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............................................................................................................................... Exterior Cold Drill

ﬁirﬁégimiﬁ%ZD (9|\)§\) Carbide fixed shank drill 3D ( External cooling ) i e w2 2K

(L3) (LS) (d)

{EFAYF R Use features 19 55 45 12 102
AT K%, BRBHEK. FER. SN, SSNSEDREM = 9 - L [
I, BOaENE, BENRIBENRIFNEREARE. 12.1 60 45 14 107
For:gray cast iron,ductile iron,stainless,structural steel,alloy steel 12.2 60 45 14 107
and other common materials processing,centering energy strong 12.3 60 45 14 107
force,stable dimensional accuracy and good surface quality. 124 50 45 1 107
SR Manufacutring characteristics ::i 2; :g :2 z: Ez Zg 22 :: :2;
ﬁ’g;‘ifi ;75* S D‘jﬁ ~J 8.4 47 40 10 89 12.7 60 45 14 107
a:'t R, A ° \)\ d ‘ .
i) T R T
WEBAE: DIN6535HA hé B | L
22 He/PT 1 8.7 47 40 10 89 13.0 60 45 14 107
Cutting edge tolerance: m7 8.8 47 40 10 89 13.1 60 45 14 107
Chip groove: Specidl design,easy to chip removal 8.9 47 40 10 89 13.2 60 45 14 107
Chisel edge manufacturing: Chisel edge correction,Mingtaishun standard 9.0 47 40 10 89 13.3 60 45 14 107
i::::;;?:_'”:/PD_:_N6535HA h 9.1 47 40 10 89 13.4 60 45 14 107
9.2 47 40 10 89 13.5 60 45 14 107
9.3 47 40 10 89 13.6 60 45 14 107
B (1S iz B (1S iz 9.4 47 40 10 89 13.7 60 45 14 107
3 == ) 3 == ) 95 47 40 10 89 13.8 60 45 14 107
3.0 20 28 4 62 5.3 28 36 6 66 9.6 47 40 10 89 13.9 60 45 14 107
3.1 20 28 4 62 5.4 28 36 6 66 9.7 47 40 10 89 14.0 60 45 14 107
3.2 20 28 4 62 5.5 28 36 6 66 9.8 47 40 10 89 14.1 65 48 16 115
3.3 20 28 4 62 5.6 28 36 6 66 9.9 47 40 10 89 14.2 65 48 16 115
3.4 20 28 4 62 5.7 28 36 6 66 10.0 47 40 10 89 14.3 65 48 16 115
3.5 20 28 4 62 5.8 28 36 6 66 10.1 55 45 12 102 14.4 65 48 16 115
3.6 20 28 4 62 5.9 28 36 6 66 10.2 55 45 12 102 14.5 65 48 16 115
3.7 20 28 4 62 6.0 28 36 6 66 10.3 55 45 12 102 14.6 65 48 16 115
3.8 20 28 4 62 6.1 34 36 8 79 10.4 55 45 12 102 14.7 65 48 16 115
39 20 28 4 62 6.2 34 36 8 79 10.5 55 45 12 102 14.8 65 48 16 115
4.0 20 28 4 62 6.3 34 36 8 79 10.6 55 45 12 102 14.9 65 48 16 115
4.1 24 28 6 66 6.4 34 36 8 79 10.7 55 45 12 102 15.0 65 48 16 115
4.2 24 28 6 66 6.5 34 36 8 79 10.8 55 45 12 102 15.1 65 48 16 115
4.3 24 28 6 66 6.6 34 36 8 79 10.9 55 45 12 102 15.2 65 48 16 115
4.4
4.5
4.6
4.7
4.8
49
5.0
5.1
5.2
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ﬁirﬁéﬁimiﬁ%SD (9" ;@) Carbide fixed shank drill 5D ( External cooling ) i e w2 2K

(L3) (LS) (d)

