0.35
P2 120-75-50 140-100-60 0.10-0.15-0.20 0.10-0.15-0.20 0.14-0.19-0.25 0.16-0.22-0.32 0.16-0.22-0.35
P3 120-70-45 120-80-60 0.10-0.15-0.20 0.10-0.15-0.20 0.14-0.19-0.25 0.16-0.22-0.30 0.16-0.22-0.32
P4 100-70-45 110-80-60 0.09-0.13-0.16 0.09-0.13-0.16 0.12-0.17-0.23 0.14-0.20-0.28 0.14-0.20-0.30
P5 80-60-35 90-60-35 0.08-0.11-0.14 0.08-0.11-0.14 0.08-0.14-0.20 0.09-0.16-0.25 0.09-0.16-0.28
P6 70-50-30 90-60-30 0.05-0.08-0.11 0.05-0.08-0.11 0.07-0.12-0.17 0.08-0.14-0.20 0.08-0.14-0.23
P7 70-45-25 80-50-30 0.04-0.06-0.08 0.04-0.06-0.08 0.06-0.10-0.14 0.08-0.13-0.18 0.08-0.13-0.20
K1 140-100-60 160-120-60 0.13-0.17-0.20 0.15-0.20-0.23 0.17-0.25-0.30 0.20-0.27-0.35 0.23-0.30-0.40
K2 120-80-60 140-100-60 0.11-0.15-0.18 0.13-0.17-0.20 0.15-0.20-0.25 0.17-0.25-0.32 0.20-0.28-0.36
K3 100-70-50 100-80-50 0.06-0.09-0.11 0.08-0.10-0.13 0.10-0.13-0.16 0.12-0.16-0.20 0.14-0.20-0.26

TRt IHEEVe B4R En

Workpiece Cutting Speed Feed Per Revolution

Material (m/min) (mm/rev)

é% @ $12 $ 14 $16 $18 $20

P1 120-80-50 140-100-60 0.18-0.28-0.40 0.22-0.32-0.45 0.22-0.32-0.45 0.25-0.38-0.50 0.25-0.38-0.50
P2 120-75-50 140-100-60 0.18-0.28-0.40 0.22-0.32-0.45 0.22-0.32-0.45 0.25-0.38-0.50 0.25-0.38-0.50
P3 120-70-45 120-80-60 0.18-0.28-0.38 0.22-0.32-0.45 0.22-0.32-0.45 0.25-0.38-0.50 0.25-0.38-0.50
P4 100-70-45 110-80-60 0.15-0.23-0.34 0.18-0.25-0.38 0.18-0.25-0.38 0.20-0.30-0.40 0.20-0.30-0.40
P5 80-60-35 90-60-35 0.11-0.19-0.30 0.12-0.22-0.32 0.12-0.22-0.32 0.14-0.24-0.34 0.14-0.24-0.34
P6 70-50-30 90-60-30 0.10-0.18-0.28 0.12-0.20-0.30 0.12-0.20-0.30 0.14-0.24-0.32 0.14-0.24-0.32
P7 70-45-25 80-50-30 0.10-0.18-0.28 0.12-0.20-0.30 0.12-0.20-0.30 0.14-0.24-0.32 0.14-0.24-0.32
K1 140-100-60 160-120-60 0.25-0.33-0.45 0.28-0.36-0.48 0.30-0.40-0.50 0.32-0.42-0.52 0.35-0.45-0.55
K2 120-80-60 140-100-60 0.22-0.30-0.42 0.24-0.33-0.45 0.25-0.35-0.48 0.28-0.38-0.48 0.30-0.40-0.50
K3 100-70-50 100-80-50 0.16-0.22-0.28 0.18-0.24-0.30 0.20-0.26-0.32 0.22-0.28-0.34 0.23-0.28-0.35

-

CEERARMRERVR, BIRARETIR, AW, HHEE AR N5EEI TR

Make sure workpiece and machine are stable, use hydraulic chucks, high quality collet chucks, or shrink fit chucks.

n

TIRRERFEFHRE LTI REZRBEZH/NF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm.

3. EFERAT AN (2R ) FHFEP (RE ) FMFASHR, HFANMMKNRSILMIZEC-8%ZHE, NFIRENTIEES, ANLANREEA L THAER
For excellent results, it is best to apply non water soluble fluid with EP additive as coolant fluid, and keep mixing ratio of oil and water between6-8%, meanwhile, place the
coolant nozzles properly.

