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| #L#0I 73 & Hole Cutting Tools

f# R & &% H3X% Catalogue of Solid Carbide Drills
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2 WERRST | $hHI | $AR . : Rt | {IHIZ%&
e ik oA i PR Ve |mm | Bw | PR P | gg Tag
Standard of Arrange Page of
to be cut A Point |Demension Drilling | Form of A of cutting Page of :
Materials flame Code g angle of Depth | drill point Coating edge Size Cutting
Toolholder diameter data
D2100 B FFMTESE D2100 Series Twist Drills for Steels
W | 3 INEERIESS | D2103-NHA eSS 140 6:;5':-}.4 3D HELICA | 3-20 | 10 68
Steels 3XD Twist Drills :
e 5D 4h A BFTESS D2105-NHA | S S | 140 L 5D HELICA | 3-20 | 13 48
Steels 5XD Twist Drills 6535HA
ORI - TS o ' :
s?;fls i D2103-CHA 140 6535HA k] HELIGA | 5-20 16 58
internal cooling
SDRSRRTESE = DIN i
A | sxprwistorilswin | P00 | e | 10 | gsooa | P HELWR | Bl @ | &
Internal Cooling
D2300 & HIFAMIEEE D2300 Series Twist Drills for Steels
@ | 3psh4ERTESS | D2303-NHA L ——JREII : '5: Al ":':H'(:' 320 | 22 68
Steels 3XD Twist Drills 3 5
=ty DIN ALTIN
W 5D SMGIRIEST | D2305-MHA | SRS S | 140 5D 3-20 | 25 68
Steels 5XD Twist Drills 6535HA NAND
SDNA RIS ssme— | 0| o0 | @ | [ | o B | e
Sﬁflt 3XD Twist Drills with fzpes i 7 6535HA L NANO s
internal cooling
DAL o | S Ay o |50 3 | e
JAEE | sxpTwist Dl with | 2305CHA 10| esashn | P nano | %0
Internal Cooling
D2500 HBFBEEMBER D2500 Series Twist Drills for Al.
[ad | soseEiEl | Dasoswa | EERERESTEE 10 | PN | s 3-20 | 34 68
Al 5XD Twist Drills 6535HA :
mas | SDRARIEH | pasos-ona | SeSeEEEST—— 140 | OV | @ 320 | 37 | 68
Al 5XD Twist Drills with 6535HA
Internal Cooling
D2600 2% SHMABEIES D2600 Series Twist Drills for Stainless Steels
FHEM | D IAEIES | D2603-NHA e | 140 DIN a HELICA | 3-20 | 40 40
Stainless |  3XD Twist Drills 6535HA :
Steels
TR | 30 AUABRESS | D2603-CHA B e | 140 il 30 HELICA | 5-20 | 43 43
Stainless | 3XD Twist Drills with 6535HA
Steels Internal Cooling
FEM | 5D FIABIIERT | D2605-CHA | S | 140 DIN | 5p @ HELICA | 5-20 | 45 45
Stainless | 5XD Twist Drills with 6535HA
Steels Internal Cooling
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DDHAFFMAN

High Precision Tools

| #LA0I7J& Hole Cutting Tools

B RE&EHLHEF Catalogue of Solid Carbide Drills

B ’ Nz .
=T WER | $hH) $hR N e R~ | I8l
1]!1% -2 pote] B Thfa e RE Bk RE SEE TR | s
LSS mm FFa
Standard of Arrange Page of
to be cut f Point |Demension | Drilling | Form of q of cutting | Page of .
Materials e (Gaifz Il angle of Depth | drill point Gezidig edge Size c%tat'tgg
Toolholder diameter
D1300 RFI/MARTES D1300 Series small Twist Drills
Steels.
Stainless Steels. o ;
Cast Iron. 6XD Twist Drills | D1306-NYZ S 130 | JINOOD % 0.2-2 47 68
Al Alloys.
Ti-Alloys
D3000 EFIFRFLEE D3000 Series Drills for Deephole
DIN ALTIN
200 3 D3020-CHA | Stscraerrae | 135 200 - 3-12 51 &8
Cg ﬁfm 20XD Dﬁﬁs’?ﬁlﬂfﬁoh 6535HA NANO
with Internal Cooling
D3100 BFUMEEEE  D3100 Series Step drills
Steels. o DIN !
Castlron. | 3D Jhi&HrERES | D3103-NHA = | 140 30 @ TIALN | Wa-wis | 53 8
Al. Alloys 3XD Step drills 6535HA :
D7300 &=FIE#4 D7300 Series Drills with straight flutes
Cast Iron. DIN
SiliconAl. | 5D 4MAEFEE | D7305-NHA [=————"a R}/ 5D %’ 4-20 | 54 68
Alloys 5XD Drills with 6535HA
straight flutes
D7200 #=FIEHEE: D7200 Series Drills with straight flutes
CastIron. B DIN
Silicon Al. 5D NS B D7205-CHA - 130 5D & TIALN 4-20 55 68
Alloys 5XD Drills with straight 6535HA
flutes and Internal Cooling
D5200 #FI=¥]% D5200 Series Drills with 3 fluts
Cast Iron.
sﬁfco:,(’RL D AA=TIEE | D5203-NYZ SR — 150 | JINOO 3D % TIALN | 3-20 56 68
Alloys 3XD Drills with 3 fluts :
09100 %) NG shs>$5 D9100 Series NC centre drills
Steels. q: ﬁ DIN .
Cast Iron. NG gl D9100-090 ‘El—--— s | 9) 90° (5;) TIALN 5-20 58 68
Al. Alloys NC centre drills 6535HA
Steels. ——— e DIN
Cast Iron. NG BRilvgh D9100-120 B | 120 120° - TIALN | 5-20 | 58 | 8
Al. Alloys NC centre drills 6535HA
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Iﬂ:ﬂ‘ﬁ- Workpiece Materials

Stainless Steels

w e e
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Best suitable Suitable




DDHAFFMAN

High Precision Tools

| AAMITINE

$h3L4REIMN : Regulation of drill code

D

2

6

- C

H A -

0O 8 0 O

| m @ | (3) | W | (51 \ (6)
(1) - | Ppeof D | sk Drills
(2) - Prsc::i:l!csts 21 ME EFIRRLESS Series Twist Drills for Steels
23 A FEFIFRIESS Series Twi t Drills for Steels
25 | BASPRFIBRAES Series Twist Drills for Al. Alloys
26 TR RTUBKIES, Series Twist Drills for Stainless Steels
13 MEEBEFES  Twist Drills with small Dia.
30 TRFLERIESEE  Twist Drills for deep Holes
31 MrihFkiEss  Step Twist Drills
73 R EEY  Drills with straight flutes for AL.
72 P EESE  Drills with straight flutes for Cast Iron
52 =T Drills with 3 fluts
91 NC il NC centre drills
(3) - cgét';'t‘}? 00 qulrdh  Centre drills
03 Ixd
05 Sxd
08 8xd
20 20xd
(4) - LMfech?g]sg #h¥ External Cooling
c P31 Internal Cooling
(5} - Form of HA DINBS35HA
shank
HB DING535HB
HE DING535HE
YZ | EiBEHEH Straight shank
(6) ; %'f"‘gl“;t:': 0050 | 0.5mm
0100 | 1mm
0800 | 8mm
1000 | 10mm




IMITIE Eﬂw—MM

BEAEREEHLMBA—Y% 5 List of application of Solid Carbide Drills

= HREE [ REE
g MC | T4 Workpiece Materials Brinell | Rockwell H#iEBIE  Types of Drills
hardness
= hardness THRC
HB HRC P iNE S
Internal Cooling External Cooling
P1 [Low carbon Steels with lang chips | <125 SR
o D2603-NHA | D1306-NYZ
P2 Low carbon Steels with short <125 D2605-CHA
chips, free cutting steels
. Do100-
B3 [ st aw | s ,_ e
D3020-CHA _ -
p D1306-NYZ
' P4 |Alloys. Tool Steels <330 <35
_ D2103-CHA D2103-NHA
(] s S
& D2105-CHA D2105-NHA
P35 |Alloys. Tool Steels 340-450 | 35-48 D2303-CHA 52303-NHA
o A D1306-NYZ
_ |Ferritic Stainless Steels,martensite, D2305-CHA D2305-NHA
23 Stainless Steels,PH Stainless Steels <330 <35
High-tensile ferritic Stainless
P7 |Steels,martensite Stainless Steels, | 330-450 | 35-48
PH Stainless Steels
M1 |Austentic Stainless Steels 130-200
n
o igh-tensi i D2603-CHA
2 | 2 Hightensile austentic und 150-230 | <25 D2603-NHA | D1306-NYZ
2 Cast Stainless Steels D2605-CHA
<2
'g M3 |Dual-phase Stainless Steels 135-275 <30
)

Castlron 120-290 <32
D2103-CHA D2103-NHA D5203-NYZ
Medium difficulty to be cut D2105-CHA D2105-NHA | D1306-NYZ

alloyed cast iron and cast iron with| 130-260 <28 D3020-CHA D9100-090
nodular graphite D2303-CHA D2303-NHA | D3103-NHA D9100-120

High difficulty to be cut high D2305-CHA D2305-NHA
W alloyed cast iron and cast iron with| 180-350 <43
nodular graphite
D9100-090
N1 ([Forged Al. Alloys 60-90 D2505-CHA D2505-NHA | D1306-NYZ
D9100-120
N2 |Cast Al Alloys 70-100 palgam D2103-NHA | 11 306-Nvz | DS203-NvZ
D2105-CHA | D3020-CHA | D2105-NHA D3103-NHA | D9100-0%0
N D2303-CHA | D7205-CHA | D2303-NHA p7aos-NHA | Det0o-120
g N3 |Cast Al Alloys 60-120 D2305-CHA D2305-NHA
£
D9100-090
S| N2 60-200 D2505-CHA D2505-NHA
g Copper. copperalloys D9100-120
(]
E NS Graphite. compound Materials
S
=2 Graphite,CFK,CFRP
Al. based compound Materials
N6 <210
GFK,CFK




EDHAFFMAN

e | FLA0 7] & Hole Cutting Tools

D2103-NHA m n

3D SMSTFAIESS  3XD Twist Drills with straight flank
HELICA % E HELICA Coating
70, $ESM Linear cutting edge, flach relief

EREM T AR @, §8k2 Materials to be cut: Steels, Cast Iron and so on_'::< Ia
1

PHE'ER<BERN - e 1

Steels StainlessSteels ~ Castlron |Non-ferrous metals

34567 12 123 23
o (o] o o
CRES O EE

Best suitable Suitable
THH#IERIP69 Workpiece Materials, see Page 69

niE B RTMAS iz B K BAIR A
V=] Diameter Thread Size Diameter of Holder ~ Total Length Length of flute  |Max. cutting deepth Length of shank
Type d1{m7) Metrich d2(h&) I 12 13 14
D2103-NHA-DO300 3 6 62 20 14 36
D2103-NHA-D0O325 3.25 6 62 20 14 36
D2103-NHA-D0330 3.3 M4 B 62 20 14 36
D2103-NHA-DO340 34 6 62 20 14 36
D2103-NHA-D0350 3.5 5] 62 20 14 36
D2103-NHA-DO370 37 B 62 20 14 36
D2103-NHA-DO400 4 6 66 24 17 36
D2103-NHA-D0420 42 M5 ] 66 24 17 36
D2103-NHA-D0430 4.3 6 66 24 17 36
D2103-NHA-DO450 4.5 6 66 24 17 36
D2103-NHA-D0465 4.65 ] 66 24 17 36
D2103-NHA-D0480 4.8 6 66 28 20 36
D2103-NHA-DOS00 5 Mé [ 66 28 20 36
D2103-NHA-DOS10 5.1 B B8 28 20 36
D2103-NHA-D0520 52 B 66 28 20 36
D2103-NHA-DOS50 5.5 B 66 28 20 36
D2103-NHA-D0555 5.55 5] 66 28 20 36
D2103-NHA-DOSB0 5.8 ] 66 28 20 36
D2103-NHA-DOG00 6 B8 66 28 20 36
D2103-NHA-DOG10 6.1 8 79 34 24 36
D2103-NHA-D0620 6.2 8 79 34 24 36
D2103-NHA-DOB30 6.3 8 79 34 24 36
D2103-NHA-DO650 6.5 8 79 34 24 36
D2103-NHA-DOGED 6.6 B 78 34 24 36
D2103-NHA-D0O680 6.8 Ma 8 79 34 24 36
D2103-NHA-DOB20 8.9 8 79 34 24 38
D2103-NHA-DOT00 7 Max1 8 79 34 24 36
D2103-NHA-DOT10 74 a8 79 41 29 36
D2103-NHA-DOT40 7.4 8 79 41 29 36
D2103-NHA-DOT50 7.5 B 79 41 28 36
AHUIHIARAPS R

Recommendation of cutting output see page P59 Arrange of size D(m7) dihE)

22-3 +0,002/+0.012 0.000/-0.008

=36 +0.004/+0.016 £.000/-0.008

=610 +0,06/+0.021 0.000)-0.008

>10-18 +0,007/+0.025 0.000/-0.011

>1820 *000870028 | 0000/0013

S84 (mm)
Unit(mm)




Hole Cutting Tools FLAN T I & |
D2103-NHA 0 i@

3D SMETEARBETESS  3XD Twist Drills with straight flank
HELICA % B HELICA Coating
L7100, S EESfM Lnear cutting edge, flach relief A

EREMI R 8§, 885 Materials to be cut: Steels, Cast Iron and so on

E M m L 11

Steels StainlessSteels  Castlron |Non-ferrous metals
34567 12 123 23
o o =] o

O EA O EE

Best suitable Suitable
TIH##RIP69 Workpiece Materials, see Page 69

nE P e K K BAR %
Be Diameter Thread Size Diameter of Holder |  Total Length Length of flute  Max. cutting deepth| Length of shank
Type d1({m7) Metrich d2(h&) il 12 13 14
D2103-NHA-DO780 7.80 8.00 79 41 29 36
D2103-NHA-D0800 8.00 B.00 79 41 29 36
D2103-NHA-D0810 8.10 10.00 89 47 35 40
D2103-NHA-DOB40 8.40 10.00 89 47 35 40
D2103-NHA-DOBS0 8.50 M10 10.00 89 47 35 40
D2103-NHA-D0O8B0 8.60 10.00 89 47 35 40
D2103-NHA-DOBTO 8.70 10.00 89 47 35 40
D2103-NHA-DO880 8.80 10.00 89 47 35 40
D2103-NHA-D0900 9.00 M10X1 10.00 89 47 35 40
D2103-NHA-D0830 9.30 10.00 89 47 35 40
D2103-NHA-D0950 9.50 10.00 89 47 35 40
D2103-NHA-D0960 9.60 10.00 a9 47 35 40
D2103-NHA-D0OS80 9.80 10.00 89 47 35 40
D2103-NHA-D1000 10.00 10.00 89 47 35 40
D2103-NHA-D1025 10.25 M12 12.00 102 55 40 45
D2103-NHA-D1040 10.40 12.00 102 55 40 45
D2103-NHA-D1050 10.50 M12X1.5 12.00 102 55 40 45
D2103-NHA-D 1060 10.60 12.00 102 55 40 45
D2103-NHA-D 1080 10.80 12.00 102 55 40 45
D2103-NHA-D1100 11.00 12.00 102 55 40 45
D2103-NHA-D1120 11.20 12.00 102 55 40 45
D2103-NHA-D1150 11.50 12.00 102 55 40 45
D2103-NHA-D1180 11.80 12.00 102 55 40 45
D21 []3~NI'_|H—D1200 12.00 M14 12.00 102 55 40 45
D2103-NHA-D1225 12.25 14__05 107 B0 43 45
D2103-NHA-D1250 12.50 M14X1.5 14.00 107 60 43 45
D2103-NHA-D1270 12.70 14.00 107 60 43 45
D2103-NHA-D1275 12.75 14.00 107 60 43 45
D2103-NHA-D1280 12.80 14.00 107 60 43 45
D2103-NHA-D1300 13.00 14.00 107 60 43 45
FAEFIH AR TPS9 R+t3EE

Recommendation of cutting output see page P59 Arrange of size D{m7) dihe)

22-3 +0.002/+0.012 | 0.0004-0.006

=38 +0.004/+0.016 0.000/-0.008

>6-10 +0.06/+0.021 0.000/-0.008

>10-18 +0.007/+0.025 | 0.000/-0.011

>1820 +*0.008/+0.028 |  0.0001-0.013

B (mm)
Unit(mm)

011
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D2103-NHA m n

3D SMETEHMMIEE  3XD Twist Drills with straight flank
HELICA B HELICA Coating
710, $BEESA  Linear cutting edge, flach relief 3