{EFAYF R Use features 19 71 45 12 118
AT K%, BRBHEK. FER. SN, SSNSEDREM = UL - L 13
I, BOaENE, BENRIBENRIFNEREARE. 12.1 77 45 14 124
For:gray cast iron,ductile iron,stainless,structural steel,alloy steel 12.2 77 45 14 124
and other common materials processing,centering energy strong 12.3 77 45 14 124
force,stable dimensional accuracy and good surface quality. i o1 20 10 103 124 -7 45 1 124
SR Manufacutring characteristics ::i : :g :2 122 Ez Z 22 :: :ij
;g‘;‘if ;75* S D‘jﬁ ~J 8.4 61 40 10 103 12.7 77 45 14 124
a:'t R, A ° \)\ d ‘ .
i) T T e
WEBAE: DIN6535HA hé B | L
22 He/PT 1 8.7 61 40 10 103 13.0 77 45 14 124
Cutting edge tolerance: m7 8.8 61 40 10 103 13.1 77 45 14 124
Chip groove: Specidl design,easy to chip removal 8.9 61 40 10 103 13.2 77 45 14 124
Chisel edge manufacturing: Chisel edge correction,Mingtaishun standard 9.0 61 40 10 103 13.3 77 45 14 124
i::::;;?:_'”:/PD_:_N6535HA h 9.1 61 40 10 103 13.4 77 45 14 124
9.2 61 40 10 103 13.5 77 45 14 124
9.3 61 40 10 103 13.6 77 45 14 124
B (1S twiE B (1S iz 9.4 61 40 10 103 13.7 77 45 14 124
3 == ) 3 == ) 9.5 61 40 10 103 13.8 77 45 14 124
3.0 28 28 4 62 5.3 44 36 6 82 9.6 61 40 10 103 13.9 77 45 14 124
3.1 28 28 4 62 5.4 44 36 6 82 9.7 61 40 10 103 14.0 77 45 14 124
3.2 28 28 4 62 5.5 44 36 6 82 9.8 61 40 10 103 14.1 83 48 16 133
3.3 28 28 4 62 5.6 44 36 6 82 9.9 61 40 10 103 14.2 83 48 16 159
3.4 28 28 4 62 5.7 44 36 6 82 10.0 61 40 10 103 14.3 83 48 16 133
3.5 28 28 4 62 5.8 44 36 6 82 10.1 71 45 12 118 14.4 83 48 16 133
3.6 28 28 4 62 5.9 44 36 6 82 10.2 71 45 12 118 14.5 83 48 16 133
3.7 28 28 4 62 6.0 44 36 6 82 10.3 71 45 12 118 14.6 83 48 16 133
3.8 28 28 4 62 6.1 53 36 8 91 10.4 71 45 12 18 14.7 83 48 16 133
39 28 28 4 62 6.2 53 36 8 91 10.5 71 45 12 118 14.8 83 48 16 133
4.0 28 28 4 62 6.3 53 36 8 91 10.6 71 45 12 118 14.9 83 48 16 133
4.1 36 36 6 74 6.4 5% 36 8 91 10.7 71 45 12 118 15.0 83 48 16 133
4.2 36 36 6 74 6.5 53 36 8 91 10.8 71 45 12 118 15.1 83 48 16 133
4.3 36 36 6 74 6.6 55 36 8 91 10.9 71 45 12 118 15.2 83 48 16 133
4.4 36 36 6 74 6.7 53 36 8 91 11.0 71 45 12 118 15.3 83 48 16 133
4.5 36 36 6 74 6.8 53 36 8 91 1.1 71 45 12 118 15.4 83 48 16 133
4.6 36 36 6 74 6.9 53 36 8 91 11.2 71 45 12 118 15.5 83 48 16 133
4.7 36 36 6 74 7.0 53 36 8 91 1.3 71 45 12 118 15.6 83 48 16 133
4.8 44 36 6 82 71 53 36 8 91 11.4 71 45 12 18 15.7 83 48 16 133
49 44 36 6 82 7.2 58 36 8 91 11.5 71 45 12 118 15.8 83 48 16 153
5.0 44 36 6 82 7.3 53 36 8 91 11.6 71 45 12 118 15.9 83 48 16 133
5.1 44 36 6 82 7.4 5% 36 8 91 11.7 71 45 12 118 16.0 83 48 16 133
5.2 44 36 6 82 7.5 53 36 8 91 11.8 71 45 12 18
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ﬁiﬁéﬁgmiﬁ% (9”@) Carbide straight shank drill ( External cooling )

ER4F R Use features 7.6 30 7.6 60
AT K%, BRBHEK. FER. SN, SSNSEDREM 2l 20 il <10
I, BOaENE, BENRIBENRIFNEREARE. 7.8 30 7.8 60 10.1 40 10.1 75
For:gray cast iron,ductile iron,stainless,structural steel,alloy steel m 79 30 79 60 10.2 40 10.2 75
and other common materials processing,centering energy strong ) 40 8 75 10.3 40 10.3 75
force,stable dimensional accuracy and good surface quality. i 20 i 75 104 20 104 -5
BTSSR = Manufacutring characteristics Z:z :Z ::; ;2 :g:z :Z :g:z :
ﬁ‘ggf: ;75* S D_140 3 8.4 40 8.4 75 10.7 40 10.7 75
a?-.':: ’it, . °| \}\ d . . . .
b T .
WEBAE: DIN6535HA hé B | L
#E: He/PT 1 8.7 40 8.7 75 1 40 1 75
Cutting edge tolerance: m7 8.8 40 8.8 75 1na 40 1.1 75
Chip groove: Specidl design,easy to chip removal 8.9 40 8.9 75 1.2 40 11.2 75
Chisel edge manufacturing: Chisel edge correction,Mingtaishun standard 9 40 9 75 1.3 40 1.3 75
shankform: DINGSS5HA 6 9.1 40 9.1 75 11.4 40 11.4 75
Coating: He/PT
9.2 40 9.2 75 1.5 40 11.5 75
9.3 40 9.3 75 11.6 40 11.6 75
9.4 40 9.4 75 mn.7 40 1.7 75
9.5 40 9.5 75 11.8 40 11.8 75
9.6 40 9.6 75 1.9 40 1.9 75
9.7 40 9.7 75 12 40 12 75
3.2 20 3.2 50 5.5 20 5.5 50 9.8 40 9.8 75
3.8 20 3.9 50 5.6 20 5.6 50
34 20 3.4 50 5.7 20 5.7 50 ﬂuﬁy]Extended blade
85 20 3.5 50 5.8 20 5.8 50
3.6 20 3.6 50 59 20 59 50
3.7 20 3.7 50 6 30 6 60
3.8 20 3.8 50 6.1 30 6.1 60
39 20 39 50 6.2 30 6.2 60
4 20 4 50 6.3 30 6.3 60 4. 40 41 75
4. 20 4.1 50 6.4 30 6.4 60 4.2 40 4.2 75 5.6 40 5.6 75
4.2 20 4.2 50 6.5 30 6.5 60 4.3 40 4.3 75 5.7 40 5.7 75
43 20 43 50 6.6 30 6.6 60 4.4 40 4.4 75 5.8 40 5.8 75
4.4 20 4.4 50 6.7 30 6.7 60 4.5 40 4.5 75 59 40 5.9 75
4.5 20 4.5 50 6.8 30 6.8 60 4.6 40 4.6 75 6 40 6 75
4.6 20 4.6 50 69 30 6.9 60 4.7 40 4.7 75 6.1 40 6.1 75
4.7 20 4.7 50 7 30 7 60 4.8 40 4.8 75 6.2 40 6.2 75
4.8 20 4.8 50 7.1 30 7.1 60 49 40 49 75 6.3 40 6.3 75
49 20 49 50 7.2 30 7.2 60 5 40 5 75 6.4 40 6.4 75
5 20 5 50 7.3 30 73 60 5.1 40 5.1 75 6.5 40 6.5 75
5.1 20 5.1 50 7.4 30 7.4 60 5.2 40 5.2 75 6.6 40 6.6 75
5.2 20 5.2 50 75 30 7.5 60 5.3 40 5.3 75 6.7 40 6.7 75
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6.8 40 6.8 75 9.5 60 9.5 100
69 40 69 75 9.6 60 9.6 100