4. ERBLIRINT RIS LFARETIEI S5
Please adjust the cutting data, according to actual cutting conditions.
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MILLING

HEHl



MKA110714£+UD/UPJ]1 k &3l - =71 Ri#LEEAITI B

MKA110+ UD/UP - High Feed Milling Tool (3 Edges)

e

Features

o T AE:
REREEMHR, REHKLZREMEMmIE, mEZE
Durability:
High quality alloy steel with special surface treatment to improve corrosive resistance and protect against chip wash.

o Uiz
TENEETIEMERE, ERTARMIES
Range of cutter options:
Different pitch cutter bodies are available for various working applications.

o FRTEM:
REBEGHERABTREAXSUSREERH, FRETEMTI 8
Stability:

Large chip pocket design with screw clamping to achieve stable milling and improve heat dissipation.
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PIEI JIE ™=/ | Cutting Tools

e
illing
MKA11071{&+UD/UPJ] Kk &%l - Z7)Ri#LA5tEINN A

MKA110+ UD/UP - High Feed Milling Tool (3 Edges)

MKA110
EHE#HN

f
|
|
|
0dm

Shank Type
L
Fig.1
iT%e 'E | M R+ (mm) ox | mEnA mf R | Bt
Ordering Code Diameter | Teeth Dimensions - Gauge Insert Spare Parts Shape | Stock
HRET RF
ODil | @) L Li - Screw Wrench
MKA110-020R02P20-UD08S 20 2 20 20 120 | 40 - 1.0 UD**0803 S60M2.5 TO8P Fig1 [ ]
MKA110-025R02P25-UD08 25 2 25 25 160 | 50 - 1.0 UD**0803 S60M2.5 TO8P Fig1 [ ]
MKA110-035R05P32-UD08 35 5 35 32 | 200 | 50 - 1.0 UD**0803 S60M2.5 TO8P Fig1 @)
MKA110-025R02P25-UD12 25 2 25 25 160 | 50 - 15 UD**12T3 S60M4 T15P Fig1 [ ]
MKA110-030R03P32-UD12 30 3 30 32 | 200 | 50 - 15 UD**12T3 S60M4 T15P Fig1 (@)
MKA110-032R03P32-UD12 32 3 32 32 | 200 | 50 - 15 UD**12T3 S60M4 T15P Fig1 [ ]
MKA110-035R03P32-UD12 35 3 35 32 | 200 | 50 - 15 UD**12T3 S60M4 T15P Fig1 [

O iR AEETF Stock OFEFAE Available upon Order
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BHl

Milling

MKA1107]4&+UD/UP7] Kk &%l - Z7)thi# A 8tEI N2

MKA110+ UD/UP - High Feed Milling Tool (3 Edges)

MKA110
TRy o

Arbor Mount
TS 'R | M Rt (mm) 5| mEaA Rt R | B
Ordering Code Diameter | Teeth Dimensions . Gauge Insert Spare Parts Shape | Stock
25T wF
o R W v Screw Wrench
MKA110-050R04A22-UD12 50 4 50 22 50 (104 | 6.3 1.5 UD**12T3 S60M4 T15P Fig2 [ ]
MKA110-063R05A22-UD12 63 5 63 22 50 (104 | 6.3 1.5 UD**12T3 S60M4 T15P Fig2 (@]
MKA110-063R04A22-UP17 63 4 63 22 50 (104 | 6.3 2.0 UP**1705 S60M5 T20P Fig2 [ ]
MKA110-080R05A27-UP17 80 5 80 27 50 | 124 7 2.0 UP**1705 S60M5 T20P Fig2 [ ]
MKA110-080R06A27-UP17 80 6 80 32 50 | 124 7 2.0 UP**1705 S60M5 T20P Fig2 (@]
MKA110-100R06B32-UP17 100 6 100 | 40 63 | 14.4 8 2.0 UP**1705 S60M5 T20P Fig3 (@]
@FRAEETF Stock OFEFIE Available upon Order

-049 -



PIEI JIE ™=/ | Cutting Tools

UD/UPJI H
UD/UP Insert
e
Features
MEFH=T1E1T, RIEARESAHRE

Optimized three cutting edges design, especially for high feed milling.