"*Mé&&i}; \."Jl'_'_'—'—- .dzz

EAWMIEE: ¥, 8% Materials to be cut: Steels, Cast Iron and so on_':_.:< I3
| = o
-+ L I2 1L la |
A W™ N !
Steels StainlessSteels.  Castlron  [Non-ferrous metals
34567 12 123 23
o a o )
O BIES O iEE
Best suitable Suitable
THHHEIERRAP69 Workpiece Materials, see Page 69
Nz L4 B @ BAIR LR
e Diameter %ﬁfﬁgﬁﬂ Diameter of Holder  Total Length Length of flute  |Max. cutting :I:eepth Length of shank
T d1{m7) Metri d2(h&) I 12 13 14
ype etrich
D2103-NHA-D1310 13.10 14.00 107 60 43 45
D2103-NHA-D1350 13.50 14.00 107 B0 43 45
D2103-NHA-D1380 13.80 14.00 107 80 43 45
D2103-NHA-D1400 14.00 M16 14.00 107 60 43 45
D2103-NHA-D1425 14.25 16.00 115 B5 45 48
D2103-NHA-D1450 14.50 M16X1.5 16.00 115 B5 45 48
D2103-NHA-D1475 14.75 16.00 115 B5 45 48
D2103-NHA-D1480 14.80 16.00 115 B5 45 48
D2103-NHA-D1500 15.00 16.00 115 65 45 48
D2103-NHA-D1510 15.10 16.00 115 65 45 48
D2103-NHA-D1550 15.50 16.00 115 65 45 48
D2103-NHA-D1580 15.80 16.00 115 65 45 48
D2103-NHA-D1600 16.00 16.00 115 B5 45 48
D2103-NHA-D1650 16.50 18.00 123 73 51 48
D2103-NHA-D1675 16.75 18.00 123 73 51 48
D2103-NHA-D1680 16.80 18.00 123 73 51 48
D2103-NHA-D1700 17.00 18.00 123 73 51 48
D2103-NHA-D1750 17.50 18.00 123 73 51 48
D2103-NHA-D1780 17.80 18.00 123 73 a1 48
D2103-NHA-D1800 18.00 18.00 123 73 51 48
D2103-NHA-D1850 18.50 20.00 131 79 55 50
D2103-NHA-D1880 18.80 20.00 131 79 55 50
D2103-NHA-D1900 19.00 20.00 131 79 55 50
D2103-NHA-D1950 19.50 20.00 131 79 55 50
D2103-NHA-D1980 19.80 20.00 131 79 55 50
D2103-NHA-DZ000 20.00 20.00 13 79 55 50
R TIH AR ILP59 Rf3eH
Recommendation of cutting output see page P59 Arrange of size D(m7) d{hg)
22-3 +0,002/+0.012 0.000/-0.008
=36 +0.004/+0.016 £.000/-0.008
=610 +0.06/+0.021 0.000/-0.008
>10-18 +0,007/+0.025 0.000/-0.011
>18:20 *0008/+0.028 | 0000-0013
SB35 ()
Unit(mm)




Hole Cutting Tools FLAN 71 8 |
D2105-NHA 5o i@

5D SMSTHEARIESET  5XD Twist Drills with straight flank
HELICA #%E HELICA Coating
B 710, $BEM  Linear cuttingedge, flach relief i

EREMIAE, 8, 885 Materials to be cut: Steels, Cast Iron and so on

E M m L I
Steels StainlessSteels  Castlron |Non-ferrous metals
34567 12 123 23
o e o o
O A O EE
Best suitable Suitable
TH#ERIAP69 Workpiece Materials, see Page 69
pe Diamm%ter %ﬁgﬁz‘;‘;ﬂ Diametzﬁr f)éf Holder Totaﬁ.fngth Leng:E ff flute Max. ftﬁr:z?ﬁeepth Lengtzﬁcffe shank
Type d1({m7) Metrich d2(h&) 1 12 13 14
D2105-NHA-D0300 3.00 6.00 86 28 23 36
D2105-NHA-D0325 325 6.00 66 8 | 23 3
D2105-NHA-D0330 3.30 M4 6.00 66 28 23 36
D2105-NHA-DD340 3.40 6.00 66 28 23 36
D2105-NHA-D0350 3.50 6.00 66 28 23 36
D2105-NHA-D0370 3.70 6.00 66 28 23 36
D2105-NHA-D0400 4.00 6.00 74 36 29 36
D2105-NHA-D0420 420 M5 6.00 T4 36 29 36
D2105-NHA-D0430 4.30 . 6.00 74 36 29 36
D2105-NHA-D0450 4,50 - 6.00 74 36 29 36
D2105-NHA-D0465 4,65 6.00 T4 36 29 36
D2105-NHA-D0480 4.80 6.00 82 44 35 36
D2105-NHA-D0O500 5.00 M6 6.00 82 44 35 36
D2105-NHA-DOS10 5.10 6.00 82 44 35 36
D2105-NHA-D0520 520 6.00 82 44 35 36
D2105-NHA-DD550 5.50 6.00 82 44 35 36
D2105-NHA-D0555 555 - 6.00 82 44 35 36
D2105-NHA-D0580 5.80 - 6.00 a2 44 35 36
D2103-NHA-D0O600 6.00 6.00 B2 44 35 36
D2105-NHA-DOB10 6.10 8.00 9 53 43 36
D2105-NHA-D0620 6.20 8.00 ] 53 43 36
D2105-NHA-DO630 6,30 8.00 91 53 43 36
D2105-NHA-DO6B50 6.50 8.00 9 53 43 36
D2105-NHA-DOB60 6.60 8.00 9 53 43 36
D2105-N HA-DCIBSG 6.80 - Ma 8.00 4 53 43 36
D2105-NHA-DOB90 6.90 - 8.00 91 53 43 36
D2105-NHA-DO700 7.00 Mex1 8.00 91 53 43 36
D2105-NHA-DOT10 7.10 8.00 91 53 43 36
D2105-NHA-DO740 7.40 8.00 9 53 43 36
D2105-NHA-DO750 7.50 8.00 91 53 43 36
AWLHI AR ILPSY Rt 38
Recommendation of cutting output see page P59 Arrange of size D{m7) dih}
22-3 +H.002+0012 | 0.0004-0.008
=36 H1.004/+0.018 0.0004-0.008
>610 +006/°0021 | 0000009
=10-18 +1.007/+0.025 0.000/-0.011
>18-20 +0.008+0028 | 0.000-0.013
Snimn

013



EDHAFFMAN

High Precision Tools

| #L50I 7] & Hole Cutting Tools

D2105-NHA

5D Sh&BARRIESS
HELICA % &
#E7I0, FEBEEA

EREmIFE: #,

PHIR N
Stee_ls Stainle}s Stgels Caft |I.’On Non-ferrgu.s metals
34567 12 123 23
o o o o]
O RiES CEE
Best suitable Suitable

TIH##ZRAP69 Workpiece Materials, see Page 69

5XD Twist Drills with straight flank
HELICA Coating
Linear cutting edge, flach relief

5855 Materials to be cut: Steels, Cast Iron and so on|,

Nz B RTMAR] LSS BEK K BANR K
n Diameter Thread Size Diameter of Holder Total Length Length of flute  Max. cutting deepth| Length of shank
Type d1(m7) Metrich d2(h&) 5] 12 13 14
D2105-NHA-DO780 7.80 8.00 91 53 43 36
D2105-NHA-DO800 8.00 8.00 N 53 43 36
D2105-NHA-D0810 8.10 10.00 103 81 49 40
D2105-NHA-DDB40 8.40 10.00 103 61 45 40
D2105-NHA-DOBSO 8.50 M10 10.00 103 61 45 40
D2105-NHA-DD8E0 B.60 10.00 103 61 49 40
D2105-MHA-DOS70 B.70 10.00 103 61 49 40
D2105-NHA-DO880 8.80 10.00 103 81 49 40
D2105-NHA-DOS00 9.00 M10X1 10.00 103 61 49 40
[D2105-NHA-DOS30 9.30 10.00 103 61 48 40
D2105-NHA-D0950 9.50 10.00 103 61 48 40
D2105-NHA-D0960 9.60 10.00 103 61 49 40
D2105-NHA-DO9B0 9.80 10.00 103 61 49 40
D2105-NHA-D1000 10,00 10.00 103 81 49 40
D2105-NHA-D1025 10.25 M12 12.00 118 71 56 45
D2105-NHA-D1040 10.40 12.00 118 7 56 45
D2105-NHA-D1050 10.50 M12X1.5 12.00 118 T 56 45
D2105-MHA-D1060 10.60 12.00 118 7 56 45
D2105-NHA-D1080 10.80 12.00 118 Ial o6 45
D2105-NHA-D1100 11.00 12.00 118 71 56 45
D2105-NHA-D1120 11.20 12.00 118 7 56 45
D2105-NHA-D1150 11.50 12.00 118 7 56 45
D2105-NHA-D1180 11.80 12.00 118 7 56 45
D2105-NHA-D1200 12.90 14 12.00 118 7 56 45
D2105-NHA-D1220 12.20 14.00 124 T 60 45
D2105-NHA-D1225 12,25 14.00 124 77 &80 45
D2105-NHA-D1250 12,50 M14X1.5 14.00 124 77 60 45
D2105-NHA-D1270 12.70 14.00 124 I &0 45
D2105-NHA-D1275 12.75 14.00 124 77 60 45
D2105-NHA-D1280 12.80 14.00 124 T4 60 45
RE UG ARIP59 R-FEE

Recommendation of cutting output see page P59 Arrange of size D(m7) d{h&}

223 +0.002/+0.012 0.000/-0.008

=36 +0.004/+0.016 0.000/-0.008

=610 +0.06/+0,021 0.000/-0,008

>10-18 +0.007/+0.025 0.000(-0.011

>18-20 +0.008r0.029 0,000-0.013

BT (mm)
Unit(mm)




Hole Cutting Tools ZLAN T 718 |
D2105-NHA 5o i@

5D SMETEHHRRIESS  5XD Twist Drills with straight flank
HELICA #&E HELICA Coating
#EEIO, $EEM  Linear cutting edge, flach relief °

EREmMIFE. ¥, 585 Materials to be cut: Steels, Cast Iron and so on

E M m L I
Steels Stainless Steels. CasF Iron Non-ferrqus rpetals
34567 12 123 23
o e o o
O A O EE
Best suitable Suitable
TIH#P69 Workpiece Materials, see Page 69
B Diayr]nfter %ﬁ?sﬁz‘iﬁﬂ Diametzﬁr 1oéf Holder Totaﬁfngth Le!ngz:fi -tL;f flute Max. :ﬁtjt?:gbﬁeepth Lengtﬂﬁt;tfe shank
Type d1({m7) Metrich d2(h&) 1 12 13 14
D2105-NHA-D1310 13.00 14.00 124 77 60 45
D2105-NHA-D1350 13.50 - 14.00 124 7 [ 60 45
D2105-NHA-D1380 13.80 14.00 124 7 60 45
D2105-NHA-D1400 14.00 M16 14.00 124 i B0 45
D2105-NHA-D1425 14.25 16.00 133 83 63 48
D2105-NHA-D1450 14.50 M16X1.5 16.00 133 83 83 48
D2105-NHA-D1475 14.75 16.00 133 83 63 48
D2105-NHA-D1480 14.80 16.00 133 83 63 48
D2105-NHA-D1500 15.00 . 16.00 133 83 63 48
D2105-NHA-D1510 15.10 - 16.00 133 83 63 48
D2105-NHA-D1550 15.50 16.00 133 83 63 48
D2105-NHA-D1580 15.80 16.00 133 83 83 48
D2105-NHA-D1600 16.00 16.00 133 B3 83 48
D2105-NHA-D1650 16.50 18.00 143 a3 &l 48
D2105-NHA-D1675 16.75 18.00 143 a3 i 48
D2105-NHA-D1680 16.80 18.00 143 93 4l 48
D2105-NHA-D1700 1700 | 18.00 143 o | 7 48
D2105-NHA-D1750 17.50 - 18.00 143 a3 - T 48
D2103-NHA-D1780 17.80 18.00 143 a3 Al 48
D2105-NHA-D1800 18.00 18.00 143 a3 T 48
D2105-NHA-D1850 18.50 20.00 163 101 v 50
D2105-NHA-D1900 18.00 20,00 183 101 7 50
D2105-NHA-D1950 18.50 20.00 153 101 v 50
D2105-NHA-D1980 19.80 20.00 183 101 Vi 50
D2105-NHA-D2000 20.00 20.00 153 101 7 50
HEEDHIARTPS R$3E8
Recommendation of cutting output see page P59 __Arrange of size D{mT) diné)
#2-3 +0.002/+0.012 0.000V-0.006
it QNG | 00000008
>6-10 +0.06/+0.021 0.0004-0.008
>10-18 000740025 | 0.0004-0.011
>18-20 +0.008/+0.029 0.0004-0.0%3
S




EDHAFFMAN

High Precision Tools | FLONT 718 Hole Cutting Tools

D2103-CHA

3D WS TR TESS 3XD Twist Drills with straight flank and Internal Cooling
HELICA % & HELICA Coating
BETI0O, $*BESH Linear cutting edge, flach relief

EREMIFE: 4, S8 Materials to be cut: Steels, Cast Iron and soon |_

Steels Stainless Steels) ~ Castlron Non-ferrousmetals| Superalloys

34567 12 123 23 1234

o o o o] o
O BEE O BH

Best suitable Suitable
TIHHRIERIP69 Workpiece Materials, see Page 69

nNE e R~FM A iz B € BAIR K
i E=N Diameter Thread Size Diameter of Holder |  Total Length Length of flute  |Max. cutting deepth| Length of shank
d1{m7) . d2(h&) 11 12 13 14
Type Metrich
D2103-CHA-DOS00 5.00 M6 6,00 66 28 20 3B
D2103-CHA-DOS10 5.10 6.00 66 28 20 36
D2103-CHA-DO520 5.20 6.00 66 28 20 36
D2103-CHA-DOS50 5.50 6.00 66 28 20 38
D2103-CHA-D0555 5.55 6.00 66 28 20 36
D2103-CHA-DOS80 5.80 6.00 B6& 28 20 38
D2103-CHA-DO&0D 6.00 6.00 66 28 20 36
D2103-CHA-DOB10 6.10 8.00 78 34 24 36
D2103-CHA-DO620 6.20 8.00 T8 34 24 36
D2103-CHA-DO630 6.30 8.00 79 34 24 36
D2103-CHA-D0650 6.50 B8.00 79 34 24 36
D2103-CHA-D0OBBD 6.60 8.00 ié:] 34 24 36
D2103-CHA-DO6B0 6.80 M8 8.00 79 34 24 36
D2103-CHA-D0830 6.90 8.00 78 34 24 36
D2103-CHA-DO700 7.00 Max1 8.00 79 34 24 36
D2103-CHA-DO710 7.10 8.00 78 41 29 38
D2103-CHA-DO740 7.40 8.00 79 41 29 36
D2103-CHA-DO750 7.50 8.00 79 41 29 36
D2103-CHA-DO780 7.80 8.00 78 4 29 38
D2103-CHA-DOBOO 8.00 8.00 79 41 29 36
D2103-CHA-DO810 8.10 10.00 89 47 35 40
D2103-CHA-D0840 8.40 10.00 89 47 35 40
D2103-CHA-DOB5SD 8.50 M10 10.00 89 47 35 40
D2103-CHA-DOBBO B.60 10.00 B9 a7 35 40
D2103-CHA-DOBTO 8.70 10.00 as A7 35 40
D2103-CHA-DO880 B.80 10.00 89 47 35 40
D2103-CHA-DOS00 9.00 M10X1 10.00 89 47 35 40
[02103-CHA-DO930 9.30 10.00 88 47 35 40
D2103-CHA-DO950 9.50 10.00 89 47 35 40
D2103-CHA-D0960 9.60 10.00 89 47 as 40
A UTHI AR RP50 R

Recommendation of cutting output see page P59 Arrange of size D{m7} di{hi)

=23 +0.002/+0.012 0.000/-0.006

>3-8 +0.004/+0.016 0.000/-0.008

>6-10 +0.06/+0,027 0.0001-0,009

=10-18 +0.007/+0.025 0.000/-0.011

= 13_-—2.0 *ﬂ.ﬂﬂ&”ﬂﬂ E!UUQHJO‘H!