7 40 7 75 9.7 60 9.7 100

71 40 71 75 9.8 60 9.8 100

7.2 40 7.2 75 9.9 60 9.9 100 HIRRAIRIT, M7,

73 40 7.3 75 10 60 10 100 iy B2 4

7.4 40 7.4 75 10.1 60 10.1 100

75 40 75 75 10.2 60 10.2 100

7.6 40 7.6 75 10.3 60 10.3 100

7.7 40 7.7 75 10.4 60 10.4 100

= o = = o - A —T WA, LR B

8 60 8 100 10.7 60 10.7 100 A
8.1 60 8.1 100 10.8 60 10.8 100

8.2 60 8.2 100 10.9 60 109 100

8.3 60 8.3 100 1 60 1 100

8.4 60 8.4 100 1.1 60 1.1 100

8.5 60 8.5 100 11.2 60 11.2 100 RACEE:Z T 1R HEE e
8.6 60 8.6 100 1.3 60 1.3 100 !

8.7 60 8.7 100 11.4 60 1.4 100

8.8 60 8.8 100 1.5 60 1.5 100 /

8.9 60 89 100 11.6 60 1.6 100 S —
9 60 9 100 1.7 60 1.7 100

91 60 91 100 1.8 60 1.8 100

9.2 60 9.2 100 19 60 19 100 \%MQHM(’ {S%HEE;DEE,

9.3 60 9.3 100 12 60 12 100 PHRE, ILEHERA

9.4 60 9.4 100

V]

HBRARARI, MIWGMELELF
RAHESME, MIRE, RIBH, RS EHEE
HBE=EX, R, HBRHR
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............................................................................................................................... Internal Cooling Drill

ﬁirﬁégimiﬁ%sD ( |7‘] )é) Carbide fixed shank drill 3D ( Inner cooling ) i e w2 2K

(L3) (LS) (d)

EFAYFR Use features 19 55 45 12 102
AT R, BRBHEK. FER. S0N. SSNSEDLHRM = 9 - L [
I, ©0aENE, BENRIBENRIFNREARE. 12.1 60 45 14 107
For:gray cast iron,ductile iron,stainless,structural steel,alloy steel 12.2 60 45 14 107
and other common materials processing,centering energy strong 12.3 60 45 14 107
force,stable dimensional accuracy and good surface quality. 124 50 45 1 107
SR Manufacutring characteristics ::i :Z :g :2 z: Ez Zg jz :: :2;
ﬁ’g;‘ifi ;75* . mean D‘jﬁ ~J 8.4 47 40 10 89 12.7 60 45 14 107
a:'t R, A ° \)\ d ‘ .
i) S R
WEBAE: DING535HA hé B | L
22 He/PT 1 8.7 47 40 10 89 13.0 60 45 14 107
Cutting edge tolerance: m7 8.8 47 40 10 89 13.1 60 45 14 107
Chip groove: Specidl design,easy to chip removal 8.9 47 40 10 89 13.2 60 45 14 107
Chisel edge manufacturing: Chisel edge correction,Mingtaishun standard 9.0 47 40 10 89 13.3 60 45 14 107
i::::;;?:_'”:/PD_:_N6535HA h 9.1 47 40 10 89 13.4 60 45 14 107
9.2 47 40 10 89 13.5 60 45 14 107
9.3 47 40 10 89 13.6 60 45 14 107
B (1S thiE B (1S iz 9.4 47 40 10 89 13.7 60 45 14 107
3 == ) 3 == () 95 47 40 10 89 13.8 60 45 14 107
3.0 20 28 4 62 5.3 28 36 6 66 9.6 47 40 10 89 13.9 60 45 14 107
3.1 20 28 4 62 5.4 28 36 6 66 9.7 47 40 10 89 14.0 60 45 14 107
3.2 20 28 4 62 5.5 28 36 6 66 9.8 47 40 10 89 14.1 65 48 16 115
3.3 20 28 4 62 5.6 28 36 6 66 9.9 47 40 10 89 14.2 65 48 16 115
3.4 20 28 4 62 5.7 28 36 6 66 10.0 47 40 10 89 14.3 65 48 16 115
3.5 20 28 4 62 5.8 28 36 6 66 10.1 55 45 12 102 14.4 65 48 16 115
3.6 20 28 4 62 5.9 28 36 6 66 10.2 55 45 12 102 14.5 65 48 16 115
3.7 20 28 4 62 6.0 28 36 6 66 10.3 55 45 12 102 14.6 65 48 16 115
3.8 20 28 4 62 6.1 34 36 8 79 10.4 55 45 12 102 14.7 65 48 16 115
39 20 28 4 62 6.2 34 36 8 79 10.5 55 45 12 102 14.8 65 48 16 115
4.0 20 28 4 62 6.3 34 36 8 79 10.6 55 45 12 102 14.9 65 48 16 115
4.1 24 36 6 66 6.4 34 36 8 79 10.7 55 45 12 102 15.0 65 48 16 115
4.2 24 36 6 66 6.5 34 36 8 79 10.8 55 45 12 102 15.1 65 48 16 115
4.3 24 36 6 66 6.6 34 36 8 79 10.9 55 45 12 102 15.2 65 48 16 115
4.4 24 36 6 66 6.7 34 36 8 79 11.0 55 45 12 102 15.3 65 48 16 15
4.5 24 36 6 66 6.8 34 36 8 79 1.1 55 45 12 102 15.4 65 48 16 115
4.6 24 36 6 66 6.9 34 36 8 79 11.2 55 45 12 102 15.5 65 48 16 115
4.7 24 36 6 66 7.0 34 36 8 79 1.3 55 45 12 102 15.6 65 48 16 115
4.8 28 36 6 66 71 41 36 8 79 11.4 55 45 12 102 15.7 65 48 16 115
49 28 36 6 66 7.2 41 36 8 79 11.5 515 45 12 102 15.8 65 48 16 115
5.0 28 36 6 66 7.3 1 36 8 79 11.6 55 45 12 102 15.9 65 48 16 115
5.1 28 36 6 66 7.4 41 36 8 79 11.7 55 45 12 102 16.0 65 48 16 115
5.2 28 36 6 66 7.5 41 36 8 79 11.8 55 45 12 102
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............................................................................................................................... Internal Cooling Drill