AEAPHEEHMIIR, BAFEESHREMIEX
Suitable for medium and heavy cutting, different grades can meet various working application.

TEMIEERARER, RIETIFEE

Range of insert geometries for achieving optimum cutting conditions.

UD/UP

TS R~ EfF
Ordering Code Dimensions(mm) Stock
& 3 & &
oD s ] g b 3 >
< < 4 Z
(O] (O] O] O]
UDET080308-MM 6.8 3.18 15 [ [ ]
Q’
UDET12T312-MM 9.6 3.97 15 [ ] [ ]
é‘
UPET170520-PM 13 5.56 11 [ ] [ ]
A
.'-"!.._5.5 i
o
UDMT080308T-MH 6.8 3.18 15 @) @]
N
..I'" \
E1. |
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UD/UP

iT5HS Rt EEF
Ordering Code Dimensions(mm) Stock
g g 8 2
®D s o g g 5 5
< < X z
(O) (O) (O) (O]
UDMT12T312T-MH 9.6 3.97 15 [ ] [
UDMW12T312T 9.6 3.97 15 [ ] [ ]

MM/PM-gf/Medium , MH-E#/Heavy

O IRAETE Stock OZEFRE Available upon Order
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YIEIZI B/ M | Cutting Tools

EMAeH

Application Range

P M K S| H

ISO = TR Bk fif#. &€ KR
Steel Stainless Steel Cast Iron Heat-resistant Alloy Hardened Steel
TitaniumAlloy
M40 | K01 | K10 | K20 | K30 | K40 | SO1 | S10 | S20 | S30 | S40 HO1 | H10 | H20 | H30 | H40

P01 | P10 | P20 | P30 | P40 | MO1 | M10 | M20 | M30

GA4230 GK4125

GA4225

&R
ik
Range

GA4230

MIEFESH

Parameters for Programing Calculations

HIEE K
Remains K

LB AR
Approximate corner R

TR Mg 4R FR(mm) I 5% B EK(mm)
Insert Approximate Corner R Remains K
UD**0803 1.8 0.58
UD**12T3 2.8 0.86
UP**1705 3.5 1.02
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HFEHISH

Recommended Cutting Data

00 T A4 AR = YIHIEE #48/7)
Workpiece Materials Material Hardness Grade Cutting Speed ( mm/tooth )
: REHE (M) EHIIHE (H)
Ve { m/min ) Medium Cutting Heavy Cutting
btk GA4225
Mild Steel <HB200 GA4230 150-180-200 0.8-1.2-15 1.0-1.5-2.0
BEN. SEW
n Carbon Steel <HRC35 224225 120-150-180 0.8-1.2-1.5 1.0-1.5-2.0
Alloy Steel 4230
BEW. S&W
Carbon Steel HRC35-45 GA4230 90-120-140 0.6-1.0-1.2 0.8-1.2-1.5
Alloy Steel
(%?g%@EW) GA4225
M B <HRC35 - 90-120-140 0.6-0.8-1.0 0.8-1.0-1.2
(Ferrite. Martensite)
HER. REBHH
Cast Iron <HB350 GA4230 150-180-200 0.8-1.2-15 1.0-1.5-2.0
Nodular Cast Iron
MAEE. KEE
Heat-resistant Alloy <HRC35 GA4230 30-40-60 0.15-0.3-0.4 0.2-0.4-0.6
and Titanium Alloy
NN
Hardened Steel HRC45-55 GA4230 60-80-100 0.1-0.2-0.3 0.15-0.3-0.4
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PIEI JIE ™=/ | Cutting Tools

UD/UPT1 R #FHLEBSIRXER

The Relationship of recommended Feed and Depth of UD/UP inserts

YliRap (mm)
TR/ &
Insert size
0.5 1 1.5 25
08 0.6-0.8-1.2 0.4-0.5-0.8 - -
12 1.0-1.5-2.0 0.8-1.2-1.5 0.6-0.8-1.2 -
17 1.8-2.0-2.5 1.0-1.5-2.0 0.8-1.2-15 0.6-0.8-1.2 -
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MKB11371{k +SDMT 71 5 &% - M 7]tk 28 Bkl 71 B

MKB113+ SDMT - High Feed Milling Tool ( 4 Edges)

e

Features

o THF:
MEEENHT, RESHROBIRSTEME. WERME
Durability:

High quality alloy steel with special treatment in surface to improve corrosive resistance and protect against chip wash.

o iz
AEEHTIE4ERE, ERTARRMIES
Range of cutter options:
Different pitches of cutter bodies are available for various working applications.

o B
MEFHHIIEIT], &FKA
Economy:
Four cutting edges insert design with high economy.

o BZHIE:
TNEERHHRNSHEEEME, BREMREWE, XABTXE, 5TFRENR
Convenience:
Special high precision insert pocket ensure safety and stability. Screw clamping makes inserts loading more convenient.
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o
illing
MKB11371{4 +SDMT7]1 5 &5 - M 7)iRi#*LA8EHI 71 2

MKB113+ SDMT- High Feed Milling Tool ( 4 Edges)

MKB113
EHE#HN

|

|

|

I
9dm

Shank Type
L
Fig.1
iT%e 'E | M R+ (mm) ox | mEnA mf R | Bt
Ordering Code Diameter | Teeth Dimensions - Gauge Insert Spare Parts Shape | Stock
HRET RF
ODil | @) L Li - Screw Wrench
MKB113-032R02P32-SD12S 32 2 32 32 160 | 70 - 2.0 SD**1205 S60M4 T15P Fig1 [ ]
MKB113-032R02P32-SD12 32 2 32 32 | 200 | 70 - 2.0 SD**1205 S60M4 T15P Fig1 [
MKB113-035R03P32-SD12 35 3 35 32 | 200 | 70 - 2.0 SD**1205 S60M4 T15P Fig1 (@)
MKB113-040R03P32-SD12 40 3 40 32 | 200 | 70 - 2.0 SD**1205 S60M4 T15P Fig1 (@)

@R AR Stock OFEFIE Available upon Order

- 056 -



BRI

Milling

MKB11371{& +SDMTJ1 f &%l - M 71kt ehEkE N A

MKB113+ SDMT- High Feed Milling Tool ( 4 Edges)

MKB113

=
W T g ‘) L (\
\ <\
[PL: Ea =, - ; J
Arbor Mount 7 ® oL
0D1 ﬁ 0D1 f
Fig.2 Fig.3
i 5 | 78 Rt (mm) Bx | mEns At mR | E%
Ordering Code Diameter | Teeth Dimensions - Gauge Insert Spare Parts Shape | Stock
24T WF
QD7) | @) K W U Screw Wrench
MKB113-050R04A22-SD12 50 4 50 22 40 (104 | 63 | 2.0 SD**1205 S60M4 T15P Fig2 ®
MKB113-063R04A22-SD12 63 4 63 22 40 (104 | 63 | 2.0 SD**1205 S60M4 T15P Fig2 o
MKB113-063R05A22-SD12 63 5 63 22 40 (104 | 63 | 2.0 SD**1205 S60M4 T15P Fig2 [ ]
MKB113-080R06A27-SD12 80 6 80 27 50 | 124 | 7 2.0 SD**1205 S60M4 T15P Fig2 @)
MKB113-063R04A22-SD15 63 4 63 22 40 (104 | 63 | 3.0 SD**1505 S60M5 T20P Fig2 o
MKB113-080R05A27-SD15 80 5 80 27 50 | 124 7 3.0 SD**1505 S60M5 T20P Fig2 [
MKB113-100R06B32-SD15 100 6 100 | 32 50 | 144 | 8 3.0 SD**1505 S60M5 T20P Fig3 ®)
MKB113-125R07B40-SD15 125 7 125 | 40 63 | 16.4 9 3.0 SD**1505 S60M5 T20P Fig3 (@)
O iR HEETF Stock OFEFAE Available upon Order

- 057 -



PIEI JIE ™=/ | Cutting Tools

SDMT71 R

SDMT Insert
B

Features

TRIRA+ENE ARG, EETHTREETIREX, TIRBEEM, H3ESXFEMH
Unique rake angle and cutting edge design increase the strength of inserts, especially for the face milling.

EAFHEEIMT, BRATFRMSEBSHENMHFRER AR TRAMT

Suitable for medium and heavy cutting, different grades can cover a wide variety of materials, especially for steel and cast iron.

BEE SN EMEET, HREMREWE
Special positioning surface on the flank ensure the safety and stability.