Hfii(mm)
Unit(mm)




Hole Cutting Tools FLANTJJ & |
D2103-CHA B85

3D M TARARIES 3XD Twist Drills with straight flank and Internal Cooling
HELICA &2 HELICA Coating
BH&E 710, $BEJS M Linear cutting edge, flach relief i

EREmMIAR: #, HEE% Materials to be cut: Steels, Cast Iron and so on

Steels StainlessSteels ~ Castlron |Nonferrousmetals| Superalloys

34567 12 123 23 1234

o] (o o O o
ORES O EA

Best suitable Suitable
TIH##IRIP69 Workpiece Materials, see Page 69

Az mERMAS | 1wz BE i8S BAR L
FLI]=1 Diameter Thread Size Diameter of Holder|  Total Length Length of flute  Max. cutting deepth Length of shank
Type d1{m7) Metrich d2(hg) 1 12 13 14
D2103-CHA-D0980 9.80 10.00 89 47 35 40
D2103-CHA-D1000 10.00 . 10.00 89 47 35 40
D2103-CHA-D1025 10.25 M2 12.00 102 55 40 45
D2103-CHA-D1040 10.40 12.00 102 55 40 45
D2103-CHA-D1050 10.50 M12X1.5 12.00 102 55 40 45
D2103-CHA-D1060 10.60 12.00 102 55 40 45
D2103-CHA-D1080 10.80 12.00 102 55 40 45
D2103-CHA-D1100 11.00 12.00 102 55 40 45
D2103-CHA-D1120 11.20 . 12.00 102 55 40 45
D2103-CHA-D1150 11.50 . 12.00 102 55 40 45
D2103-CHA-D1180 11.80 12.00 102 55 40 45
D2103-CHA-D1200 12.00 M14 12.00 102 55 40 45
D2103-CHA-D1225 12.25 14.00 107 60 43 45
D2103-CHA-D1250 12.50 M14X1.5 14.00 107 60 43 45
D2103-CHA-D1270 12.70 14.00 107 60 43 45
D2103-CHA-D1275 12.75 14.00 107 60 43 45
D2103-CHA-D1280 12.80 . 14.00 107 60 43 45
D2103-CHA-D1300 13.00 - 14.00 107 60 43 45
D2103-CHA-D1310 13.10 14.00 107 60 43 45
D2103-CHA-D1350 13.50 14.00 107 60 43 45
D2103-CHA-D1380 13.80 14.00 107 60 43 45
D2103-CHA-D1400 14.00 M16 14.00 107 60 43 45
D2103-CHA-D1425 14.25 16.00 118 65 45 48
D2103-CHA-D1450 14.50 M16X1.5 16.00 115 551 45 48
D2103-CHA-D1475 14_.?5 . 16.00 115 65 45 48
D2103-CHA-D1480 14.80 - 16.00 115 65 45 48
D2103-CHA-D1500 15.00 16.00 115 65 45 48
D2103-CHA-D1510 15.10 16.00 115 65 45 48
D2103-CHA-D1550 15.50 16.00 115 65 45 48
D2103-CHA-D1580 15.80 16.00 115 65 45 48
LT D R

Recommendation of cutting output see page P59 Arrange of size Dim7) dihe)

22\-3 +DDDQJ'+DO‘I 2 | 0.0004-0.006

>36 +0.004/+0.016 0.000v-0.008

>610 00640021 | 0,000-0.009

=10-18 +1.007/+0.025 0.000/-0.011

>18-20 +0.00840028 | 0.000/-0.013

B {ir(mm)
Unit(mm)

017



DDHAFFMAN

High Precision Tools | FL.In I 7] B Hole Cuttlng Tools

D2103-CHA

3D WA BMRRIESS  3XD Twist Drills with straight flank and Internal Cooling
HELICA % E HELICA Coating

HE&7I0, $BEEM  Linearcutting edge, flach relief )
di1| 140° [ <

K

ERAWEMIEE: #, 55 Materials to be cut: Steels, Cast Iron and so onl_
B ™ NS
Steels StainlessSteels  Castlron  Non-ferousmetals Super alloys
34567 12 ” 123 [ 2:; - 123-4
o o] o] o] o
O EEA O iEA

Best suitable Suitable
IHHHEIERRP69 Workpiece Materials, see Page 69

4

niE N hE B 8 AR <
ma Diameter !%I'glfr):aghsﬂi?eﬁu Diameter of Holder |  Total Length Length of flute  Max. cglftting”t'iteepth Length of shank
Type d1(m7) Metrich d2(h&) 3] 12 13 14
D2103-CHA-D1600 16.00 16.00 115 65 45 48
D2103-CHA-D1650 16,50 18.00 123 73 §1 48
D2103-CHA-D1675 16.75 18.00 123 73 81 48
D2103-CHA-D1680 16.80 18.00 123 73 81 48
D2103-CHA-D1700 17.00 18.00 123 73 51 48
D2103-CHA-D1750 17.50 18.00 123 73 &1 48
D2103-CHA-D1780 17.80 18.00 123 73 51 48
D2103-CHA-D1800 18.00 18.00 123 73 51 48
D2103-CHA-D1850 18.50 20.00 131 79 55 50
D2103-CHA-D1880 18.80 20.00 131 79 55 50
D2103-CHA-D1300 18.00 20.00 131 79 55 50
D2103-CHA-D1950 19.50 20.00 131 79 55 50
D2103-CHA-D1980 19.80 20.00 131 79 55 50
D2103-CHA-D2000 20.00 20,00 13 79 55 50
VI BLP5

Recommendation of cutting output see page P59 Rt #E D(m7) dihi}

223 +0.002/+0.012 0.000/-0.006

=36 +0.004/+0.016 0.000/-0.008

610 +0.06/+0021 | 0/000-0,008

>10-18 +0.007/+0.025 0.0004-0.011

>18-20 +0.008/+0.029 0.000/-0.013

1 (mm)
Unit(mm)




Hole Cutting Tools FLAN 71 8 |
D2105-CHA 50l |

5D KA EHMARAESS  5XD Twist Drills with straight flank and Internal Cooling
HELICA #&E HELICA Coating
EEkTIO, $BEH  Linear cutting edge, flach relief

SREmMIFE: 9, 888 Materials to be cut: Steels, Cast Iron and so on
Steels StainlessSteels  Castlron  Non-ferrousmetals| Super alloys

34567 12 123 23 1234

o o o 0 o
ORiES O EA

Best suitable Suitable
TIH##IRIP69 Workpiece Materials, see Page 69

ne wargmay | € s i BATR it
Be Diameter Thread Size Diameter of Holder|  Total Length Length of flute Max. cutting deepth Length of shank
~id d1(m7) read iz d2(h6) ¥ 2 13 4
D2105-CHA-DO500 5.00 M6 6.00 82 44 35 36
D2105-CHA-DOS10 510 6.00 82 4 | 3 36
D2105-CHA-D0520 5.20 6.00 82 44 35 36
D2105-CHA-D0550 5.50 6.00 82 44 35 36
D2105-CHA-D0555 5.55 6.00 82 44 35 a6
D2105-CHA-DO0580 5.80 6.00 82 44 35 36
D2105-CHA-D0600 6.00 6.00 82 44 35 36
D2105-CHA-D0810 6.10 8.00 91 53 43 36
D2105-CHA-D0620 620 | 8.00 91 53 | 43 36
D2105-CHA-DO0630 630 8.00 91 53 43 36
D2105-CHA-DO0B50 6.50 8.00 91 53 43 36
D2105-CHA-DOBB0 6.60 8.00 91 53 43 a6
D2105-CHA-D0880 6.80 M8 8.00 91 53 4 36
D2105-CHA-D0690 6.90 8.00 91 53 43 38
D2105-CHA-DO700 7.00 MBX1 8.00 91 53 43 36
D2105-CHA-DO710 7.10 8.00 91 53 43 36
D2105-CHA-DO740 740 | 8.00 91 53 | 43 36
D2105-CHA-DO750 750 8.00 91 53 | 43 36
D2105-CHA-DO780 7.80 8.00 91 53 43 36
D2105-CHA-DO800 8.00 4.00 9 53 43 36
D2105-CHA-DO0810 8.10 10.00 103 61 49 40
D2105-CHA-D0840 8.40 10.00 103 61 49 40
D2105-CHA-D0850 8.50 M10 10.00 103 61 49 40
D2105-CHA-DOBB0 8.60 10.00 103 61 49 40
D2105-CHA-D0870 870 | 10.00 103 61 | 49 40
D2105-CHA-DO880 880 | 10.00 103 61 49 40
D2105-CHA-D0S00 9.00 M10X1 10.00 103 61 49 40
D2105-CHA-D0930 9.30 10.00 103 61 49 40
D2105-CHA-DO0g50 9.50 10.00 103 61 49 40
D2105-CHA-D0960 9.60 10.00 103 61 49 40
HEFTH AR RLPS9 R
Recommendation of cutting output see page P59 Arrange of size D{m7) dihe)
22.-3 'l-DmZH-UIJ'I 2 | 0.000/-0.006
=38 H1.004/+0.016 0.000W-D.008
S610 | 00NW0021 | 00000008
>10-18 +0.007/+0.025 0.000/-0.011
>18:20 00080028 | 0.000/0.013
B {ir (mm)
Unit(mm)

019



DDHAFFMAN

e | FLADZJJ B Hole Cutting Tools

D2105-CHA

5D P4 TIAREREIESES  5XD Twist Drills with straight flank and Internal Cooling
HELICA #%E HELICA Coating
HET O, FEEM Linear cutting edge, flach relief f

di '140' E}_ -

EREMIHE: #, §82 Materials to be cut: Steels, Cast Iron and so on

E v I 0O B

Steels Stainless Steels  Castlron |Non-ferrousmetals|  Super alloys

34567 12 123 23 1234

O o [ () (]

O BES G EE

Best suitable Suitable
TIH##IRIP69 Workpiece Materials, see Page 69

& BaRman | ME B i BAE ik
e Diameter Thread Size Diameter of Holder|  Total Length Length of flute  Max. cutting deepth Length of shank
Type d1(m7) Metrich d2(h6) I 12 13 14
D2105-CHA-DO980 9.80 10.00 103 61 49 40
D2105-CHA-D 1000 10.00 i 10.00 103 61 [ 49 40
D2105-CHA-D1025 10.25 M12 12,00 118 71 56 45
D2105-CHA-D 1040 10.40 12.00 118 71 56 45
D2105-CHA-D1050 10.50 M12X1.5 12.00 118 71 56 45
D2105-CHA-D1080 10.60 12.00 118 ™ 56 45
D2105-CHA-D1080 10.80 12.00 118 71 56 45
D2105-CHA-D1100 11.00 12.00 118 71 56 45
D2105-CHA-D1120 11.20 . 12.00 118 71 . 56 45
D2105-CHA-D1150 11.50 - 12.00 118 71 - 56 45
D2105-CHA-D1180 11.80 12.00 118 7 56 45
D2105-CHA-D1200 12.00 Mi14 12.00 118 F i 56 45
D2105-CHA-D1220 12.20 14.00 124 77 60 45
D2105-CHA-D1225 12.25 14.00 124 77 B0 45
D2105-CHA-D1250 12.50 M14X1.5 14.00 124 77 60 45
D2105-CHA-D1270 12.70 14.00 124 77 60 45
D2105-GHA-D1275 1275 | 1400 124 | eo 45
D2105-CHA-D1280 12.80 | 14.00 124 77 [ B0 45
D2105-CHA-D1300 13.00 14.00 124 7 B0 45
D2105-CHA-D1350 13.50 14.00 124 77 60 45
D2105-CHA-D 1380 13.80 14.00 124 77 60 45
D2105-CHA-D 1400 14.00 M16 14.00 124 77 60 45
D2105-CHA-D1425 14.25 16.00 133 83 63 48
D2105—CHJ‘\—D1450 14.50 M16X1.5 16.00 133 83 63 48
D2105-CHA-D1475 14.75 [ 16.00 133 83 [ B3 48
D2105-CHA-D 1480 14.80 - 16.00 133 83 - 63 48
D2105-CHA-D1500 15.00 16.00 133 83 63 48
D2105-CHA-D1510 15.10 16.00 133 83 63 48
D2105-CHA-D1550 15.50 16.00 133 83 63 48
D2105-CHA-D1580 15.80 16.00 133 B3 63 48
R TIH AR ILPS9 <+

Recommendation of cutting output see page P59 ﬁ&size B{m7) dihg)

22-_3 | +_0.I?Q‘2.I"|0.01_2 0.000/-0.008

>3-6 +0.004/+0.018 0.000/-0.008

2810 | c0.0R00E] 2000/ 0,008,

>10-18 +0.007/+0.025 0.000/-0.011

>1620 | +0008%0029 | 00000078

i ()
Unit(mm)




Hole Cutting ToolsFLIN 71 & | m%

D2105-CHA

B 8 60

5D M THBARTESL  5XD Twist Drills with straight flank and Internal Cooling
HELICA % B HELICA Coating
g0, S/ Linearcutting edge, flach relief A

EREMIAE: 9, 58 Materials to be cut: Steels, Cast Iron and so on

I2
@ ™ S i
Steels StainlessSteels  Castlron |Nonferrousmetals|  Super alloys
34567 12 123 23 1234
L] [a] (o] o]
O BES O iEE
Best suitable Suitable
TIHMEIERIP69 Workpiece Materials, see Page 69
nE [ B ik RAR <
B Diameter %’ﬁfa_g '\Sni;iﬂ Diameter of Holder|  Total Length Length of flute Max. cftting deepth Length of shank
Type d1({m7) Metrich d2(h&) 1 12 13 14
D2105-CHA-D1600 16.00 16.00 133 83 63 48
D2105-CHA-D1650 16.50 18.00 143 93 71 48
D2105-CHA-D1675 16.75 18.00 143 93 il 48
D2105-CHA-D1680 16.80 18.00 143 a3 71 48
D2105-CHA-D1700 17.00 18.00 143 93 7 48
D2105-CHA-D1750 17.50 18.00 143 93 7 48
D2105-CHA-D1780 17.80 18.00 143 93 T 48
D2105-CHA-D1800 18.00 18.00 143 93 Tl 48
D2105-CHA-D1850 18.50 20.00 163 101 i 50
D2105-CHA-D1900 18.00 20.00 163 101 77 50
D2105-CHA-D1950 19.50 20.00 153 101 Vi 20
D2105-CHA-D1980 19.80 20.00 153 101 T 50
D2105-CHA-D2000 20.00 20.00 153 101 v 50
HEEIHI AR P59 Re7E
Recommendation of cutting output see page P59 Arrange of size Bz A(hs)
223 +0.002+0.012 | 0.00000,006
=36 +0.004/+0.016 0.000/-0.008
>6-10 +0.06/+0.021 0.000-0.008
>10-18 +0.007/+0.025 0.000/-0.011
==18-20 +0.008/+0.028 0.000-0.013
BafiE{mm)
Unit(mm)




DDHAFFMAN

High Precision Tools

| LI 71E Hole Cutting Tools

D2303-NHA

3D SMSTFAIESS  3XD Twist Drills with straight flank
AlTiN-nano %8B AITiN-nano Coating
HE&70O, FEESM Linear cutting edge, flach relief

EREM T AR 9, $83 Materials to be cut: Steels, Cast Iron and so on

Steels StainlessSteels  Cast Iron  |Non-ferrous metals
34567 12 123 23
o o] o O
O RiEAs o EE

Best suitable Suitable

IHHEIERRP69 Workpiece Materials, see Page 69

-

? ‘.l t‘.|‘rI 140° f )

NiE N iz B < RAIR A
V=] Diameter @.‘lﬁ%ﬁ; g"i;:ﬁ“ Diameter of Holder ~ Total Length Length of flute  [Max. cE:tting geepth Length of shank
Type d1(m7) Metrich d2({h&) I 12 13 14

02303-NHA-DO300 3.00 6.00 62 20 14 36
D2303-NHA-D0325 3.25 6.00 62 20 14 36
D2303-NHA-D0330 3.30 M4 6.00 62 20 14 36
D2303-NHA-D0340 340 6.00 62 20 14 36
D2303-NHA-DD350 3.50 6.00 62 20 14 36
D2303-NHA-DO3T0 3.70 6.00 62 20 14 36
D2303-NHA-DO400 4.00 6.00 66 24 17 36
D2303-NHA-D0420 4.20 M5 6.00 66 24 ¥ 36
D2303-NHA-D0430 4.30 6.00 66 24 17 36
D2303-NHA-D0450 4.50 6.00 66 24 17 36
D2303-NHA-D0465 4.65 6.00 66 24 17 36
D2303-NHA-D0480 4.80 6.00 66 28 20 36
D2303-NHA-DOS00 5.00 Mé 6.00 66 28 20 36
D2303-NHA-DOE10 5.10 6.00 B6 28 20 36
D2303-NHA-D0520 5.20 6.00 66 28 20 36
D2303-NHA-DO550 550 6.00 66 28 20 36
D2303-NHA-D0555 5.55 6.00 66 28 20 36
D2303-NHA-DOS80 5.80 6.00 66 28 20 36
D2303-NHA-DOE00 6.00 6.00 66 28 20 36
D2303-NHA-DOE10 6.10 8.00 79 34 24 38
D2303-NHA-D0620 6.20 8.00 79 34 24 36
D2303-NHA-D0830 6,30 8.00 78 34 24 36
D2303-NHA-DOE50 6.50 8.00 79 34 24 36
DZBOS—NHAﬂD[JBBO 6.60 8.00 79 34 24 36
D2303-NHA-DOEBO 6.80 Ma 8.00 79 34 24 36
D2303-NHA-DOE90 6.90 B.00 79 34 24 386
D2303-NHA-DO700 7.00 Max1 8.00 79 34 24 36
D2303-NHA-DOT10 T.10 8.00 79 41 29 36
D2303-NHA-DO740 7.40 8.00 79 41 29 36
D2303-NHA-DO750 7.80 B.00 79 41 28 36