ﬁiﬁé@imiﬁ%sD ( |7‘] ;@) Carbide fixed shank drill 5D ( Inner cooling ) i e w2 2K

(L3) (LS) (d)

EFAYFR Use features 19 71 45 12 118
AT R, BRBHEK. FER. S0N. SSNSEDLHRM = UL - L 13
I, ©0aENE, BENRIBENRIFNREARE. 12.1 77 45 14 124
For:gray cast iron,ductile iron,stainless,structural steel,alloy steel 12.2 77 45 14 124
and other common materials processing,centering energy strong 12.3 77 45 14 124
force,stable dimensional accuracy and good surface quality. i o1 20 10 103 124 -7 45 1 124
SR Manufacutring characteristics ::i : :g :2 122 Ez Z 22 :: :ij
;g‘;‘if ;75* . mean D‘jﬁ ~J 8.4 61 40 10 103 12.7 77 45 14 124
a:'t R, A ° \)\ d ‘ .
i) T e
WEBAE: DING535HA hé B | L
22 He/PT 1 8.7 61 40 10 103 13.0 77 45 14 124
Cutting edge tolerance: m7 8.8 61 40 10 103 13.1 77 45 14 124
Chip groove: Specidl design,easy to chip removal 8.9 61 40 10 103 13.2 77 45 14 124
Chisel edge manufacturing: Chisel edge correction,Mingtaishun standard 9.0 61 40 10 103 13.3 77 45 14 124
i::::;;?:_'”:/PD_:_N6535HA h 9.1 61 40 10 103 13.4 77 45 14 124
9.2 61 40 10 103 13.5 77 45 14 124
9.3 61 40 10 103 13.6 77 45 14 124
B (1S twiE B (1S iz 9.4 61 40 10 103 13.7 77 45 14 124
3 == ) 3 == ) 9.5 61 40 10 103 13.8 77 45 14 124
3.0 28 28 4 62 5.3 44 36 6 82 9.6 61 40 10 103 13.9 77 45 14 124
3.1 28 28 4 62 5.4 44 36 6 82 9.7 61 40 10 103 14.0 77 45 14 124
3.2 28 28 4 62 5.5 44 36 6 82 9.8 61 40 10 103 14.1 83 48 16 133
3.3 28 28 4 62 5.6 44 36 6 82 9.9 61 40 10 103 14.2 83 48 16 159
3.4 28 28 4 62 5.7 44 36 6 82 10.0 61 40 10 103 14.3 83 48 16 133
3.5 28 28 4 62 5.8 44 36 6 82 10.1 71 45 12 118 14.4 83 48 16 133
3.6 28 28 4 62 5.9 44 36 6 82 10.2 71 45 12 118 14.5 83 48 16 133
3.7 28 28 4 62 6.0 44 36 6 82 10.3 71 45 12 118 14.6 83 48 16 133
3.8 28 28 4 62 6.1 53 36 8 91 10.4 71 45 12 18 14.7 83 48 16 133
39 28 28 4 62 6.2 53 36 8 91 10.5 71 45 12 118 14.8 83 48 16 133
4.0 28 28 4 62 6.3 53 36 8 91 10.6 71 45 12 118 14.9 83 48 16 133
4.1 36 36 6 74 6.4 5% 36 8 91 10.7 71 45 12 118 15.0 83 48 16 133
4.2 36 36 6 74 6.5 53 36 8 91 10.8 71 45 12 118 15.1 83 48 16 133
4.3 36 36 6 74 6.6 55 36 8 91 10.9 71 45 12 118 15.2 83 48 16 133
4.4 36 36 6 74 6.7 53 36 8 91 11.0 71 45 12 118 15.3 83 48 16 133
4.5 36 36 6 74 6.8 53 36 8 91 1.1 71 45 12 118 15.4 83 48 16 133
4.6 36 36 6 74 6.9 53 36 8 91 11.2 71 45 12 118 15.5 83 48 16 133
4.7 36 36 6 74 7.0 53 36 8 91 1.3 71 45 12 118 15.6 83 48 16 133
4.8 44 36 6 82 71 53 36 8 91 11.4 71 45 12 18 15.7 83 48 16 133
49 44 36 6 82 7.2 58 36 8 91 11.5 71 45 12 118 15.8 83 48 16 153
5.0 44 36 6 82 7.3 53 36 8 91 11.6 71 45 12 118 15.9 83 48 16 133
5.1 44 36 6 82 7.4 5% 36 8 91 11.7 71 45 12 118 16.0 83 48 16 133
5.2 44 36 6 82 7.5 53 36 8 91 11.8 71 45 12 18
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Micro Drill