SDMT

TS
Ordering Code

R~

Dimensions(mm)

Stock

®D

GA4225

GA4230
GK4125
GN9125

SDMT120512-GM

12.7

5.56

1.2

SDMT150512-GM

15.875

5.56

1.2

SDMT120512-GH

1.2

SDMT150512-GH

15.875

5.56

GM-mh#/Medium, GH-E#i/Heavy

- 058 -
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EMEH

Application Range

ISO 27 TEEW £72:3 . KEE NI
Steel Stainless Steel Cast Iron Heat-resistant Alloy Hardened Steel
TitaniumAlloy
P01 | P10 | P20 | P30 | P40 | MO1 | M10 | M20 | M30 | M40 | KO1 | K10 | K20 | K30 | K40 | SO1 | S10 | S20 | S30 | S40 HO1 | H10 | H20 | H30 | H40
EA
s . -
Range
GA4230 GA4230 GK4125
n ¥
NIEFRSH
Parameters for Programing Calculations
PHIEE K
Remains K
IR MAR
Approximate corner R
TR & IER 42 E FR(mm) PIHI7% BB EK(mm)
Insert Approximate Corner R Remains K
SD**12 4.0 0.85
SD**15 5.0 1.05
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HFEHIS &

Recommended Cutting Data
W AT A4 RIE B = PIHIEE #EER/7)
Workpiece Materials Material Hardness Grade Cutting Speed ( mm/tooth )
q FFLIHE] (M) BHTH (H)
Ve (m/min ) Medium Cutting Heavy Cutting
LB GA4225
Mild Steel <HB200 GA4230 150-180-200 0.8-1.2-2.0 1.0-1.5-3.0
BEN. LW
n Carbon Steel <HRC35 Gl 120-150-180 0.8-1.2-2.0 1.0-1.5-3.0
GA4230
Alloy Steel
BERW. &N
Carbon Steel HRC35-45 GA4230 90-120-140 0.6-1.0-1.8 0.8-1.2-2.0
Alloy Steel
TN
(%FEfE, SREK) GA4225
M S rloss Srent <HRC35 Ontone 90-120-140 0.6-0.8-1.5 0.8-1.0-1.8
(Ferrite. Martensite)
Hk. KEHHK
Cast Iron <HB350 GK4125 150-180-200 0.8-1.2-2.0 1.0-1.5-3.0
GA4230
Nodular Cast Iron
MRAEE. KEE
Heat-resistant Alloy <HRC35 GA4230 30-40-60 0.15-0.3-0.4 0.2-0.4-0.6
and Titanium Alloy
HENN HRC45-55 GA4230 60-80-100 0.1-0.2-0.4 0.15-0.3-0.4
Hardened Steel
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The Relationship of recommended Feed and Depth of SDMT inserts

Ylikap (mm)

T1 k&
Insert size
0.5 1 1.5 2 25 3
12 1.5-1.8-2.0 1.0-1.5-1.8 0.6-1.0-1.5 0.4-0.8-1.0 - -
15 1.8-2.0-3.0 1.5-1.8-2.0 1.0-1.5-1.8 0.6-1.0-1.5 0.4-0.8-1.0 0.4-0.6-0.8
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MEA190714k + APM(G)TZI R &3I#h % - @AFZ BEEAI 71 &

Extension to MEA190 + APM(G)T - General Shoulder Milling Tool

e

Features

o THFE:
ERESWHE, REERLCBRSMEME. MERYE
Durability:
High quality alloy steel and nickel plating to improve corrosion resistance and resist chip wash.

o BZHI:
BREEME, MREMRETE, RABITRE, STRETR
Convenience:
High precision insert pocket ensures safety and stability. Screw clamping makes inserts loading more convenient.

o SRIE:
BRIEET, VIR, TR I
Rigidity:

High rigidity design to maximize cutting stability.
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Milling