A IHIARIALPSO j—

Recommendation of cutting output see page P59 Arrange of size D(m7) dihe)
22-3 +0,002/+0.012 0.000/-0.008
=36 +0.004/+0.016 £.000/-0.008

=610 +0.06/+0.021 0.000/-0.008

>10-18 +0,007/+0.025 0.000/-0.011

>18:20 *0008/+0.028 | 00000013
S84 ()
Unit(mm)




Hole Cutting Tools FLANT7I & |
D2303-NHA 30l @

3D ShATIABREIESS  3XD Twist Drills with straight flank
AITiN-nano #B  AlTiN-nano Coating
H&710O, EMEMA Linear cutting edge, flach relief

EREmMI R 8, 8835 Materials to be cut: Steels, Cast Iron and so on - . I3 ) J J
l4

P M @ D | ’ I

Steels Stainless Steel§ ~ Cast Iron | Non-ferrous metals

34567 12 123 23
(o] (o] O [a]
o RiEE o EE

Best suitable Suitable
IH#H#IERRP69 Workpiece Materials, see Page 69

nE ERMAH i 2K i AR 1
ze Diameter Thread Size Diameter of Holder | Total Length Length of flute  Max. cutting deepth| Length of shank
Type d1({m7) Metrich d2(h&) il 12 13 14
D2303-NHA-DOT80 7.80 8.00 79 41 29 36
D2303-NHA-DO800 8.00 8.00 79 41 29 36
D2303-NHA-D0810 8.10 10.00 89 47 35 40
D2303-NHA-DOB40 8.40 10.00 83 47 35 40
D2303-NHA-DOB50 8.50 M10 10.00 89 47 35 40
D2303-NHA-DD8E0 8.60 10.00 a9 47 35 40
D2303-NHA-DO&70 8.70 10.00 89 47 35 40
D2303-NHA-DO880 8.80 10,00 89 47 35 40
D2303-MHA-DO900 9.00 M10X1 10.00 89 47 35 40
D2303-NHA-DO930 9.30 10.00 89 47 35 40
D2303-NHA-D0950 9.50 10.00 89 47 35 40
D2303-NHA-DO960 9.60 10.00 89 47 35 40
D2303-NHA-D0980 9.80 10.00 89 47 35 40
D2303-NHA-D1000 10.00 10.00 89 47 35 40
D2303-NHA-D1025 10.25 M12 12.00 102 55 40 45
D2303-NHA-D1040 10.40 12.00 102 55 40 45
D2303-NHA-D1050 10.50 M12X1.5 12.00 102 55 40 45
D2303-NHA-D1060 10.60 12.00 102 55 40 45
D2303-NHA-D1080 10.80 12,00 102 55 40 45
D2303-NHA-D1100 11.00 12.00 102 55 40 45
D2303-NHA-D1120 11.20 12.00 102 55 40 45
D2303-NHA-D1150 11.50 12,00 102 55 40 45
D2303-NHA-D1180 11.80 12.00 102 55 40 45
D2303-NHA-D1200 12.00 M14 12.00 102 55 40 45
D2303-T'_IHA-D1 225 12.25 14.00 107 60 43 45
D2303-NHA-D1250 12.50 M14X1.5 14.00 107 60 43 45
D2303-NHA-D1270 12.70 14.00 107 60 43 45
D2303-NHA-D1275 12.75 14.00 107 60 43 45
D2303-MHA-D1280 12.80 14.00 107 60 43 45
D2303-NHA-D1300 13.00 14.00 107 60 43 45
AEFIH AR IPS9 RHEE
Recommendation of cutting output see page P59 Arrange of size D{m7) dihi)
22-3 +0.002/+0.012 | 0.0004-0.006
=38 +0.004/+0.016 0.000/-0.008
>6-10 +0.06/+0.021 0.000/-0.008
>10-18 +0.007/+0025 | 0.000/-0.011
>1820 +*0.008/%0.028 |  0.0001-0.013
B {mm)
Unit(mm)

023



DDHAFFMAN

High Precision Tools

| FLHnI 71 & Hole Cutting Tools

D2303-NHA

3D SMETHMIEE  3XD Twist Drills with straight flank
AlTiN-nano i&E AITiN-nano Coating
H&7O, FEEM Linear cutting edge, flach relief

EREIIHE: #, $583 Materials to be cut: Steels, Cast Iron and so on

Steels Stainless Steels Calst_ Iron Nor_\-ferr.o_us metals
34567 12 123 23
o o] [ &) o
O RiEEs o EE

Best suitable Suitable

THHRIERAP69 Workpiece Materials, see Page 69

Best suitable

-

Suitable

: ‘.l d“rI 140° f )

THHBIRIP69 Workpiece Materials, see Page 69

nE BE R~ M iz B K BRAR i
e Diameter Thread Size Diameter of Holder  Total Length Length of flute  |Max. cutting deepth Length of shank
T d1{m7) Metri d2({h&) i1 12 13 14
ype etrich
D2303-NHA-D1310 13.10 14.00 107 60 43 45
D2303-NHA-D1350 13.50 14.00 107 &0 43 45
D2303-NHA-D1380 13.80 14.00 107 60 43 45
D2303-NHA-D1400 14.00 M18 14.00 107 60 43 45
D2303-NHA-D1425 14.25 16.00 115 B5 45 48
D2303-NHA-D1450 14.50 M16X1.5 16.00 115 B5 45 48
D2303-NHA-D1475 14.75 16.00 115 65 45 48
D2303-NHA-D1480 14.80 16.00 115 65 45 48
D2303-NHA-D1500 15.00 16.00 115 65 45 48
D2303-NHA-D1510 15.10 16.00 115 65 45 48
D2303-NHA-D1550 15.50 16.00 115 65 45 48
D2303-NHA-D 1580 15.80 16.00 115 65 45 48
D2303-NHA-D1600 16.00 16.00 115 65 45 48
D2303-NHA-D1850 16.50 18.00 123 73 51 48
D2303-NHA-D1675 16.75 18.00 123 73 51 48
D2303-NHA-D1680 16.80 18.00 123 73 51 48
D2303-NHA-D1700 17.00 18.00 123 73 51 48
D2303-NHA-D1750 17.50 18.00 123 73 51 48
D2303-NHA-D1780 17.80 18.00 123 73 a1 48
D2303-NHA-D1800 18.00 18.00 123 73 51 48
D2303-NHA-D1850 18.50 20.00 131 79 55 50
D2303-NHA-D1880 18.80 20.00 131 79 55 50
D2303-NHA-D1900 19.00 20.00 131 79 55 50
DZBOB—NHA—D1950 19.50 20.00 131 79 55 50
D2303-NHA-D1980 19.80 20.00 131 i) 55 50
D2303-NHA-D2000 20.00 20.00 131 79 55 50

HAUIHIBRAP5 .

Recommendation of cutting output see page P59 Arrange of size _ . Blm7y A _
22-3 +0.002+0.012 0.0000-0.006
=36 +0.004/+0.016 0.000/-0.008

>B-10 +0.06/+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
B4t {mm)
Unit(mm)




Hole Cutting Tools FLAIN 7] & |
D2305-NHA 50l @

5D SN EARBETESS  5XD Twist Drills with straight flank
AlTiN-nano &2 AITiN-nano Coating
HE&7O, FHEEM Linear cutting edge, flach relief

EREMIAE: #, S5 Materials to be cut: Steels, Cast Iron and so on B J
L Iz il l4
PN [N ‘s
St_eels Stainle5§ Steels Ca_st Iron No_n-felrrgqs metals
34567 12 123 23
(o] (o] o} [a]
o BEE O Ef
Best suitable Suitable
IHHEIERIP69 Workpiece Materials, see Page 69
nE LiSTES 2K i 8RR <
B Diameter Eﬁ%ﬁ;gﬁﬁ Diameter of Holder|  Total Length Length of flute  Max. ::ttingpgeeptlf Length of shank
T d1(m7) Metri d2(h&) 1 12 13 14
ype etrich
D2305-NHA-DO300 3.00 6.00 66 28 23 36
D2305-NHA-DO325 3.25 6.00 66 28 23 36
D2305-NHA-D0330 3.30 M4 6.00 66 28 23 36
D2305-NHA-DO340 340 6.00 66 28 23 36
D2305-MHA-D0350 3.50 6.00 B6 28 23 36
D2305-NHA-DD370 3.70 6.00 66 28 23 38
D2305-NHA-DO400 4.00 6.00 74 36 29 36
D2305-NHA-D0420 420 MS 6.00 T4 36 29 36
D2305-MHA-D0430 4.30 6.00 74 36 29 36
D2305-NHA-DO450 4.50 6.00 74 36 29 36
D2305-NHA-DO465 4,65 6.00 74 36 29 36
D2305-MHA-DO480 4.80 6.00 82 44 35 36
D2305-NHA-DO500 5.00 Mé 6.00 82 44 35 38
D2305-NHA-DOS10 5.10 6.00 82 44 35 38
D2305-NHA-D0520 5.20 6.00 a2 44 35 36
D2305-NHA-DOS50 5.50 6.00 82 44 35 36
D2305-MHA-D0555 5.55 6.00 82 44 35 36
D2305-NHA-DO580 5.80 6.00 B2 44 35 36
D2305-NHA-DO600 6.00 6.00 a2 44 35 36
D2305-MHA-DOG10 6.10 8.00 91 53 43 36
D2305-NHA-D0620 6.20 8.00 9 53 43 36
D2305-NHA-DOB30 6.30 8.00 9 53 43 36
D2305-NHA-DO650 6.50 8.00 91 53 43 36
D2305-NHA-DOG60 6.60 8.00 91 53 43 36
D2305-T'_IHA-DOEB{) 6.80 Ma 8.00 91 53 43 36
D2305-NHA-DOG20 6.90 8.00 91 53 43 38
D2305-NHA-DOT00 7.00 Max1 8.00 91 53 43 36
D2305-NHA-DOT10 710 8.00 =4 53 43 36
D2305-NHA-DO740 7.40 8.00 91 53 43 36
D2305-NHA-DO750 7.50 8.00 91 53 43 36
HWUHI AR LPSY Rt
Recommendation of cutting output see page P59 Arrange of size D{m7) dih)
223 H002+0012 | 0.000-0.006
=38 +1.004/+0.016 0.000/-0.008
>6-10 +0.061+0.021 0.000/-0.008
>10-18 +0.007/+0025 | 0.000/-0.011
>18-20 +0.008+0028 | 0.000-0.013
B4 ()
Unit(mm)

025



DDHAFFMAN

High Precision Tools | FLIN I 7] E Hole Cutting Tools

D2305-NHA

5D S TMEBEAESS  5XD Twist Drills with straight flank
AlTiN-nano &2 AITiN-nano Coating

BHE£70, FHEEM Linear cutting edge, flach relief )
d1| 140°

b

EREMIFE: 9, 8% Materials to be cut: Steels, Cast Iron and so on

B v I D

Steels StainlessSteels) ~ Castlron |Non-ferrous metals

34567 12 123 23
o o £ o]
o BEE O iEE
Best suitable Suitable
TH#EERRIP69 Workpiece Materials, see Page 69

B Diamm%ter %ﬁgﬁz‘;‘;ﬂ Diametzﬁr f)éf Holder Totaﬁ.fngth Leng:;EE ff flute  Max. ft?:ngfeepth Lengtzﬁcffé shank

Type d1(m7) Metrich 2(h6) I 12 13 14
D2305-NHA-DO780 7.80 8.00 91 53 43 36
D2305-NHA-DOB0O 8.00 - 8.00 91 53 [ 43 36
D2305-NHA-DO810 8.10 10.00 103 61 48 40
D2305-NHA-D0840 8.40 10.00 103 61 49 40
D2305-NHA-DOBSD 8.50 M10 10.00 103 61 45 40
D2305-NHA-DO8B0 8.60 10.00 103 61 49 40
D2305-NHA-D0870 8.70 10.00 103 61 49 40
D2305-NHA-DOB80 8.80 10.00 103 61 49 40
D2305-NHA-D0900 9.00 M10X1 . 10.00 103 61 . 49 40
D2305-NHA-DOS30 9.30 - 10.00 103 61 - 48 40
D2305-NHA-DO950 9.50 10.00 103 61 49 40
D2305-NHA-D0960 9.60 10.00 103 61 49 40
D2305-NHA-D0980 9.80 10.00 103 61 49 40
D2305-NHA-D1000 10.00 10.00 103 61 49 40
D2305-NHA-D1025 10.25 M12 12.00 118 Al 56 45
D2305-NHA-D1040 10.40 12.00 118 71 56 45
D2305-NHA-D1050 1050 MI2X15 | 1200 118 7 | se 45
D2305-NHA-D1060 10.60 - 12.00 118 71 - 56 45
D2305-NHA-D1080 10.80 12.00 118 7 56 45
D2305-NHA-D1100 11.00 12.00 118 71 56 45
D2305-NHA-D1120 11.20 12.00 118 71 56 45
D2305-NHA-D1150 11.50 12.00 118 71 56 45
D2305-NHA-D1180 11.80 12.00 118 71 56 45
D2305-NHA-D1200 12.00 M14 12.00 118 1 56 45
D2305-NHA-D1220 12.20 - 14.00 124 77 - 60 45
D2305-NHA-D1225 12.25 - 14.00 124 77 - B0 45
D2305-NHA-D1250 12.50 M14X1.5 14.00 124 77 B0 45
D2305-NHA-D1270 12.70 14.00 124 77 60 45
D2305-NHA-D1275 12.75 14.00 124 77 60 45
D2305-NHA-D1280 12.80 14.00 124 7 60 45

AT ARAPS ——

Recommendation of cutting output see page P59 Arrange of size O{m7) dihé)
22-3 | +D.0021+0.012 0.000-0.006:
>3-6 +0,004/+0.016 0.000/-0.008

280 | eoomR0E] 0,000 0,000,

>10-18 +0.007/+0.025 0.000/-0.011

>1820 | 00080029 | 000000073
i (mm)
Unit(mm)




Hole Cutting Tools FLAIN 7] & |
D2305-NHA 50l @

5D SMATIAEREIESS  5XD Twist Drills with straight flank
AITiN-nano & B AITiN-nano Coating
H&7O, FMER Linear cutting edge, flach relief

SR M IR 8§, 885 Materials to be cut: Steels, Cast Iron and so on B I3 ) J J
l4

P M @ D | ’ i

Steels StainlessSteels  CastIron | Non-ferrous metals

34567 12 123 23
2] Q o o
o RiEE o EE
Best suitable Suitable
THHRIEIP69 Workpiece Materials, see Page 69
EE=1 Diamnjftér Q?ﬁcs;g ’\Sni;i*“ Diamet:?i)éf i-lolder Tota“lélfngth Lengf ff flute Max. iﬁtjt?:g;ﬁeepth Lengtjltﬁc:fé shank
o) d1(m7) Metrich d2(h&) 1 12 13 14
D2305-NHA-D1300 13.00 14.00 124 77 60 45
D2305-NHA-D1350 13.50 - 14.00 124 ¥ 60 45
D2305-NHA-D1380 13.80 14.00 124 7 60 45
D2305-NHA-D1400 14.00 M16 14.00 124 T 60 45
D2305-NHA-D1425 14.25 16.00 133 83 63 48
D2305-NHA-D1450 14.50 M16X1.5 16.00 133 83 63 48
D2305-NHA-D1475 14.75 16.00 133 83 63 48
D2305-NHA-D1480 14.80 16,00 133 83 63 48
D2305-NHA-D1500 15.00 . 16.00 133 83 63 48
D2305-NHA-D1510 15.10 - 16.00 133 83 63 48
D2305-MHA-D1550 15.50 16.00 133 83 63 48
D2305-NHA-D1580 15.80 16.00 133 83 63 48
D2305-NHA-D1600 16.00 16.00 133 B3 83 48
D2305-NHA-D1650 16.50 18,00 143 93 &l 48
D2305-NHA-D1675 16.75 18.00 143 a3 i 48
D2305-NHA-D1680 16.80 18.00 143 93 4| 48
D2305-NHA-D1700 1700 | 18.00 143 @ | 7 48
D2305-NHA-D1750 17.50 - 18.00 143 a3 - T 48
D2305-NHA-D1780 17.80 18.00 143 a3 Al 48
D2305-NHA-D1800 18.00 18.00 143 93 T 48
D2305-NHA-D1850 18.50 20.00 163 101 v 50
D2305-NHA-D1800 18.00 20.00 183 101 7 50
D2305-NHA-D1950 18.50 20.00 153 101 v 50
D2305-NHA-D1980 19.80 20.00 183 101 T 50
D2305-NHA—[]20(}D 20.00 20.00 153 101 7 50
:Efmﬁgﬂtfﬁ%r{%zﬁ?ﬁng output see page P59 Arrizgifj.iize m.;;T;; s u_uod[::Tuos
Z3-b HORH0E | 000050008
>6-10 +0.06/+0.021 0.000¢-0.008
>10-18 +0.007/+0025 | 0.000-0.011
>18-20 100840029 0.0004-0.0%3
Bl {mm)
Unit(mm)