Efﬁ’ﬁ,‘ﬁ Use features

BT kistk, REHH®K. FHEW. S0N. SENEERREIM
I, BOaENE, RENRIBENRIFNRARE,

For:gray cast iron,ductile iron,stainless,structural steel,alloy steel
and other common materials processing,centering energy strong
force,stable dimensional accuracy and good surface quality.

FhiEF = Manufacutring characteristics

TEAE: m7 '
HBHR: HHRi, ETHE %) ‘|
HWIIHIE: BIEE, SBRIMRE L4 max |
®E L : DIN6535HA hé6 L3 | | LS
RE: HelPT L
Cutting edge tolerance: m7
Chip groove: Specidl design,easy to chip removal
Chisel edge manufacturing: Chisel edge correction,Mingtaishun standard
Shank form: DIN6535HA hé
Coating: He/PT
g 2.0 14 17 35 3 57 1.0 12 15 36 3 55
2.1 14 18 35 3 57 1.1 12 15 36 3 55
2.2 15 19 34 3 57 1.2 12 15 35 3 55
2.3 16 20 35 3 59 1.3 12 15 34 3 55
24 16 20 35 3 59 1.4 12 15 33 3 55
2.5 17 21 34 3 59 15 17 20 46 3 68
2.6 18 22 36 3 62 1.6 17 20 45 3 68
2.7 18 2 36 3 62 1.7 17 20 44 3 68
A3 # 2.8 19 24 35 3 62 1.8 17 20 44 3 68
m % 29 20 25 34 3 62 1.9 17 20 43 3 68
2.0 20 23 35 3 63
D1 &K A HEIB0LEHE SN e
2.2 21 25 34 3 63
D2PA LAt K 23 22 2 37 3 67
¥& E O]{RiE0.005 AR 2.4 24 28 35 3 67
2.5 25 29 34 3 67
2.6 26 30 37 3 71
2.7 26 31 37 3 71
2.8 27 32 36 3 71
29 28 3 35 3 71
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2.0
2.1
2.2
2.3
2.4
2.5
2.6
2.7
2.8
29

2.0
2.1
2.2
2.3
2.4
2.5
2.6
2.7
2.8
29

2.0
2.1
2.2
2.3
2.4
2.5
2.6
2.7
2.8
29

28
29
30
32
33
55
36
37
38
40

36
37
39
50
43
45
47
48
50
52

44
45
48
50
52
55
57
58
61
63

31
33
34
36
37
39
40
42
43
45

39
M
43
45
47
49
51
53
55
57

47
49
52
54
56
59
61
63
66
68

36
35
34
37
36
34
39
38
37
35

37
36
34
38
36
34
40
39
37
35

38
37
34
39
37
34
42
41
38
36

N | N N[N | N[N WN|WN W | W

N N N N[N W |[W | KWW W

N N | NN | N[N NN W

72
72
72
77
77
77
83
83
83
83

81
81
81
87
87
87
95
95
95
95

90
90
90
97
97
97
107
107
107
107

2.0
2.1
2.2
2.3
2.4
2.5
2.6
2.7
2.8
29

2.0
2.1
2.2
2.8
2.4
2.5
2.6
2.7
2.8
29

54
56
59
62
64
67
70
72
75
78

64
66
70
73
76
80
83
85
89
92

57
60
63
66
68
71
74
77
80
83

67
70
74
74
80
84
87
90
94
97

39
37
34
37
35
32
44
41
38
36

40
38
34
41
38
34
45
42
38
36

N NN N N[N || N[N | W

N N N W [N W |W | N[N W

101
101
101
107
107
107
122
122
122
122

112
112
112
112
122
122
136
136
136
136

16-17

%Ilj;k E"J%% Clamp the drill bit

O XEMEFNEE
BEWRASEERY. WTERBE R %A (3 Please ensure that no vibration occurs. For the use of spring clamp

clamp (thrust bearing type), its locking force is strong, you can be

@ Fixture selection and inspection

E(Et) ] E%ﬁi*%jj gi 7 E.[D/{Q’EMEFE o safe to use.
L LS MEFFL L BFEIFNEE, PESHEFSHIRET  Drill chuck and no-start chuck are not suitable for multi-purpose
3 drill bits due to weak locking force.

When the drill is replaced, clean the inside and outside of the oil-

BEMLEREN, EHERFCHISHEERLNAMNE, R
=B, EENHhBERRELE,

OF P @ Drill clamp

S SE SL %8 S 4N B BEEH R 41 7E0.03mm LA Please control the round runout of the drill bit within 0.03mm.

=] N e = uf . o

BRI A B R LITE IR, If the groove of the bit is clamped inside the clamp head, it will
EESLAEREIHRL AL, SWEYIEINHEE SRR, prevent the discharge of chips and cause the bit to be damaged.

stained spring clamp regularly to remove the cutting powder. If
there is a scratch, please treat it with a stone.

Never clip the groove of the drill bit into the clamp.