MEA190714{& + APM(G)TZI R &5 7 - @R B BEEHEI 1A

Extension to MEA190 + APM(G)T- General Shoulder Milling Tool

MEA190
EHEMARN

f
0dm

Shank Type
L
Fig.1
pr s Bz | 7w R (mm) ox |  mEnH R mr |
Ordering Code Diameter | Teeth Dimensions o Gauge Insert Spare Parts Shape | Stock
BT RF
ODil | @) L Li Screw Wrench
MEA190-016R02P16-AP11 16 2 16 16 | 120 | 40 9 AP*T1135 S60M2.5 TO8P Fig1 [}
MEA190-020R03P20-AP11 20 3 20 20 | 160 | 50 9 AP*T1135 S60M2.5 TO8P Fig1 [}
MEA190-025R03P25-AP11 25 3 25 25 | 160 | 50 9 AP*T1135 S60M2.5 TO8P Fig1 [
MEA190-025R02P25-AP16 25 2 25 25 160 | 50 14 AP*T1604 S60M4 T15P Fig1 [ ]
MEA190-032R03P32-AP16 32 3 32 32 160 | 80 14 AP*T1604 S60M4 T15P Fig1 [ ]

OIRAEEETE Stock OFEFE Available upon Order
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BEHl

Milling

MEA190714k + APM(G)T71 R &3I4 7 - BABBHHIZIA

Extension to MEA190 + APM(G)T- General Shoulder Milling Tool

MEA190
TRy e

>

Arbor Mount
Q B
o1
Fig.2
TS ' | 7% Rt (mm) X mman Rt Br | En
Ordering Code Diameter | Teeth Dimensions . Gauge Insert Spare Parts Shape | Stock
H2ET wWF
i e I w U Screw Wrench
MEA190-050R04A22-AP16 50 4 50 22 50 | 104 | 6.3 14 AP*T1604 S60M4 T15P Fig2 [ J
MEA190-063R05A22—-AP16 63 5 63 22 50 | 10.4| 6.3 14 AP*T1604 S60M4 T15P Fig2 [ J
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APGT-AL7IF — A& €F BEHE

APGT-AL Insert — Shoulder Milling for Aluminum Alloy

e

Features

EFINESREMYE, HEEMIHE

Sharp edge with surface polishing is the first choice for aluminum machining.

MWFNENESREMS, BRIFKES

Unique geometry combined with ideal grade to ensure long life.

REENTIAHETIZ, REEENRERE

High accuracy inserts results in excellent surface finish.

APGT-AL

L2

TS R~F EF
Ordering Code Dimensions(mm) Stock

wn o e} wn

A [s¢] o (3}

L1 L2 S F1 oD1 R 9 & = >

< < X z

(0] (0] (0] (0]

APGT1135PDFR-AL| 10.83 6.16 35 1.92 2.8 0.8 [ ]

APGT1604PDFR-AL| 16.26 9.26 4.76 2 4.6 0.8

-~

—

AL-$8& &/Aluminum Alloy

@R HEETF Stock OFETE Available upon Order
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APMT-PL 71— @ R# 287§ HtHl

APMT-PL Insert — Light Shoulder Milling for General Materials
e

Features

BEEZMESHLAS, HERRMEHSTEI TR

The combination of variety geometries and grades can meet different materials milling applications.

IhEFRERILT, BERHEMINEE

Unique geometries design to satisfy light cutting.

KRB N SRRHB RS S, REEFNRERE
Low cutting force with perfect chip evacuation to achieve excellent surface finish.

APMT-PL ;
E
T8RS R~F EF
Ordering Code Dimensions(mm) Stock
& 3 & &
L1 L2 s F1 ®D1 R g g 3 >
< < N4 z
(5} (5} G} 5}
APMT1135PDER-PL| 10.83 6.16 3.5 1.92 2.8 0.8 [ J o
APMT1604PDER-PL| 16.26 9.26 4.76 2 4.6 0.8 [ J ®
PL-%2#/Light @R ETF Stock OFEHIE Available upon Order
L) ===
S
i& el
Application Range
I1SO W B £7:253 qasRE i, KEE
Steel Stainless Steel Cast Iron Nonferrous Heat-resistant Alloy
Metal TitaniumAlloy

P01 | P10 | P20 | P30 | P40 | MO1 | M10 | M20 | M30 | M40 | KO1 | K10 | K20 | K30 | K40 | NO1 | N10 | N20 | N30 | N40 | SO1 | S10 | S20 | S30 | S40