EDHAFFMAN

High Precision Tools

| #L50 I 7] & Hole Cutting Tools

D2303-CHA

3D WA TARRRIES,

AlITiN-nano &2

H&7O, FEEHA

EREInTEE: 1, 85%% Materials to be cut: Steels, Cast Iron and so or:m'

3XD Twist Drills with straight flank and Internal Cooling

AITiN-nano Coating

Linear cutting edge, flach relief

B ™ O B
Steels Stainless Stlelels Castlron | Non-ferroy; r_ne.tals Super e_lll?ys
34567 12 123 23 1234
o o o] o] O
o EEA O iEA
Best suitable Suitable
THHHEIRIP69 Workpiece Materials, see Page 69
e Diamnfter ”iflfajg‘i;i*“ Diametg{o}; Holder Tota’IEI‘.{eength Leng:E ff flute |[Max. f:tﬁ:g;ﬁeepth Lengtl;ﬁ:fé shank
Type d1(m7) Metrich d2(h&) 12 13 14
D2303-CHA-DO500 5.00 Mé 6.00 66 28 20 36
D2303-CHA-DOS10 5.10 6.00 66 28 20 36
D2303-CHA-D0520 5.20 6.00 66 28 20 36
D2303-CHA-D0550 5.50 6.00 66 28 20 36
D2303-CHA-D0555 5.55 6.00 66 28 20 38
D2303-CHA-DO580 580 6.00 66 28 20 38
D2303-CHA-DO600 6.00 6.00 66 28 20 36
D2303-CHA-DOG10 6.10 8.00 79 34 24 35
D2303-CHA-DO620 6.20 8.00 79 34 24 36
D2303-CHA-DO630 6.30 8.00 79 34 24 36
D2303-CHA-D0650 6.50 8.00 79 34 24 36
D2303-CHA-DOGED 6.60 B.00 79 34 24 38
D2303-CHA-DO680 6.80 Ma 8.00 79 34 24 36
D2303-CHA-DO620 6.90 8.00 79 34 24 36
D2303-CHA-DO700 7.00 Max1 8.00 79 34 24 36
D2303-CHA-DO710 7.10 B.00 79 41 29 36
D2303-CHA-DO740 7.40 8.00 79 41 29 36
D2303-CHA-DO750 7.50 8.00 78 41 29 38
D2303-CHA-DOTB0 7.80 8.00 79 41 29 36
D2303-CHA-DDBOD 8.00 8.00 79 41 29 36
D2303-CHA-DOB10 8.10 10.00 89 47 35 40
D2303-CHA-D0840 8.40 10.00 88 47 35 40
D2303-CHA-DO0850 8.50 M10 10.00 89 47 35 40
D2303-CHA-DOBED B.60 10.00 89 47 35 40
D2303-CHA-DOA70 8.70 10.00 a9 47 a5 40
D2303-CHA-DD8B0 B.80 10.00 89 47 35 40
D2303-CHA-DOS00 9.00 M10X1 10.00 88 47 35 40
D2303-CHA-DD930 9.30 10.00 89 a7 35 40
D2303-CHA-D0950 9.50 10.00 89 47 35 40
D2303-CHA-DO960 9.60 10.00 88 47 a5 40
BN RAP5O R
Recommendation of cutting output see page P59 Arrange of size D(m7) d{he)
22-3 +0.002/+0.012 0.000/-0.006
=38 +0.004/+0.016 0.000~0.008
=e10 1006002 000040008
=10-18 +0.007/+0.025 0.000¢-0.011
>1820 *0008/+0029 | 00ROF003
B4 (mm)

Unit(mm)




Hole Cutting Tools LIN T 718 | m%

D2303-CHA

3D WA EMAES
AITiN-nano & B AITiN-nano Coating
HZ71O, FMER  Linear cutting edge, flach

EREmMIFE. ¥, 582 Materials to be cut: Steels, Cast Iron and so on_F"

relief

3XD Twist Drills with straight flank and Internal Cooling

oo B
nano

P S
Steels .Stainle§s Steels. Ca;tlqun | Norrferrousr?letals Super all?_ys
34567 12 123 23 1234
o] O (2] o o]
O RiEA o EE
Best suitable Suitable
THH#ZAP69 Workpiece Materials, see Page 69
L= Diamn:fter !%I'%Eagggﬂ Diametf:'i 10:1—} Holder Totaﬁfngth Leng’IEff flute Max. ftﬁrt\gfeeptl' Lengt?]ﬁt;tfé shank
Type d1(mT) Metrich d2(h&) 11 12 13 14
D2303-CHA-D0980 9.80 10.00 89 47 35 40
D2303-CHA-D1000 10.00 10.00 89 AT 35 40
D2303-CHA-D1025 10.25 M2 12.00 102 55 40 45
D2303-CHA-D1040 10.40 12.00 102 55 40 45
D2303-CHA-D1050 10.50 M12X1.5 12.00 102 55 40 45
D2303-CHA-D1060 10.60 12.00 102 &5 40 45
D2303-CHA-D1080 10.80 12.00 102 55 40 45
D2303-CHA-D1100 11.00 12,00 102 55 40 45
D2303-CHA-D1120 11.20 12.00 102 55 40 45
D2303-CHA-D1150 11.50 12.00 102 55 40 45
D2303-CHA-D1180 11.80 12.00 102 55 40 45
D2303-CHA-D1200 12.00 M14 12.00 102 55 40 45
D2303-CHA-D1225 12.25 14.00 107 60 43 45
D2303-CHA-D1250 12.50 M14X1.5 14.00 107 &0 43 45
D2303-CHA-D1270 12.70 14,00 107 60 43 45
D2303-CHA-D1275 12.75 14.00 107 60 43 45
D2303-CHA-D1280 12.80 14.00 107 60 43 45
D2303-CHA-D1300 13.00 14.00 107 60 43 45
D2303-CHA-D1310 13.10 14.00 107 60 43 45
D2303-CHA-D1350 13.50 14.00 107 60 43 45
D2303-CHA-D1380 13.80 14.00 107 60 43 45
D02303-CHA-D1400 14.00 M16 14,00 107 60 43 45
D2303-CHA-D1425 14.25 16.00 118 65 45 48
D2303-CHA-D1450 14.50 M16X1.5 16.00 116 65 45 48
D2303-CHA-D1475 14_.?5 16.00 115 65 45 48
D2303-CHA-D1480 14.80 16.00 118 65 45 48
D2303-CHA-D1500 15.00 16.00 115 65 45 48
D2303-CHA-D1510 15.10 16.00 115 65 45 48
D2303-CHA-D1550 15.50 16.00 115 65 45 48
D2303-CHA-D1580 15.80 16.00 115 65 45 48
AERLHI AR IPS9 R<5EME
Recommendation of cutting output see page P59 Arrange of size D{m7) diha)
=23 +0.002140.012 0.000/0.006
=36 H1.004/+0.018 0.0004-0.008
2&10 o.0am0.0a1 00000009
=10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008+0.028 0.00010.013
B {ir (mm)
Unit(mm)

029



DDHAFFMAN

High Precision Tools

| #L50I 7] & Hole Cutting Tools

D2303-CHA

3D WS HARIEH
AlITiN-nano &2
HE7O, FEERA

3XD Twist Drills with straight flank and Internal Cooling
AITiN-nano Coating
Linear cutting edge, flach relief

EREInTHEE: §, 855 Materials to be cut: Steels, Cast Iron and so o;R

B ™ (NS
Steels Stainless St.eels C?St Iron Non—fenoluls r}'\e.tals Super_allo_ys
34567 12 123 23 1234
o o o] G s
o BiEE O B
Best suitable Suitable
TH#EIERP69 Workpiece Materials, see Page 69
niE iz B K FRAR kS
e Diameter g‘%ﬁﬁg ;g,\sﬂi;i*u Diameter of Holder|  Total Length Length of flute |Max. cE:tting deepth Length of shank
Type d1(m7) Metrich d2(h&) 5] 12 13 14
D2303-CHA-D1600 16.00 16.00 115 65 45 48
D2303-CHA-D1650 16.50 18.00 123 73 51 48
D2303-CHA-D1675 16.75 18.00 123 73 51 48
D2303-CHA-D1680 16.80 18.00 123 73 51 48
D2303-CHA-D1700 17.00 18.00 123 73 81 48
D2303-CHA-D1750 17.50 18.00 123 73 &1 48
D2303-CHA-D1780 17.80 18.00 123 T3 1 48
D2303-CHA-D1800 18.00 18.00 123 73 51 48
D2303-CHA-D1850 18.50 20.00 131 79 55 50
D2303-CHA-D 1880 18.80 20.00 131 79 55 50
D2303-CHA-D1900 18.00 20.00 131 79 85 50
D2303-CHA-D1950 19.50 20.00 131 79 55 50
D2303-CHA-D1980 19.80 20.00 131 T3 55 50
D2303-CHA-D2000 20,00 20.00 13 79 55 50
R~13E
ki H‘II,W.PSQI Arran_gré ofEIsize Dim7) d{hi)
Recommendation of cutting output see page P59 za- - +0.002 _!_?.312 0.0001-0.008
=35 +0.004/+0.016 0.000/-0.008
=610 +0,06/+0.021 0,000/-0.008
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.02% 0.000/-0.013
B (mm)
Unit(mm)




Hole Cutting Tools FLIN 71 8 |
D2305-CHA E n

5D A EHMARIESRS  5XD Twist Drills with straight flank and Internal Cooling
AITiN-nano & B AITiN-nano Coating
HZ7IO, FHEEM  Linear cutting edge, flach relief

EREmMIFE. ¥, 582 Materials to be cut: Steels, Cast Iron and so on

E M IO B

Steels StainlessSteels ~ Castlron |Non-ferrousmetals| ~ Superalloys

34567 12 123 23 1234
) o o o o
O Biss O iEE
Best suitable Suitable
THMBERIP69 Workpiece Materials, see Page 69
ne Diayr]n{fter ngffs;'gi;iﬂ Diamet:?oéf Holder Totaﬁfngth Leng:E ff flute Max. ftﬁrt\g;?eepth Lengthmt;l? shank
i d1(m7) readsi d2(h6) i 2 i3 4
D2305-CHA-D0500 5.00 M6 6.00 82 44 35 36
D2305-CHA-DOS10 510 6.00 82 4 3 36
D2305-CHA-D0520 5.20 6.00 82 44 35 36
D2305-CHA-D0550 5.50 6.00 82 44 35 36
D2305-CHA-D0555 5.55 6.00 82 44 35 36
D2305-CHA-D0580 5.80 6.00 82 44 35 36
D2305-CHA-D0600 6.00 6.00 82 44 35 36
D2305-CHA-D0610 6.10 8.00 91 53 43 36
D2305-CHA-D0620 620 | 8.00 91 53 | 43 36
D2305-CHA-D0630 630 8.00 91 53 43 36
D2305-CHA-D0B50 6.50 8.00 91 53 43 36
D2305-CHA-DOBB0 6.60 8.00 91 53 43 36
D2305-CHA-D0B80 6.80 M8 8.00 91 53 4 36
D2305-CHA-D0690 6.90 8.00 91 53 43 36
D2305-CHA-DO700 7.00 MBX1 8.00 91 53 43 36
D2305-CHA-DO710 7.10 8.00 91 53 43 36
D2305-CHA-DO740 740 | 8.00 91 53 | 43 36
D2305-CHA-DO750 750 8.00 91 53 43 36
D2305-CHA-DO780 7.80 8.00 91 53 43 36
D2305-CHA-D0800 8.00 8.00 91 53 43 36
D2305-CHA-DO0810 8.10 10.00 103 61 49 40
D2305-CHA-D0840 8.40 10.00 103 61 49 40
D2305-CHA-D0850 8.50 M10 10.00 103 61 49 40
D?.S[lﬁ{:HA—DDBSD 8.60 10.00 103 61 49 40
D2305-CHA-D0870 870 | 10.00 103 61 | 49 40
D2305-CHA-DO880 880 | 10.00 103 61 49 40
D2305-CHA-D0S00 9.00 M10X1 10.00 103 61 49 40
D2305-CHA-D0930 9.30 10.00 103 61 49 40
D2305-CHA-D0950 9.50 10.00 103 61 49 40
D2305-CHA-D0960 9.60 10.00 103 61 49 40
EHRDH ARRPSI Rt3EE
Recommendation of cutting output see page P59 Arrange of size Dim7) dih6)
223 W0002+0.012 | 0.00010.008
=36 +H1.004/+0.018 0.0004-0.008
>6-10 _+oooie0021 | 0.000-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18:20 00080029 | 0.000/0.013
B {ir (mm)
Unit(mm)

031



EDHAFFMAN

High Precision Tools

| FLhnI 71 & Hole Cutting Tools

D2305-CHA

5D WA TARRIES,

AlTiN-nano &2

H&7O, FEEHA

EREInTHEE: 1, 855 Materials to be cut: Steels, Cast Iron and so or:

AITiN-nano Coating

Linear cutting edge, flach relief

5XD Twist Drills with straight flank and Internal Cooling

B ™ (NS
Steels Stainless Stleels C§ st Iron | Non—ferrogs meuls Super"allgys
34567 12 123 23 1234
o o o] o] O
o EEA O iEE
Best suitable Suitable
IH#EIEIP69 Workpiece Materials, see Page 69
L= Diamrn{fter %%Sag,\sﬂiﬁﬂ Diametz-f Léf Holder Totaﬁ.ength Leng:E f:f flute |Max. cft:?rt\giﬁeepth Lengt:\ﬁc;tft shank
Type d1(m7) Metrich d2(h&) 3] 12 13 14
D2305-CHA-D0930 9.80 10.00 103 61 49 40
D2305-CHA-D1000 10.00 10.00 103 81 48 40
D2305-CHA-D1025 10.25 m12 12.00 118 7 56 45
D2305-CHA-D1040 10,40 12.00 118 71 56 45
D2305-CHA-D1050 10.50 M12X1.5 12.00 118 m 56 45
D2305-CHA-D1060 10.60 12.00 118 7 56 45
D2305-CHA-D1080 10.80 12.00 118 4! 56 45
D2305-CHA-D1100 11.00 12.00 118 7 56 45
D2305-CHA-D1120 11.20 12.00 118 71 56 45
D2305-CHA-D1150 11.50 12.00 118 7 56 45
D2305-CHA-D1180 11.80 12.00 118 71 o6 45
D2305-CHA-D1200 12.00 14 12.00 118 71 56 45
D2305-CHA-D1220 12.20 14.00 124 7 60 45
D2305-CHA-D1226 12.25 14.00 124 77 B0 45
D2305-CHA-D1280 12.50 M14X1.5 14.00 124 77 60 45
D2305-CHA-D1270 12.70 14.00 124 7 60 45
D2305-CHA-D1275 12,75 14.00 124 T 60 45
D2305-CHA-D1280 12.80 14.00 124 77 60 45
D2305-CHA-D1300 13.00 14.00 124 v 60 45
D2305-CHA-D1350 13.50 14.00 124 7 60 45
D2305-CHA-D1380 13.80 14.00 124 77 60 45
D2305-CHA-D1400 14.00 M18 14.00 124 7 60 45
D2305-CHA-D1425 14.25 16.00 133 83 63 48
D2305-CHA-D1450 14.50 M16X1.5 16.00 133 B3 63 48
D2305-CHA-D1475 1475 16.00 133 83 63 48
D2305-CHA-D1480 14.80 16.00 133 83 63 48
D2305-CHA-D1500 15,00 16.00 133 83 63 48
D2305-CHA-D1510 15.10 16.00 133 83 63 48
D2305-CHA-D1550 15.50 16.00 133 83 63 48
D2305-CHA-D1580 15.80 16.00 133 B3 63 48
eI T R
Recommendation of cutting output see page P59 Arrange of size D(m7) d{he)
22-3 +0.0021+0.012 0.000/-0.006
=38 +0.004/+0.016 0.000~0.008
>610 *00R002T | 6.00070.008
=10-18 +0.007/+0.025 0.000v-0.011
>1820 *0008+0.029 | 000010013
BT (mm)

Unit(mm)




Hole Cutting Tools FLIN 7] & |
D2305-CHA m G

5D WA EHMARIESS  5XD Twist Drills with straight flank and Internal Cooling
AITiN-nano & B AITiN-nano Coating
HZ71O, FHEER  Linear cutting edge, flach relief