- Bk
L :! Spring clamp
1
oq; @
i
1
i}
EERL -
Spring clamp
O X
WERLESAR HkRFHR BUHERHALE, HERKTR SMEBEEHIFE0.03mmELR LB R RER R
Clamping method of Bit holding mode If scratched, please treat with oil stone Peripheral beat within 0.03mm The groove of the bit
spring clamp head or replace with new ones cannot be clamped

t)] ﬁu 5E|5| E"JEFE EI_EC How cutting oil is used

OYIHEIHAEES R

PIHLREIXRE40mm/minld LB, EFFERLSAKEMVIBLEMRT, HMARERMNFREMT KBTI EIH
JISWFI2S HiEZ M.

PIELREA40mm/minkA T, REZEITIESFGH, EEERAERBRNRNIEKAMETIEI,; EHERAERAH)ISATH
15,

XAERIEKBEEIRSBEAXREENRBI, AT HLIEXRERERXEHRESHE,

@) Iy

SMNRHNHE

SMEREITIEIRE R AMMELALFLAIA O, JHE0.3~0.5MPaA

SHEL3~10cmin AR

NLHIHE (Fl:HKE)

GALAT Y RENFL/N, BRLARZRE 1.5MPalA EHHE.

BT b6 rT Y LR AR 3E A T B45E0.5~1.0MPa, 813 3f& 8 #EFF 1~2MPall L,
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(D The selection of cutting oil
When the cutting speed reaches more than 40mm/min, it is recommended to use excellent cooling effect and
chip treatment, and add water-soluble cutting oil JISW type 2 or equivalent with good extreme pressure additive
penetration.
When the cutting speed is less than 40mm/min and the tool life is given priority, it is recommended to use non-
water-soluble cutting oil with lubricating effect. Active vulcanized oil JISAT No. 1.
X There is a risk of fire when using non-water-soluble cutting oil. In order to prevent fire, it is necessary to use a
lot of oil to suppress the oil smoke.
@ Cooling method
It's cold outside
The external cutting oil should be sufficiently supplied to the inlet of the hole. Oil pressure 0.3~0.5MPaA
The amount of oil is 3~10cmin
Internal cold situation (example :HK type)
Below ¢4; The cooling hole is small, so there must be more than 1.5MPa oil pressure.
When the hole depth exceeds $6, 0.5 to 1.0MPa is required when the hole depth is less than 3 times the drilling
diameter, and 1 to 2MPa is recommended when the hole depth exceeds 3 times.

ShIRUEML External cold oil supply type PURALHIU  Internal cold oil supply type

SIXWFEE BB S

Upright situation Horizontal occasion

SMEA (Teke) RERE

External and internal (rotating)
cooling device

Ba==t,
i

MALRAERLED

Cooling from inside the machine

MHEFLWADAESERERO XHEFLIAOLES E
The entrance to the hole is more Supply high pressure oil to
secure for high pressure oil the entrance of the hole

I}J ‘—%*ﬂ EEI Iﬁj j:l E"Jﬁ'%ﬁi@ Calculation of power and axial force V

i

t)] \ﬁu Efg E"]i«'l'%:;f Calculation method of cutting speed EES
n e
R P
Vo= m*Dc*n = 1.000*Vc H 8
1.000 m*Dc = 5

i&géﬁ_i.g ’ i&+gé§ﬂqi+§7£ Feed rate, feed + feed calculation method .

VC:JHEIEE cutting speed (M/min)
\ai

V,=nxf f= - m: BEARr=3.14
Dc: £53LEJ7142 slade diameter (mMm)

m]IET_“\Ej E"]-H_EHK Calculation of processing time
H N: #5& rotate speed (min-1)
Tzw Vf: HLGHEE reed speed (Mm/min)

f: BEEHLRE reed per revolution (mm/rev)

Ij]%*ﬂiﬂi |'l'=|] jj Eqi‘l’%ﬁiﬁ Calculation of power and axial force

ﬁﬁﬁ'ﬁ%:[j]—%:; Required power ( KW) =HB x DCO'ESX VCLNX f0'59/36.000
Emr":l-_‘jj Axial force (N) =0.24 x HB x DC1‘27X f0‘59X 9.8

X FEIRVTER SR, B ERRAXN KRB AFEINENT 665, H@ D145 RRE

% When designing machine tools, please use the above formula to find 1.6 times the required power. 1.4 times the axial force is standard

H: #FLEE swivel depth (mm)
T: MNIBYIE processing time (Min)
HB: % EKEEE srinell Hardness

18-19

Iﬁ: E"J ;éj% Clamping of the workpiece

i&ﬁ'%‘]%‘(%%ﬁﬂﬂﬂlﬂ‘f ’ %FE?E*EI{]% I"‘J'Jj:l ] Fﬁ D/l%‘?ﬁﬁi?ﬁ ’ ij— BFRIRKERMLE Especially with large diameter drill bits
IERMEFENER, 5%, SBRAGBENKES@HOTEA, /
RAZRXENMARERMNOKFZIEEEEN.