-

GA4230

GA4225

GA4230

EA
g
Range
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HFERISH

Recommended Cutting Data

- s YIHIEE BHIHE rhEIHI EHIHI
Materials Grade | Cutting speed Light Cutting Medium Cutting Heavy Cutting
ve (m/min ) #4/7] &R iz} &R #4817 - Edl
( mm/tooth ) Geometry ( mm/tooth ) Geometry ( mm/tooth ) Geometry
N
Low Carbon GA4225
Steel GA4230 150-180-200 | 0.05-0.1-0.15 PL 0.1-0.15-0.2 PM 0.1-0.2-0.25 PR
<HB200
BN, AEW
Carbon Steel, | GA4225
n Alloy Steel GA4230 120-150-200 0.1-0.1-0.15 PL 0.1-0.15-0.2 PM 0.1-0.2-0.25 PR
<HRC35
B, AEW
Carbon Steel. GA4225
Alloy Steel GA4230 120-150-200 0.1-0.1-0.15 PL 0.1-0.15-0.2 PM 0.1-0.2-0.25 PR
HRC35-45
s GA4225
Stainless Steel GA4230 100-140-160 0.1-0.15-0.3 PL 0.1-0.15-0.2 PM 0.1-0.2-0.25 PR
<HRC35
R, BREHHR
Gray Cast Iron
Nodular Cast
Iron (eg: GA4230 100-120-140 | 0.05-0.1-0.15 PL 0.1-0.15-0.2 PM 0.1-0.2-0.25 PR
FC250.
FCD400)
<HB350
BE
Aluminum Alloy | GN9125 | 200-500-900 | 0.05-0.15-0.25 AL 0.05-0.15-0.25 AL 0.05-0.15-0.25 AL
HB60-210
WAEE.
HEE
Heatresistant | 24050 | 50-60-100 | 0.05-0.1-0.15 PL 0.05-0.1-0.15 PM 0.1-0.15-0.15 PR
Alloy and
Titanium Alloy
<HRC35
BN
Hardened Steel | GA4230 50-60-100 0.05-0.1-0.15 PL 0.05-0.1-0.15 PM 0.1-0.15-0.15 PR
HRC45-55
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YPRFIPCDIRETN A

YP Series PCD Tipped Profiling Inserts

e

Features

ERATENTIAREEMHNRIEEEMEEMNT

Suitable for hard machining nonferrous metal materials and non-metallic materials processing.

AXABESASEEMNT
Outstanding for high speed, high efficiency and high precision processing.

FEHE, AHRESHREL, TTA%IIRE

Convenient loading and unloading, allows fast and accurate positioning, saving tool change time.

EEREHMETEREER, TEERASFGK

Very high abrasion resistance and superior brazing process provides for long tool life.

S R5I
Grade Profile

&S R

Grades Features

HENmEER SRS, BREOTIESES;
High abrasion resistance and impact resistance performance for long edge life;
GD9950 FTERATHRE. BHAAE. EAKRMIREEMMERENMNT;
Mainly used for graphite, high silicon aluminum alloy,
processing of composite wood and other wear-resistant materials;

FERFHFIMERMEG EREE 2, FMEAEBNI—FLNEER;
Combination of good toughness and wear resistance, wide range of use,

GD9852 can be used as both rough and finish machining;

FEATHEEBEE. ARESEFHMRIMI;

Mainly used for the processing of low silicon aluminum alloy, Cu and copper alloy material.
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a7 E

Superhard Cutting Tools

YPZFIPCDisETI A

YP Series PCD Tipped Profiling Inserts

o SN
C-80°
Al
TS R~t EEfF
Ordering Code Dimensions(mm) Stock
IC S d R o Y GD9950 GD9852
CCGW 09T304 9.525 3.97 4.4 0.4 7 0 o o
CCGW 09T308 9.525 3.97 4.4 0.8 7 0 (@] o
CCGW 09T304Q3 9.525 3.97 4.4 0.4 7 3 @) o
L CCGW 09T308Q3 9.525 3.97 4.4 0.8 7 3 (@] [ ]
CCGW 09T304Q7 9.525 3.97 4.4 0.4 7 7 O O
CCGW 09T308Q7 9.525 3.97 4.4 0.8 7 7 (@] ([ ]
CPGW 09T304 9.525 3.97 4.4 0.4 11 0 O O
CPGW 09T308 9.525 3.97 4.4 0.8 11 0 O (@)
CPGW 09T304Q3 9.525 3.97 4.4 0.4 11 3 O [ ]
i CPGW 09T308Q3 9.525 3.97 4.4 0.8 11 3 @) (@)
CPGW 09T304Q7 9.525 3.97 4.4 0.4 11 7 o [ ]
CPGW 09T308Q7 9.525 3.97 4.4 0.8 11 7 o (@]
CCGW120404 12.7 4.76 55 0.4 0 0 o (@]
CCGW120408 12.7 4.76 515) 0.8 0 0 o @)
CCGW120404Q3 12.7 4.76 55 0.4 0 3 O [ ]
; CCGW120408Q3 12.7 4.76 55 0.8 0 3 O [ ]
CCGW120404Q7 12.7 4.76 55 0.4 0 7 O (@]
CCGW120408Q7 12.7 4.76 55 0.8 0 7 O o