EREmMIFE. ¥, 582 Materials to be cut: Steels, Cast Iron and so on_‘:c"

E ™ S
Steels StainlessSteels. ~ Castlron |Non-ferrousmetals| ~ Superalloys
34567 12 123 23 1234
o L] o o]
O BiES O iEE

Best suitable Suitable
IHH#ZEAP69 Workpiece Materials, see Page 69

NE B5 R~ M) 1wz B i3 BRNR LR S
mME Diameter Thread Size Diameter of Holder |  Total Length Length of flute  Max. cutting deepth Length of shank
T d1(mT) Metri d2(h&) 11 12 13 14
ype etrich
D2305-CHA-D1600 16.00 16.00 133 83 63 48
D2305-CHA-D1650 16.50 18.00 143 93 7 48
D2305-CHA-D1875 16.75 18.00 143 93 il 48
D2305-CHA-D1680 16.80 18.00 143 93 71 48
D2305-CHA-D1700 17.00 18.00 143 a3 m 48
D2305-CHA-D1750 17.50 18.00 143 a3 7 48
D2305-CHA-D1780 17.80 18.00 143 93 T 48
D2305-CHA-D1800 18.00 18,00 143 93 Tl 48
D2305-CHA-D1850 18.50 20.00 163 101 [ 50
D2305-CHA-D1900 18.00 20.00 153 101 77 50
D2305-CHA-D1950 19.50 20.00 153 101 T 50
D2305-CHA-D1980 19.80 20.00 153 101 L 50
D2305-CHA-D2000 20.00 20.00 153 101 v 50
HEFELE AR TP R~EE

7 } Arrange of size D{m7) | dih6}

Recommendation of cutting output see page P59 223 T0.002+0,013 G.000/.0.006

>3-6 +.004/+0.016 0.000/-0.008

>6-10 +0.06/+0.021 0.0004-0,008

>10-18 HLOO7H+0.025 0.0000-0.011

=18-20 +1.008/+0.029 0.0004-0.013

B {mm)
Unit(mm)




EDHAFFMAN

High Precision Tools | FLIN I 7] E Hole Cutting Tools

D2505-NHA

5D SMEBARRTESS  5XD Twist Drills with straight flank
KEE without coating
H&710O, FMEEM Linear cutting edge, flach relief

BEREMIME. SBes, Was%

Materials to be cut: Al. Alloys, copperalloys and so on

Steels Stainless Steels| ~ CastIron | Non-femousmetals)  Superalloys
14 4
L o

o BEE o
Best suitable Suitable
TH#HEIRIP69 Workpiece Materials, see Page 69

Nz B R MR hz B i BRMR K
VL= Diameter :I‘hrea d Size Diameter of Holder Total Length Length of flute |Max. cutting deepth| Length of shank
Type d1(m7) Metrich d2(h&) 5] 12 13 14
D2505-NHA-DO300 3.00 6.00 66 28 23 36
D2505-NHA-DO325 3.25 6.00 66 28 23 36
D2505-NHA-DO330 3.30 M4 6.00 66 28 23 36
D2505-NHA-DO340 340 6.00 66 28 23 36
D2505-NHA-DO350 3.50 6.00 68 28 23 36
D2505-NHA-DD370 370 6.00 66 28 23 36
D2505-NHA-DO0400 4.00 6.00 74 36 29 36
D2505-NHA-D0420 4.20 M5 6.00 74 36 29 35
D2505-NHA-DO430 4.30 6.00 74 36 29 36
D2505-NHA-DO450 4.50 6.00 74 36 28 36
D2505-NHA-DO465 4.65 6.00 T4 36 28 36
D2505-NHA-D0480 4.80 6.00 82 44 as 36
D2505-NHA-DO500 5.00 Mé 6.00 B2 44 as 36
D2505-NHA-DOS10 5.10 6.00 82 44 35 36
D2505-NHA-DO520 5.20 6.00 82 44 35 36
D2505-NHA-DDS50 550 6.00 82 44 35 36
D2505-NHA-D0555 5.55 6.00 82 44 35 36
D2505-MHA-DOSBO 5.80 6.00 82 44 35 36
D2505-NHA-DOG00 6.00 6.00 82 44 35 36
D2505-NHA-DO610 6.10 8.00 91 53 43 36
D2505-NHA-D0620 6.20 8.00 21 53 43 36
D2505-NHA-DOB30 6.30 8.00 91 53 43 36
D2505-NHA-DO6S0 6.50 8.00 91 53 43 36
D2505-NHA-DOGB0 6.60 8.00 91 53 43 36
D2505-NHA-DO6B0 6.80 Ma B.00 91 53 43 36
D2505-NHA-DOG90 6.90 8.00 91 53 43 36
D2505-NHA-DO700 7.00 Max1 8.00 1| 53 43 38
D2505-NHA-DOT10 7.10 8.00 91 53 43 36
D2505-NHA-DO740 7.40 8.00 91 53 43 36
D2505-NHA-DOT750 7.50 8.00 91 53 43 36
#EFLE ARAPE0 Rt3EE

Recommendation of cutting output see page P60 Arrange of size D(m7) d{hi)

223 +0.002/+0.012 0.000/-0.008

=35 +0.004/+0.016 0.000/-0.008

=610 +0.06/+0,021 0,000/-0,008

>10-18 +0.007/+0.025 0.000(-0.011

>1820 | 00080028 | 00000013

BT {mm)
Unit(mm)




Hole Cutting Tools ZLIN 718 | m%

D2505-NHA

5D Sh 4 EIRARIESS
EHRE

without coating

5XD Twist Drills with straight flank

HE&710O, FMER  Linear cutting edge, flach relief

BEBRAWMIHME: S5EE, AEE%

" Materials to be cut: Al. Alloys, copperalloys and so on

il d‘!l 140° |: 3
g il

50l

I2 l4
E ™ S ) [ ]
Stc_-.\els ﬁtain_les; Steels. Ca.s_t_ Irgn Non_—f_er?u_s rngtals Sl‘.lpgrall_?)_l_s
14 4 - -
O RiEA o EE
Best suitable Suitable
TH#MEIERP69 Workpiece Materials, see Page 69

RE Diamm%ter g;:r%r)eaag 'g‘i;“;*u Diametzi’riff Holder Totaﬁ.tngth Lengf ff flute Max. :uﬁtﬁ:g;ﬁeepth Length of shank

Ty d1(m7) Metrich d2(h&) 11 12 13 14
D2505-NHA-DO780 7.80 8.00 a1 53 43 36
D2505-NHA-DO800 8,00 8.00 N 53 43 36
D2505-NHA-D0810 8.10 10.00 103 81 49 40
D2505-NHA-D0D840 8.40 10.00 103 61 49 40
D2505-NHA-DOBS50 8.50 M10 10.00 103 61 49 40
D2505-NHA-D0860 8.60 10.00 103 61 49 40
D2505-NHA-D0870 8.70 10.00 103 61 49 40
D2505-NHA-DO880 8.80 10.00 103 61 49 40
D2505-NHA-D0900 9.00 M10X1 10.00 103 61 49 40
D2505-NHA-D0930 9.30 10.00 103 61 49 40
D2505-NHA-D0950 9.50 10.00 103 81 43 40
D2505-NHA-D0960 9.60 10.00 103 61 49 40
D2505-NHA-D0980 9.80 10.00 103 61 49 40
D2505-NHA-D1000 10.00 10.00 103 81 49 40
D2505-NHA-D1025 10.25 M2 12.00 118 71 56 45
D2505-NHA-D1040 10.40 12.00 118 m 56 45
D2505-NHA-D1050 10.50 M12X1.5 12.00 118 71 56 45
D2505-NHA-D1060 10.60 12.00 118 71 56 45
D2505-NHA-D1080 10.80 12.00 118 7 56 45
D2505-NHA-D1100 11.00 12.00 118 A 56 45
D2505-NHA-D1120 11.20 12.00 118 71 56 45
D2505-NHA-D1150 11.50 12,00 118 ! 56 45
D2505-NHA-D1180 11.80 12.00 118 7 56 45
D2505-NHA-D1200 12.00 M14 12.00 118 71 56 45
DEEUS-I\_J HA-D‘I 220 12;20 14.00 124 7 &0 45
D2505-NHA-D1225 12.25 14.00 124 7 &0 45
D2505-NHA-D1250 12.50 M14X1.5 14.00 124 77 60 45
D2505-NHA-D1270 12.70 14.00 124 T 60 45
D2505-NHA-D1275 12.75 14.00 124 77 60 45
D2505-NHA-D1280 12.80 14.00 124 77 60 45

HEFE) R TLPEO -

Recommendation of cutting output see page P60 Arrange of size D{m7) dihe)
223 +0.002/+0.012 0.000-0.008
=36 +0.004/+0.018 0.0004-0.008

60| 008002 | 0000009
=10-18 +1.007/+0.025 0.000/-0.011
1820 ~ *D.008+0.028 0.00010.013
B4 ()
Unit(mm)

035



EDHAFFMAN

High Precision Tools

| FLHnI 71 & Hole Cutting Tools

D2505-NHA

5D 4%
kB

BRI

without coating

HE&710, EESEM Linear cutting edge, flach relief
EREMIME: 8E6E, HEESE

Materials to be cut: Al. Alloys, copperalloys and so on

5XD Twist Drills with straight flank

l4
P I O B I
Steels Stainless Stleels Cgst Iron I\lorrferr_oplsn_'le.tals Super;illoys
14 4 -
. - L - W
o BEE O B
Best suitable Suitable
TIHHRIERAP69 Workpiece Materials, see Page 69
Nz . iz B -5 BAYIR <
EE= Diameter %.ff _ghs/:;'"\*u Diameter of Holder Total Length Length of flute  [Max. cutting ,geepth Length of shank
di{m7) ceac >lze d2(h6) i 12 13 14
Type Metrich
D2505-NHA-D1300 13.00 14.00 124 77 60 45
D2505-NHA-D1360 13.50 14.00 124 77 60 45
D2505-NHA-D1380 13.80 14.00 124 7 60 45
D2505-NHA-D1400 14.00 M16 14.00 124 77 60 45
D2505-NHA-D1425 14.25 16.00 133 B3 63 48
D2505-NHA-D 1450 14.50 M16X1.5 16.00 133 83 63 48
D2505-NHA-D1475 14.75 16.00 133 83 63 48
D2505-NHA-D1480 14.80 16.00 133 83 63 48
D2505-NHA-D1500 15.00 16.00 133 83 63 48
D2505-NHA-D1510 1510 16.00 133 83 63 48
D2505-NHA-D1550 15.50 16.00 133 83 63 48
D2505-NHA-D 1580 15.80 16.00 133 83 63 48
D2505-NHA-D1600 16.00 16.00 133 B3 63 48
D2505-NHA-D1650 16.50 18.00 143 93 7 48
D2505-NHA-D1675 16,75 18.00 143 93 7 48
D2505-NHA-D1680 16.80 18.00 143 93 Ia 48
D2505-NHA-D1700 17.00 18.00 143 93 71 48
D2505-MHA-D1750 17.50 18.00 143 93 7 48
D2505-NHA-D1780 17.80 18.00 143 93 71 48
D2505-MHA-D1800 18.00 18.00 143 93 71 48
D2505-NHA-D1850 18.50 20.00 153 101 77 50
D2505-NHA-D1900 18.00 20.00 153 101 i 50
D2505-NHA-D 1950 19.50 20.00 153 101 I 50
D2505-NHA-D1980 19.80 20.00 153 101 I 50
D2505-NHA-D2000 20.00 20.00 153 101 7T 50
R AR PO -
Recommendation of cutting output see page P60 Arrange of size D(m7) a{h&)
22-3 +0.002/+0.012 0.000/-0.008
>3 *0004/%0.016 | 0,000,008
>8-10 +0.06/+0.021 0.000/-0.008
>10-18 +0.007/+0.025 0.000/-0.011
=18-20 +0.008/+0.029 0.000/-0.013
g i{mm)
Unit(mm)




Hole Cutting Tools ZLIN 718 | m%
D2505-CHA 5o llP

5D M A THARTEEL  5XD Twist Drills with straight flank
EHE without coating
BH&710, EHEEM  Linear cutting edge, flach relief

BERAWMIME: FeE, HAES

Materials to be cut: Al. Alloys, copperalloys and so on

E M E [ - i

Steels StainlessSteels  Castlron |Non-ferrousmetals| Superalloys

14 4 -

o o -

O RIEE o EA

Best suitable Suitable
T RIERAP69 Workpiece Materials, see Page 69

nE waRvas | BE i i BAOR i
B Diameter Thread Size Diameter of Holder Total Length Length of flute  Max. cutting deepth Length of shank
o di(m?) read Sz a3(h6) i1 12 13 4
D2505-CHA-DO500 5.00 M6 6.00 82 44 35 36
D2505-CHA-DOS10 510 6.00 82 4 | 3 36
D2505-CHA-D0520 5.20 6.00 82 44 35 36
D2505-CHA-D0550 5.50 6.00 82 44 35 36
D2505-CHA-D0555 5.55 6.00 82 44 35 a6
D2505-CHA-D0580 5.80 6.00 82 44 35 36
D2505-CHA-D0600 6.00 6.00 82 44 35 36
D2505-CHA-DO810 6.10 8.00 91 53 43 36
D2505-CHA-D0620 620 | 8.00 91 53 | 43 36
D2505-CHA-DO0630 630 8.00 91 53 43 36
D2505-CHA-DO0B50 6.50 8.00 91 53 43 36
D2505-CHA-DOBB0 6.60 8.00 a1 53 43 36
D2505-CHA-DO875 6.75 M8 8.00 91 53 4 36
D2505-CHA-D0690 6.90 8.00 91 53 43 36
D2505-CHA-DO700 7.00 MBX1 8.00 91 53 43 36
D2505-CHA-DO710 7.10 8.00 91 53 43 36
D2505-CHA-DO740 740 | 8.00 91 53 | 43 36
D2505-CHA-DO750 750 8.00 91 53 | 43 36
D2505-CHA-DO780 7.80 8.00 91 53 43 36
D2505-CHA-DO800 8.00 4.00 a1 53 43 36
D2505-CHA-DO0810 8.10 10.00 103 61 49 40
D2505-CHA-D0840 8.40 10.00 103 61 49 40
D2505-CHA-D0850 8.50 M10 10.00 103 61 49 40
D?ﬁﬂﬁ-{:HA—DUBEU 8.60 10.00 103 61 49 40
D2505-CHA-D0870 870 | 10.00 103 61 | 49 40
D2505-CHA-D08S0 880 10.00 103 61 49 40
D2505-CHA-D0S00 9.00 M10X1 10.00 103 61 49 40
D2505-CHA-D0930 9.30 10.00 103 61 49 40
D2505-CHA-D0950 9.50 10.00 103 61 49 40
D2505-CHA-D0960 9.60 10.00 103 61 49 40
HEFLNEI AR A PE0 Rt3EE
Recommendation of cutting output see page P60 Arrange of size D{m7) dihe)
223 W002+0.012 | 0.00010.008
=36 +H0.004/+0.018 0.000-0.008
>6-10 _+oooie0021 | 0.000+-0009
>10-18 +0.007/+0.025 0.000/-0.011
>1820 00080028 | 0.00060.013
B4 ()
Unit(mm)

037



EDHAFFMAN

High Precision Tools | FL1nI 7] & Hole Cuttlng Tools

D2505-CHA

5D WA TARABEIEES  5XD Twist Drills with straight flank
LB without coating
B0, EWMEM Linear cutting edge, flach relief

ERARMIME: AeL, HAES

Materials to be cut: Al. Alloys, copperalloys and so on

E v I 0O B

Steels Stainless Steels Cas}lron Non—ferrolusr_nerals S_gperallqys
14 4 - e,
O BES O EE
Best suitable Suitable