When high-efficiency drilling is carried out, a large axial force will be generated, so

ol S -

there must be support to prevent collapse caused by disturbance. In addition,

there will be a lot of torque and horizontal cutting forces, can withstand these }%_E—)Eﬁﬁ %Eﬂ%
forces without vibration clamping is very important. Deflection = collapse Need bracing
ﬁﬁﬁ %E%ﬁﬂ%g Use a drill to regrind
1E-I.ET—H|%E EWHE Life determination
RTRERON, HDGTHHHI ~ AR AR R A N E R D% R EN S
BEXTELNERRETRIEE, 172 wearbars
-
MmEEE
HEEBEE+BRE. EEMBEE, MKV ARG, SHMEGRT., ik O E#F® Ordinary lfe
GUEREE, ESOIABE+ERE. W, BFRAFRERR, BEAL N
ARATNTHELESEATEHEEER, Dessie veat
BiTIEE .
ANBERZARGLNBREEN, BTBEEMEEAATRRSHH RN, X BRNE O
When to trim

In addition to the collapse of the mouth, when there are 1 to 2 feed marks on the edge edge belt and the wear of the knife Angle reaches the
width of the edge belt, it has reached the limit of use of the bit and needs to be trimmed as soon as possible.

How to trim
Regrinding + recoating is recommended. When only regrinding is done, and the material is cut into steel, there will be a low life. To prevent
this from happening, be sure to achieve re-repair + re-coating. In addition, due to the use of new coating technology, please submit grinding

requests to our company and our approved re-grinding partners.

Self-grinding
The re-grinding instructions of our spare multi-purpose drill bits should be obtained from our company or trading house when re-grinding
yourself.
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}UJI] I E"J iﬂ ELﬁ*u XT.I.% Problems and countermeasures of hole processing

P

Cutting Parameters

[ eS| HARM %R I ERER I
e SRR PR SRR I T SR ch SR _EIRYTMI S
= N=pC}
R - REHAR HRR IR T) B R ch S LIRS
BY
— RISEEHIAE, WOGGHIEE | 15MPallT (RALD=2) KITH, Zsf5obanita
-
(R A ERIELTF IS A1
— FRIREAAOREEE f=0.08~012mm/rev
EMEMITRE, FERA RIS TEEMT
N B—— TEUHIRE, BNESH HAVe, WOF CR/NBEN)
T EBEVBE R % H g I N
A e RIS
E— BREDEE #%401~0.2mm
- o8k 70 B S L IR oA B BT SR 55
- RARAMERE R RIS T] SRR h SR FIRYI A
R N=PCE}
e B(EAE R I T] SR A ch SR FIRYIA R
AR R (R M ERIENST IS ATRH1S
BEREIEMESHRMERE | RSwREIM e
B | o | memsre K EIT RS R YIS RS BT SRR 5
3 TI9MNEEBRI AR R TREER
. a RNETETIR TR BRI 2-3°
t REDDIEHRS HE T B (WD AR) TR E R IITH2-36E
BAGHAR R RIS T] B A ch S FIRYIA S
BRI sk EI T RS IR YIS R BT SR B 5
RNBTE T SIS AT IR 2-3°
MISHHTEE BRI SR FRITAIE T) B A h A FIREHIS
— (R R M ERIELTFIS A1
_— ' LA EREEGE, WEEHAEEHE
IR
© | pensEs REHTERTE, LIBRESE | TRGEImmATE, BRHTHE
— A IR IS 70.5/100
1T 1IN
a RN EE TS EERNGN23ES
- EERAENINEHNTIE | SRXRERASUNIEFS AR LRESmERats
- Ly E2OMGE, WS R MEEER
£ SL TR BERLEERGNHTER
B TERSEERR ERSEENEE T
ERRT K1 SHBE
BERBIMMHSHRNERE | RSREMXEEE BRERBRASTMIEFSER
e Rt RIS T] AP FIRIEIS ¢
S N=]
DEtEE EEHAE B FRIREE T AP0 FIREIS ¢4
Q PIEHERE WSS, MO A S
% e AR SR RIS T) B A A TR
= N=]
g - R SR RIS T) B A h 8 T IREIS
KIS RT RIS, MOBHITEE | WEMEHEE, BEHENR15MPaLT
ISR RMITI QRS R R ROTREN2/3ES

The collapse of the
periphery of the
cutting edge

E) R REA BEARIER XHEREEIAGY
FEEEAOLRIEESE =0.08~0.12mm/rev
MAZE PRSI HERE RIS T B A T IRTIEISM
BMEIMIIREFERS FASZETI# T FEINT
ERARES T RILAEHL SRXBERESVEHIETZER
AET KREX SRR -
e SR EARRI T DEX, BN
_ REHNREEE BERLEFRAUHITER
EhLRIBED
n RS LR RN ERARY K1SHEETIF
*I§ RERBITHMHESHNIERE | RSEHVIERE
= REHEIERE REERINER T A PEEN T IRTEIS M
® MEIRGEREE
R | #mImssrs FRREHAE REBERIMERT] BRI T IRTIEIS 4
IR AR fEFAS R EHR ERESTFIS TS
IAEZE REHGE ISR T B A DI T IRTIEIS 4
REHENRERE BERAEFRGUHITER
HAREARR
B&ERR RS R HI SRt ERARTK1SHEETITF
RESHEIM R E
BRERBIHMEEHRERE
HIERLIT] SRXBERASVHIEFZER
Problems and countermeasures of hole processing
Problem Reason Basic Countermeasure Game Collective
. R . According to the upper limit cutting conditions recommended in
It is used in high-speed fields . .
Cutting conditions are not suitable M|ngta|.shun NE tool san.1pl.e - — -
According to the upper limit cutting conditions recommended in
Increase the feed Mingtaishun NC tool sample
Front blade face worn . . .
In the case of internal cold drilling, When the depth of the hole is less than 1.5MPa (LD=2), external
. i reduce the oil discharge oil supply is required
Improper cutting oil
Use high lubricity cutting oil Use equivalent to JIS Al Type 1
Reduce the inlet feed =0.08~0.12mm/rev
Poor penetration — —
:giﬁ'%?tzl pre-machining process, Surface machining with end mill
Change cutting conditions to reduce .
The breakdown of Insufficient rigidity of equipment and resistance Increase Vc, decrease f (decrease axial force)
the transverse edge materials to be cut Improve the clamping strength of the
cut material
Ierg:;zase the width of the transverse Chisel width is 01-0.2mm
@ The tip strength is not enough R
;_' ::?::t%rans:nihcff iT;::‘ngt g:i;: SIS The torsion part of the center is 1.5 times the current width
)
3 . According to the upper limit cutting conditions recommended in
m Reduce cutting speed : .
‘g Processing conditions are not suitable Mingtaishun NC tool sample