@FRAEETF Stock OFEFE Available upon Order
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Superhard Cutting Tools

YPZ5IPCDRifETI K

YP Series PCD Tipped Profiling Inserts

D-55°

.
TS Rt EfF
Ordering Code Dimensions(mm) Stock
IC S d R Y GD9950 GD9852
DCGW 117302 9.525 3.97 4.4 0.20 0 o (@]
DCGW 117304 9.525 3.97 4.4 0.40 0 o (@]
DCGW11T308 9.525 3.97 4.4 0.80 0 [ ] O
DCGW 11T302Q3 9.525 3.97 4.4 0.20 3 O (@)
DCGW 11T304Q3 9.525 3.97 4.4 0.40 3 (@] [ ]
DCGW11T308Q3 9.525 3.97 4.4 0.80 3 (@] [
DCGW 11T302Q7 9.525 3.97 4.4 0.20 7 @) O
DCGW 11T304Q7 9.525 3.97 4.4 0.40 7 (@) @)
DCGW11T308Q7 9.525 3.97 4.4 0.80 7 @) O

O iR ETF Stock OFEFATE Available upon Order
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a7 E

Superhard Cutting Tools

YPZFIPCDisETI A

YP Series PCD Tipped Profiling Inserts

V-35°

iT%S R FEAE
Ordering Code Dimensions(mm) Stock
IC S d R o Y GD9950 GD9852

VCGW110302 6.35 3.18 2.8 0.2 7 0 o o
VCGW110304 6.35 3.18 2.8 0.4 7 0 o o
VCGW110302Q3 6.35 3.18 2.8 0.2 7 3 @) O
VCGW110304Q3 6.35 3.18 2.8 0.4 7 3 (@] [ ]
VCGW110302Q7 6.35 3.18 2.8 0.2 7 7 @) o
VCGW110304Q7 6.35 3.18 2.8 0.4 7 7 (@] o
VCGW160404 9.525 4.76 4.4 0.4 7 0 O O
VCGW160408 9.525 4.76 4.4 0.8 7 0 [ o
VCGW160404Q3 9.525 4.76 4.4 0.4 7 3 O °
VCGW160408Q3 9.525 4.76 4.4 0.8 7 3 O ([ ]
VCGW160404Q7 9.525 4.76 4.4 0.4 7 7 O O
VCGW160408Q7 9.525 4.76 4.4 0.8 7 7 @) (@]

O tRAEFETE Stock OZEFiE Available upon Order
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Recommended Cutting Data

Tttt

YIHI AR YIHIR B
Workpiece Material Ve ( m/min ) fn ( mm/r) ap (mm)
ks 100-500 0.1-1 0.5-2
Stone
BHEASE
High Silicon Aluminum Alloy 00000 0.02-0.2 0.1-2
. KEREE
Silicon, Low Aluminum Alloy 200-1500 0.03-0.4 0.1-3
i, MESE
Copper, Copper Alloy 300-600 0.03-0.5 0.1-3
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@ €4 400-998-6858 )

ENEE¥¥MHEEARAA XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.
ot PEE TR XERKEIS Add: No.69 Xinglong Road Huli Xiamen CHINA

T ittt . PEE AR T EFXERK1601-16295  Factory Add:No.1601-1629 Jicheng Road Industrial Concentration Area Tongan Xiamen CHINA
EB1E : +86-592-7107392 Tel: +86-592-7107392

fEE : +86-592-7107322 Fax: +86-592-7107322

B4R : 361006 PC: 361006

EBHB : gesac@cxtc.com Email: gesac@cxtc.com

RaLiE : Http://www.gesac.com.cn Http://www.gesac.com.cn 201 4 version
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