IHHEIERRP69 Workpiece Materials, see Page 69

e mgRman | ME Bk K BAR K
B Diameter Thread Size Diameter of Holder|  Total Length Length of flute  Max. cutting deepth| Length of shank
T d1(m7) Mook 2(h6) 1" 12 13 14
D2505-CHA-D0380 9.80 10.00 103 61 49 40
D2505-CHA-D1000 10.00 © 1000 103 61 T 40
D2505-CHA-D1025 10.25 M12 12.00 118 71 56 45
D2505-CHA-D1040 10.40 12.00 118 71 56 45
D2505-CHA-D1050 10.50 M12X1.5 12.00 118 71 56 45
D2505-CHA-D1060 10.60 12.00 118 71 56 45
D2505-CHA-D1080 10.80 12.00 118 71 56 45
D2505-CHA-D1100 11.00 12.00 18 71 56 45
D2505-CHA-D1120 11.20 | 1200 118 71 ' 56 45
D2505-CHA-D1150 11.50 © 1200 118 n | 86 45
D2505-CHA-D1180 11.80 12.00 118 71 56 45
D2505-CHA-D1200 12.00 M14 12.00 118 71 56 45
D2505-CHA-D1220 12.20 14.00 124 77 60 45
D2505-CHA-D1225 12.25 14.00 124 77 60 45
D2505-CHA-D1250 12.50 M14X1.5 14,00 124 77 60 45
D2505-CHA-D1270 12.70 14.00 124 77 60 45
D2505-CHA-D1275 12.75 | 1400 124 7 | 6o 45
D2505-CHA-D1280 12.80 | 1400 124 77 ' 60 45
D2505-CHA-D1300 13.00 14.00 124 77 60 45
D2505-CHA-D 1350 13.50 14.00 124 77 60 45
D2505-CHA-D1380 13.80 14.00 124 77 60 45
D25085-CHA-D1400 14.00 M16 14,00 124 77 60 45
D2505-CHA-D 1425 14.25 16.00 133 83 63 48
D2505-CHA-D1450 14.50 M16X1.5 16.00 133 83 63 48
D2505-CHA-D1475 14.75 | 1600 133 83 ' 63 48
D2505-CHA-D 1480 14.80 1600 133 83 - 63 48
D2505-CHA-D1500 15.00 16.00 133 83 83 48
D2505-CHA-D1510 15.10 16.00 133 83 63 48
D2505-CHA-D1550 15.50 16.00 133 83 63 48
D2505-CHA-D1580 15.80 16.00 133 83 63 48
I A | ALPE0 RSB
Recommendation of cutting output see page P60 Arrange of size D{m?) ding)
z}a | +_D.I?O‘2.|'-I{J_O1?_ 0.000/-0.006
=38 +0,004/+0.016 0.000/-0.008
>610 | +0.08h0021 00004:0.009
>=10-18 +0,007/+0.025 0.000/-0.01
>1820 | +000ar0.029 0,0000.013
BB {iE(mm)
Unit(mm)




Hole Cutting Tools ZLINT71 & | m%

D2505-CHA

5D K4 THGRRTESS  5XD Twist Drills with straight flank
EHE without coating
BH&710, EHEEM Linear cutting edge, flach relief

BERARMIME: (ReE, HAES

Materials to be cut: Al. Alloys, copperalloys and so on

E M IO B

Steels .Stainle§sSteeIs. Castllrcl)n Non—ferrousr.f_\_erals Syperallgys
14 4 3 -
O BiEA O iEE
Best suitable Suitable

IH#HEIRRP69 Workpiece Materials, see Page 69

Nz B R~ M iz B i BRIIR LS
RE Diameter Thread Size Diameter of Holder|  Total Length Length of flute  Max. cutting deepth Length of shank
T d1(m7) Metri d2(h&) 11 12 13 14
ype etrich
D2505-CHA-D1600 16.00 16.00 133 83 63 48
D2505-CHA-D1650 16.50 18.00 143 93 71 48
D2505-CHA-D1675 16.75 18.00 143 93 il 48
D2505-CHA-D1680 16.80 18.00 143 93 i 48
D2505-CHA-D1700 17.00 18.00 143 93 T 48
D2505-CHA-D1750 17.50 18.00 143 93 m 48
D2505-CHA-D1780 17.80 18.00 143 93 K4l 48
D2505-CHA-D1800 18.00 18.00 143 93 Tl 48
D2505-CHA-D1850 18.50 20.00 153 101 v 50
D2505-CHA-D1900 18.00 20.00 153 101 77 50
D2505-CHA-D1950 19.50 20.00 153 101 v a0
D2505-CHA-D1980 19.80 20.00 153 101 L 50
D2505-CHA-D2000 20.00 20.00 153 101 7 50
I UIHI AR PO RtsEm
Recommendation of cutting output see page P60 Arrange of size D{m?7) dihG)
23 s000zi0e1z | - B0B0A0,008
>36 +0.004/+0.016 0.000-0.008
>6-10 +0,06/+0.021 0.000/-0.008
=>10-18 +0.007/+0025 | 0.000-0.011
=18-20 +0.008+0.028 | 0.000-0.013
i (mm)
Unit(mm)




DDHAFFMAN

High Precision Tools

| #L50 I 7] & Hole Cutting Tools

D2603-NHA

3D SMETHMTESR  3XD Twist Drills with straight flank
HELICA % B HELICA Coating
H&70O, FMEEM Linear cutting edge, flach relief

@ 8 0

- T - - .= (]
_ S e
EREMIME. THIR, KIRE TR T !
Materials to be cut: Stainless Steels, soft Steels and so on ‘~< ( L Is ‘ i
— l2
PR N ) -
Steels Stainless Steels Castlron Non_-ferrpysmetals
12 123 12 23
o] o o]
ORES O EH

Best suitable Suitable

IHH#IERRP69 Workpiece Materials, see Page 69

nE e R~ M ez B i< RAYIR K
V=] Diameter Thread Si;e Diameter of Holder ~ Total Length Length of flute  Max. cutting deepth Length of shank
Type d1(m7) Metrich d2(h&) I 12 13 14

D2603-NHA-DO300 3.00 6.00 62 20 14 36
D2603-NHA-DO325 3.25 6.00 62 20 14 36
D2603-NHA-DO330 3.30 M4 6.00 62 20 14 36
D2603-NHA-DD340 340 6.00 62 20 14 36
D2603-NHA-DO350 3.50 6.00 62 20 14 36
D2603-NHA-DO3T0 3.7o B6.00 62 20 14 36
D2603-NHA-DO400 4.00 6.00 66 24 17 36
D2603-NHA-D0420 4.20 M5 6.00 66 24 17 36
D2603-NHA-DO0430 4.30 6.00 66 24 17 36
D2603-NHA-DO450 4.50 6.00 66 24 17 36
D2603-NHA-D0465 4.65 6.00 66 24 17 36
D2603-NHA-D0480 4.80 6.00 66 28 20 36
D2603-NHA-DOS00 5.00 M6 6.00 66 28 20 36
D2603-NHA-DOS10 510 6.00 B6 28 20 38
D2603-NHA-D0520 5.20 6.00 66 28 20 36
D2603-NHA-DOS50 5.50 6.00 66 28 20 36
D2603-NHA-DO555 5.55 6.00 66 28 20 36
D2603-NHA-DOSB0 5.80 B6.00 66 28 20 36
D2603-NHA-DOG00 6.00 6.00 66 28 20 36
D2603-NHA-DOG10 6.10 8.00 79 34 24 36
D2603-NHA-D0620 6.20 8.00 79 34 24 36
D2603-NHA-DOB30 6.30 8.00 78 34 24 36
D2603-NHA-DOBS0 6.50 8.00 79 34 24 36
023034'_4 HA-DOBED 6.60 8.00 79 34 24 36
D2603-NHA-D0O6BD 6.80 Ma 8.00 79 34 24 36
D2603-NHA-DOB20 6.90 8.00 79 34 24 38
D2603-NHA-DO700 7.00 Max1 8.00 79 34 24 36
D2603-NHA-DOT10 T.10 8.00 79 41 29 36
D2603-NHA-DO740 7.40 8.00 79 41 29 36
D2603-NHA-DOT50 7.50 8.00 79 41 28 36

EELIE A RRPE0 R3E@

Recommendation of cutting output see page P60 Arrange of size D(m7) d{he)
22-3 +0,002/+0.012 0.000/-0.008
=36 +0.004/+0.016 £.000/-0.008

=610 +0.06/+0.021 0.000/-0.009

>10-18 +0,007/+0.025 0.000/-0.011

>1820 *0.008/70028 | 0000013
S5 ()
Unit(mm)




Hole Cutting Tools ZLANT 718 |
D2603-NHA oo [l 30 [l @

3D SMETIAERETESRS  3XD Twist Drills with straight flank
HELICA #%E HELICA Coating
HE&71O, FHEER Linear cutting edge, flach relief

ERBEMIME: FHER, TRE

Materials to be cut: Stainless Steels, soft Steels and so on

HE M I D

Steels StainlessSteels| ~ CastIron | Non-ferrous metals
12 123 12 23
(] o (w]

o EEE O B
Best suitable Suitable
TIH#HEIRIP69 Workpiece Materials, see Page 69

& g RIMASE | iz B i BAIR it
Be Diameter Thread Size Diameter of Holder |  Total Length Length of flute  Max. cutting deepth| Length of shank
o d1(m7) Metrich d2(h&) 1 12 13 14
D2603-NHA-DO780 7.80 8.00 79 41 29 36
D2603-NHA-D0800 800 | 8.00 79 a2 3
D2603-NHA-DO810 8.10 10.00 89 47 35 40
D2603-NHA-D0840 8.40 10.00 89 47 35 40
D2603-NHA-DOBS0 8.50 M1i0 10.00 89 47 35 40
D2603-NHA-DO860 8.60 10.00 89 47 a5 40
D2603-NHA-DO8T0 8.70 10.00 89 47 35 40
D2603-NHA-DO880 8.80 10.00 89 47 35 40
D2603-NHA-D0900 9.00 . M10X1 10.00 89 47 . 35 40
D2603-NHA-D0930 930 | 10.00 89 a7 3 40
D2603-NHA-DO950 9.50 10.00 89 47 35 40
D2603-NHA-DO0960 9.60 10.00 83 47 35 40
D2603-NHA-DOS80 9.80 10.00 89 47 35 40
D2603-NHA-D1000 10.00 10.00 89 47 35 40
D2603-NHA-D1025 10.25 M1z 12.00 102 55 40 45
D2603-NHA-D 1040 10.40 12.00 102 55 40 45
D2603-NHA-D1050 10.50 - M12X1.5 12.00 102 55 40 45
D2603-NHA-D1060 10.60 - 12.00 102 55 40 45
D2603-NHA-D 1080 10.80 12.00 102 55 40 45
D2603-NHA-D1100 11.00 12.00 102 55 40 45
D2603-NHA-D1120 11.20 12.00 102 55 40 45
D2603-NHA-D1150 11.50 12.00 102 55 40 45
D2603-NHA-D1180 11.80 12.00 102 95 40 45
D2603-NHA-D1200 12.00 M14 12.00 102 55 40 45
D2603-NHA-D1225 12.25 - 14.00 107 60 43 45
D2603-NHA-D1250 12,50 - M14X1.5 14.00 107 60 43 45
D2603-NHA-D1270 12.70 14.00 107 60 43 45
D2603-NHA-D1275 12.75 14.00 107 60 43 45
D2603-NHA-D1280 12.80 14.00 107 60 43 45
D2603-NHA-D1300 13.00 14.00 107 60 43 45
R ARIPE R

Recommendation of cutting output see page P61 Arrange of size D{m7) diha}

22-3 +H.00240012 | 0.0004-0.008

=36 H1.004/+0.018 0.0004-0.008

>510 00002 | 00000008

=>10-18 +1.007/+0.025 0.000/-0.011

>18-20 +0.008F0029 | 0.000-0.013

B {ir (mm)
Unit(mm)

041



DDHAFFMAN

High Precision Tools

| #L50 I 7] & Hole Cutting Tools

D2603-NHA

3D SMETHMTESR  3XD Twist Drills with straight flank
HELICA B HELICA Coating

m B
H&7O, FMEEM Linear cutting edge, flach relief

i dif 10 (S
EREMIIE: FHER, S0 +-4—£¢2l '—CQE&?}“

Materials to be cut: Stainless Steels, soft Steels and so on :

%

|
1
—y 1

l2 1L |
@ ™ N i
Steels StainlessSteels ~ Castlron |Non-ferrous metals
12 123 12 23
o 2] a
O RiEAs o EE

Best suitable Suitable

TIH##EIERIP69 Workpiece Materials, see Page 69

V=] Diamnfter ﬂ‘%ﬁfﬂz‘i;“;ﬂ Diametg{o;:f Holder Totaﬁ‘.{eﬁngth Length o,f flute Max. cgjiz(ci:gfeepth Length o; shank
Type d1(m7) Metrich d2(h&) i1 I2 13 14
D2603-NHA-D1310 13.10 14.00 107 60 43 45
D2603-NHA-D1350 13.50 14.00 107 80 43 45
D2603-NHA-D1380 13.80 14.00 107 60 43
D2603-NHA-D1400 14.00 M18 14.00 107 60 43 45
D2603-NHA-D1425 14.25 16.00 115 B5 45 48
D2603-NHA-D1450 14.50 M16X1.5 16.00 115 65 45 48
D2603-NHA-D1475 14.75 16.00 115 65 45 48
D2603-NHA-D1480 14.80 16.00 115 65 45 48
D2603-NHA-D1500 15.00 16.00 115 65 45 48
D2603-NHA-D1510 15.10 16.00 115 65 45 48
D2603-NHA-D1550 15.50 16.00 115 65 45 48
D2603-NHA-D1580 15.80 16.00 115 65 45 48
D2603-NHA-D1600 16.00 16.00 115 65 45 48
D2603-NHA-D1650 16,50 18.00 123 73 51 48
D2603-NHA-D1675 16.75 18.00 123 73 51 48
D2603-NHA-D1680 16.80 18.00 123 73 51 48
D2603-NHA-D1700 17.00 18.00 123 73 51 48
D2603-NHA-D1750 17.50 18.00 123 73 51 48
D2603-NHA-D1780 17.80 18.00 123 73 51 48
D2603-NHA-D1800 18.00 18.00 123 73 81 48
D2603-NHA-D1850 18.50 20.00 131 79 55 50
D2603-NHA-D1880 18.80 20.00 131 79 55 50
D2603-NHA-D1900 19.00 20.00 131 79 55 50
025034'_4 HA-D1950 19.50 20,00 131 79 55 50
D2603-NHA-D1980 19.80 20.00 131 79 55 50
D2603-NHA-D2000 20.00 20.00 131 79 55 50
REDHARLP Rt5E

Recommendation of cutting output see page P61 Arrange of size D(m7) dih&)

22-3 +0,002/+0.012 0.000/-0.006

=36 +0.004/+0.016 0.000/-0.008

=B-10 +0.06/+0.021 0.000/-0.003

>10-18 +0007/+0.05 | 0.000/0011

>18-20 +0.008/+0.029 0.000/-0.013

R4l (mm)
Unit(mm)




Hole Cutting Tools ZLIN IR | m%

D2603-CHA @ E a

3D WA TAAAETESSY  3XD Twist Drills with straight flank
HELICA #%E HELICA Coating
H&71O, FEEM  Linear cutting edge, flach relief

BERTMIME: THEHR, TRE

Materials to be cut: Stainless Steels, soft Steels and so on

B »m I N B

Steels StainlessSteels ~ Castlron |Non-ferrousmetals ~ Superalloys
12 123 12 123

o [«] o o

O E A O EE
Best suitable Suitable
IH##RIP69 Workpiece Materials, see Page 69

. x 12 " B .
Be Diaj]n::e:ter !'g;ﬁsagg?;ﬂ Diametf:i {; Holder Totaﬁ.?ngth LengttEt:fﬂute Max. cft:?rtlgvgeepth Length of shank
Type d1({m7) Metrich d2(h&) 1 12 13 14
D2603-CHA-DO500 5.00 ME 6.00 66 28 20 36
D2603-CHA-DO510 510 6.00 66 28 20 Kl
D2603-CHA-D0520 520 | 6.00 66 28 20 36
D2603-CHA-DOS50 550 6,00 66 28 20 36
D2603-CHA-D0555 655 | 6.00 66 28 20 36
D2603-CHA-DOS80 5.80 6.00 66 28 20 36
D2603-CHA-DOE600 6.00 | 6.00 66 28 20 36
D2603-CHA-DO610 6.10 8.00 79 34 24 36
D2603-CHA-D0620 620 | 8.00 79 34 24 36
D2603-CHA-DO0830 6.30 8.00 79 34 24 36
D2603-CHA-D0650 650 | 8.00 79 34 24 38
D2603-CHA-DOE60 6.60 8.00 79 34 24 36
D2603-CHA-DOE80 6.80 Mma 8.00 79 34 24 36
D2603-CHA-DOE90 6.90 8.00 79 34 24 36
D2603-CHA-DO700 7.00 Max1 8.00 79 34 24 36
D2603-CHA-DO710 7.10 8.00 79 41 28 36
D2603-CHA-DO740 7.40 8.00 79 41 29 36
D2603-CHA-DO750 7.50 8.00 79 41 29 a6
D2603-CHA-DO780 7.80 8.00 79 41 29 36
D2603-CHA-DOB00 8.00 8.00 79 41 29 36
D2603-CHA-DO810 8.10 10.00 89 47 35 40
D2603-CHA-DOB40 8.40 10.00 89 47 35 40
D2603-CHA-DO850 8.50 M10 10.00 89 47 35 40
D2603-CHA-DO860 8.60 10.00 B9 47 35 40
D2603-CHA-DOBTO 8.70 | 10.00 B9 47 | 35 40
D2603-CHA-DO880 8,80 10,00 B89 47 35 40
D2603-CHA-DOS00 9.00 | M10X1 10.00 B89 47 | 35 40
D2603-CHA-DO0S30 9.30 10.00 89 47 35 40
D2603-CHA-DOS50 9.50 | 10.00 B9 47 | 35 40
D2603-CHA-DO980 9.60 10.00 89 47 35 40
D2603-CHA-DOSB0 9.80 | 10.00 89 47 | 35 40
D2603-CHA-D1000 10.00 10.00 B9 47 35 40
D2603-CHA-D1025 10.25 Mi2 12.00 102 55 40 45
D2603-CHA-D1040 10.40 | 12.00 102 55 | 40 45
D2603-CHA-D1050 10.50 M12X1.5 12.00 102 55 40 45
D2603-CHA-D 1060 10.60 12.00 102 55 40 45
D2603-CHA-D1080 1080 | 12.00 102 55 | 40 45
R AR R P61 Arrige%ize DT} dihe)
Recommendation of cutting output see page P61 T 223 +0.002/+0.012 0.0004-0.006
>3-6 +0.00440016 | 0.000/-0.008
=6-10 +0.06+0.021 0.0004-0.009
>10-18 +0.007/+0.025 | 0.000-0.011
>18-20 +0.008/+0.029 0.0008-0.013
£t (mm)
Unit(mm)