Reduce the feed

According to the upper limit cutting conditions recommended in
Mingtaishun NC tool sample

Improper cutting oil

Use high lubricity cutting oil

Use equivalent to JIS AT Type 1

Insufficient rigidity of equipment and
materials to be cut

Improve the clamping strength of the
cut material

The tip strength is not enough

Increase the amount of passivation
treatment of cutting edge

The outer edge of the cutting edge is 1.5 times the current width

Reduce the front and rear knife angles

The front and rear cutter angles are reduced by 2~3° compared
with the current ones

The bite from the outside of the cutting

edge

Increased blade width (W blade size)

The width of the blade belt is 2 to 3 times that of the current one

Intermittent cutting during penetration

Reduce the feed

According to the upper limit cutting conditions recommended in
Mingtaishun NC tool sample

Increase the amount of passivation
treatment of cutting edge

The outer edge of the cutting edge is 1.5 times the current width

Reduce the front and rear knife angles

The front and rear cutter angles are reduced by 2~3° compared
with the current ones
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. . e . According to the lower limit cutting conditions recommended in
I d Reduce cutting speed
nappropriate processing conditions g sp Mingtaishun NC tool sample
Use high lubricity cutting oil Use equivalent to JIS Al Type 1
Improper cutting oil
Increase cutting oil supply If external oil supply, change to internal oil supply
Wear on the blade belt Re-orind early & rverted
Blade band residual wear t:pgrrm early to ensure inverte When the blade belt damage is less than Tmm, grind again
@ Increase the taper The inverted taper is 0.5/100
o Improper tool design
g Salty small blade band width The width of the blade belt is about 2/3 of the current width
QO
«Q Use the most suitable cutting Refer to the table of pushing conditions published in the catalogue
) - X )
. . conditions and tools of Amateru Carbide cutting tools
Chip accumulation
Increase cutting oil supply If external oil supply, change to internal oil supply
Breaking of the bit body Replace the spring chuck if it is damaged
The clamping strength of the fixed Use high-strength stationary tools
tool is insufficient Use a switchblade lever one size larger
Insufﬂ_<:|ent rigidity of equipment and Improve the c_lamplng strength of Refer to the catalogue of Amateru Carbide cutting tools
materials to be cut the cut material
. According to the lower limit cutting conditions recommended in
Increase cutting speed . .
. » . Mingtaishun NC tool sample
Cutting conditions are not suitable - - . . B
. . According to the lower limit cutting conditions recommended in
Chip plugging Increase the feed Mingtaishun NC tool sample
- In the case of internal cold drilling
S Poor chip discharge )
8 P 9 reduce the oil discharge
(-; I the feed According to the lower limit cutting conditions recommended in
= ) " ) nerease the fee Mingtaishun NC tool sample
= Processing conditions are not suitable = o 5 == -
5 i - i According to the lower limit cutting conditions recommended in
@ . . Deieaselcigispes Mingtaishun NC tool sample
Continuous chip i ¢ internal cod drili
Good internal cooling effect n the case of Internat coid driting, When the internal oil supply, the ejection pressure is less than 1.5MPa
reduce the oil discharge
Poor cutting edge sharpness z;:g:ce o [PEESIEHIEN Gl o QUG Reduce the current width by about 2/3
Reduce the feed at the turnstile f=0.08~0.12mm/rev
Poor penetration Red - d According to the lower limit cutting conditions recommended in
p educe cutling spee Mingtaishun NC tool sample
Addltlor_wl pre-machining process, Surface machining with end mill
plane bite
Use the drill best suited for deep holes | Refer to the catalogue of Amateru Carbide cutting tools
Large expansion of Underrigidity of bit
aperture Improve the overall rigidity of the bit The heart thickness is large, the slot width ratio is small
- Improve drill bit installation accuracy Replace the spring chuck if it is damaged
8 Bit run-out
5 Improve the clamping rigidity of the bit | Use a switchblade lever one size larger
@
g Insufficient rigidity of equipment and Improve the clamping strength of the
5 materials to be cut cut material
3 . According to the lower limit cutting conditions recommended in
« Increase cutting speed . .
© Mingtaishun NC tool sample
o Cutting conditions are not suitable - A N o B
o - According to the lower limit cutting conditions recommended in
c Rough finish surface Reduce the feed . .
3 Mingtaishun NC tool sample
5]
< Improper cutting oil Use high lubricity cutting oil Use equivalent to JIS Al Type 1
. According to the lower limit cutting conditions recommended in
Poor penetration Increase the feed . .
Mingtaishun NC tool sample
Improve drill bit installation accuracy Replace the spring chuck if it is damaged
Poor bit installation R
Poor straightness Improve the clamping rigidity of the Use a switchblade lever one size larger
cut material
Improve the clamping strength of the
Insufficient rigidity of equipment and | cut material
materials to be cut
Make a double-edged belt Refer to the catalogue of Amateru Carbide cutting tools

UL

Cutting Parameters
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