043



DDHAFFMAN

High Precision Tools | FL1nI 7] & Hole Cuttlng Tools

D2603-CHA B 0

3D WX TAERETESY  3XD Twist Drills with straight flank and Internal Cooling
HELICA % E HELICA Coating
H&710O, FMESM Linear cutting edge, flach relief

ERWMIME: THEN, RRNE =
Materials to be cut: Stainless Steels, soft Steels and so on ‘|J J
2 Iz
E ™ N B I
Stee_ls Stainlgss Steels| Ca_s_tllron Non—fgrmqs metals S_uperalloy§
12 123 12 123
o (s ] o (o]
O BiEs o EE

Best suitable Suitable
IHHEIERRP69 Workpiece Materials, see Page 69

nE maRtman | R 2K K BAR it
= Diameter Thread Size Diameter of Holder|  Total Length Length of flute |Max. cutting deepth Length of shank
Tyoe di{m7) Metrich d2({h6) 1 12 13 14
D2603-CHA-D1100 11.00 12.00 102 55 40 45
D2603-CHA-D1120 11.20 12.00 102 55 40 45
D2603-CHA-D1150 11.50 12.00 102 55 40 | a5
D2603-CHA-D1180 11.80 12.00 102 55 40 45
D2603-CHA-D1200 12.00 14 12.00 102 55 40 [ 45
D2603-CHA-D1225 12.25 14.00 107 60 43 45
D2603-CHA-D1250 12.50 M14X1.5 14.00 107 60 43 [ 45
D2603-CHA-D1270 12.70 14.00 107 _EO 43 45
D2603-CHA-D1275 12.75 14.00 107 60 43 | 45
D2603-CHA-D1280 12.80 14.00 107 60 43 45
D2603-CHA-D1300 13.00 14.00 107 60 43 T
D2603-CHA-D1310 13.10 14.00 107 B0 43 45
D2603-CHA-D1350 13.50 14.00 107 &0 43 45
D2603-CHA-D1380 13.80 14.00 107 60 43 45
D2603-CHA-D1400 14.00 M16 14.00 107 60 43 45
D2603-CHA-D1425 14.25 16.00 115 65 45 48
D2603-CHA-D1450 14.50 M16X1.5 16.00 115 65 45 48
D2603-CHA-D1475 14.75 16.00 115 65 45 4B
D2603-CHA-D1480 14.80 16.00 115 65 45 48
D2603-CHA-D1500 15.00 16.00 115 65 45 48
D2603-CHA-D1510 15.10 16.00 115 65 45 48
D2603-CHA-D1550 15.50 16.00 115 65 45 48
D2603-CHA-D1580 15.80 16.00 115 65 45 48
D2603-CHA-D1600 16.00 16.00 115 65 45 48
D2603-CHA-D1650 16.50 18.00 123 73 51 | 48
D2603-CHA-D1675 16.75 18.00 123 73 51 48
D2603-CHA-D1680 16.80 18.00 123 73 51 | 48
D2603-CHA-D1700 17.00 18.00 123 73 51 48
D2603-CHA-D1750 17.50 18.00 123 73 51 | 48
D2603-CHA-D1780 17.80 18.00 123 73 51 48
D2603-CHA-D1800 18.00 18.00 123 73 51 | 48
D2603-CHA-D1850 18.50 20.00 131 79 55 50
D2603-CHA-D1880 18.80 20,00 131 79 53 50
D2603-CHA-D1900 19.00 20,00 131 79 55 | 50
D2603-CHA-D1950 19.50 20.00 131 79 55 50
D2603-CHA-D1980 19.80 20.00 131 78 25 50
D2603-CHA-D2000 2000 000 | w1 | R
BB UIE ARLP61 Arrﬁ\ge%;.iize D{m7) dine)
Recommendation of cutting output see page P61 22-3 +0.002/+0.012 0.000/-0.008
>36 | +0004/+0.016 0.000/-0.008_
>6-10 +0,06/+0.021 0.000/-0.009
>10-18 | +0.007/+0.025 0,0000,011
>=18-20 +0,008/+0.029 0.000/-0.013
£l (mm)
Unit(mm)




Hole Cutting Tools ZLANT 718 |
D2605-CHA o [l P

5D B4 FIAAETESS  5XD Twist Drills with straight flank and Internal Cooling
HELICA #%E HELICA Coating
HE&71O, FEER Linear cutting edge, flach relief

BEBRAWMIME: THMN, WRNE

Materials to be cut: Stainless Steels, soft Steels and so on
Steels StainlessSteels  Castlron |Non-ferrousmetals  Superalloys
12 123 12 123
4] (=] O o]
o RS O iEE

Best suitable Suitable
IH##IERAP69 Workpiece Materials, see Page 69

e % e . oy .
EE=y Diaj]m{:ter @.‘rﬁgg ,gi;iﬂ Diamet:?oxf Holder Totaﬁ.tngth Lengtf -tt:f flute ax. ::tz?rtlg‘geepth Lengtf]ﬁ:F shank
Ies d1(m7) Metrich d2(h6) I 12 13 14
D2605-CHA-DOS500 5.00 M6 6.00 82 44 35 36
D2605-CHA-DOS10 5.10 6.00 82 44 35 36
D2605-CHA-DO520 5.20 6.00 82 44 35 36
D2605-CHA-DO550 5.50 6.00 82 £ 35 36
D2605-CHA-D0555 5.55 6.00 82 44 35 36
D2605-CHA-DOS80 5.80 6.00 82 44 35 36
D2605-CHA-DO600 6.00 6.00 82 44 35 36
D2605-CHA-DO610 6.10 8.00 91 53 43 36
D2605-CHA-DD620 .20 8.00 a1 53 43 36
D2605-CHA-DOE30 6.30 8.00 91 53 43 36
D2605-CHA-DOB50 6.50 8.00 91 53 43 36
D2605-CHA-DOG60 6.60 B.0O a1 53 43 36
D2605-CHA-DOG80 6.80 Ma 8.00 91 53 43 36
D2605-CHA-DOGS0 65.90 8.00 91 53 43 36
D2605-CHA-DO700 7.00 Maxi1 8.00 91 53 43 36
D2605-CHA-DOT10 710 8.00 a1 53 43 36
D2605-CHA-DO740 7.40 8.00 91 53 43 36
D2605-CHA-DOTS0 7.50 8.00 91 53 43 36
D2605-CHA-DO780 7.80 8.00 91 53 43 36
D2605-CHA-DOB00 8.00 8.00 9N 53 43 38
D2605-CHA-DO810 8.10 10.00 103 61 49 40
D2605-CHA-DO840 8.40 10.00 103 61 49 40
D2605-CHA-DO850 B.50 M10 10.00 103 ;3] 49 40
D2605-CHA-DO860 8.60 10.00 103 3] 49 40
D2605-CHA-DO8T0 B.70 10.00 103 | ;3] 49 40
D2605-CHA-DO880 8.80 10.00 103 61 49 40
D2605-CHA-DD900 9.00 M10X1 10.00 103 61 49 40
D2605-CHA-D0930 9.30 10.00 103 | 61 49 40
D2605-CHA-DOS50 9.50 10.00 103 | 61 49 40
D2605-CHA-D0930 9.60 10.00 103 81 49 40
D2605-CHA-DO980 9.80 10.00 103 | 61 49 40
D2605-CHA-D 1000 10.00 10.00 103 61 49 40
D2605-CHA-D1025 10.25 M1z 12.00 118 7 56 45
D2605-CHA-D1040 10.40 12.00 118 (&l 56 45
D2605-CHA-D 1050 10.50 M12X1.5 12.00 118 | 71 56 45
D2605-CHA-D 1080 10.80 12.00 118 &l 56 45
Dg__ﬁQS_—CHA—D_‘IB_SU 10.80 1_2‘00 118 ] ?1_ : 56 45_
A AR RPE1 Arrigﬁ?iize D{m7} d{h&)
Recommendation of cutting output see page P61 =2-3 +0.002/+0.012 0.000/-0.006
>3-8 +0.0044+0.016 0.0001-0.008
=610 +0,06+0,021 0.000/-0,004
il 400070025 CAON-DA1
=18-20 +0.008/+0.029 0.000/-0.013

B (mm)
Unit(mm)




DDHAFFMAN

High Precision Tools | FL1nI 7] & Hole Cuttlng Tools

D2605-CHA o [l R

5D WM TARRAETESY  5XD Twist Drills with straight flank and Internal Cooling
HELICA % E HELICA Coating
H&710O, FEEM Linear cutting edge, flach relief

EREMIMR: FHERK, KNS = : dz'
Materials to be cut: Stainless Steels, soft Steelss and so on _‘|J = J i
E M m E N - j
Steel_s ::tainl§§s Steels C§§_t !ron Non—fen'ousmetals S!._lp_c-_.\ralloy_s.
12 123 12 123
o] (s ] o (o]

O BESE O EE
Best suitable Suitable
TIH#HEIRIP69 Workpiece Materials, see Page 69

R B RIMAS | iz B -8 BAR A
= Diameter Thread Size Diameter of Holder|  Total Length Length of flute  |Max. cutting deepth Length of shank

Typa d1{m7) Metrich d2(h6) I 2 13 14
D2605-CHA-D1100 11.00 12.00 118 T 56 45
D2605-CHA-D1120 11.20 12.00 118 Al 56 45
D2605-CHA-D1150 11.50 12.00 118 71 56 R
D2605-CHA-D1180 11.80 12.00 118 71 56 45
D2605-CHA-D1200 12.00 M14 12.00 118 '71 56 | a5
D2605-CHA-D1220 12.20 14.00 124 7 60 45
D2605-CHA-D1225 12.25 14.00 124 s ) 60 [ 45
D2605-CHA-D1250 12.50 M14X1.5 14.00 124 77 60 45
D2605-CHA-D1270 12.70 14.00 124 77 60 | a5
D2605-CHA-D1275 12.78 14.00 124 7 60 45
D2605-CHA-D1280 12.80 14.00 124 77 80 | a5
D2605-CHA-D1300 13.00 14.00 124 77 60 45
D2605-CHA-D1350 13.50 14.00 124 77 &0 45
D2605-CHA-D1380 13.80 14.00 124 77 60 45
D2605-CHA-D1400 14.00 M16 14.00 124 77 60 45
D2605-CHA-D1425 14.25 16.00 133 B3 63 48
D2605-CHA-D1450 14.50 M16X1.5 16.00 133 83 63 48
D2605-CHA-D1475 14.75 16.00 133 B3 63 48
D2605-CHA-D1480 14.80 16.00 133 83 63 48
D2605-CHA-D150 15.00 16.00 133 83 63 48
D2605-CHA-D1510 15.10 16.00 133 B3 63 48
D2605-CHA-D1550 15.50 16.00 133 83 63 48
D2605-CHA-D1580 15.80 16.00 133 83 63 48
D2605-CHA-D1600 16.00 16.00 133 83 63 48
D2605-CHA-D1650 16.50 18.00 143 93 71 | 48
D2605-CHA-D1675 16.75 18.00 143 93 m 48
D2605-CHA-D1680 16.80 18.00 143 83 m | 48
D2605-CHA-D1700 17.00 18.00 143 93 7 48
D2605-CHA-D1750 17.50 18.00 143 83 7 | 48
D2605-CHA-D1780 17.80 18.00 143 93 7 48
D2605-CHA-D1800 18.00 18.00 143 93 71 | 48
D2605-CHA-D1850 18.50 20.00 153 101 w 50
D2605-CHA-D1900 19.00 20.00 153 101 7 50
D2605-CHA-D1950 19.50 20.00 153 101 i | 50
D2605-CHA-D 1980 19.80 20.00 153 101 7 50
D2605-CHA-D2000 20.00 20.00 153 101 i 50
LT AR P61 Ani;‘;’%_ize | D(m7) d(nE)

Recommendation of cutting output see page P61 223 +0,002/+0.012 0,000/-0.008

>3 +0.004/+0.018 0.000/-0.008

>8-10 +0.06/+0.021 0.000/-0.008

>10-18 +0.007/+0.025 0.000/-0.011

>18-20 +0.008/+0.028 0.000/-0.013

B fir{mm)
Unit(mm)




Hole Cutting Tools LIN T 718 | m%

D1306-NYZ

6D M4 BLAB/INBRTE 5 6XD Small Twist Drills with straight flank
ETHE without coating

HE&70O, FEERM Linear cutting edge, flach relief
ERBIMIMAR: R, THEWN, H% BEEE

Materials to be cut: soft Steels. Stainless Steels. Cast Iron.
Al. Alloys and so on

ool

e

e

PR NS
St_eels Stainle_s_s §tegk Ca§t !r_on Non—fen’og_slmetals Su_pe_ralloyf
123456 123 123 123 4 ST T —
Q o] o o o]
O mESE O EE
Best suitable Suitable
IH#HEIERAP69 Workpiece Materials, see Page 69
Be Diamn:fter ﬁ;:rﬁhtlfajhsﬂi;iﬁll Diametgf; Holder Totaﬁfngth Length <;f flute Max. F:tﬁ:g;ﬁeepth Lengtf\ﬁ:;t shank
Type d1(h7) Metrich d2(h&) 1 12 13 14

D1306-NYZ-D0020 0.20 3 38 0.8 1.25
D1306-NYZ2-D0021 0.21 3 38 1.8 1.25
D1308-NYZ-D0022 0.22 3 38 0.8 1.25
D1306-NYZ-D0023 0.23 3 38 1.8 1.25
D1306-NYZ-D0024 0.24 3 38 0.8 1.25
D1306-NYZ-D0025 0.25 3 as 22 1.55
D1306-NYZ-D0026 0.26 3 38 0.z 1.56
D1306-NYZ-D0027 0.27 3 a8 22 1.55
D1306-NY2Z-D0028 0.28 3 38 0.2 1.55
D1306-NY2Z-D0029 0.29 3 38 2.2 1.55
D1306-NYZ-D0030 0.30 3 38 0.4 1.8
D1306-NYZ-D0031 0.31 3 38 2.4 1.8
D1306-NYZ-D0032 0.32 3 as 0.4 1.8
D1306-NYZ-D0033 0.33 3 38 24 1.8
D1306-NYZ-D0034 0.34 3 38 0.4 1.8
D1306-NYZ-D0035 0.35 3 38 2.8 2.2
D1306-NYZ-D0036 0.36 3 38 0.8 22
D1306-NYZ-D0037 0.37 3 as 2.8 2.2
D1306-NYZ-D0038 0.38 3 3a 0.8 22
D1306-NYZ-D0039 0.39 3 38 36 27
D1308-NY2Z-D0040 0.40 3 38 0.6 27
D1306-NY2-D0041 0.41 3 38 3.6 2.7
D1306-NY2-D0042 0.42 3 38 0.6 2.7
D1 3-06—NYZ—DOQ43 0.43 3 38 3.6 2.7
D1 306-NYZ-DUO44 0.44 3 aa 06 27
D1306-NYZ-D0045 0.45 3 3s 38 27
D1308-NY2-D0046 0.48 3 38 0.8 2.7
D1306-NYZ-00047 0.47 3 38 3.6 27
D1306-NYZ-D0048 0.48 3 38 0.6 27
D1306-NYZ-D0048 0.48 3 38 4 3.2

HHE ARTPE2

Recommendation of cutting output see page P62




H

HAFFMAN

High Precision Tools

| #L50 I 7] & Hole Cutting Tools

D1306-NYZ

6D S TR /NBEIEES 6XD Small Twist Drills with straight flank

ZRE

without coating

BH&70O, F@EEM Linear cutting edge, flach relief
BRI ], FEW, #HH, BEEE

Materials to be cut: soft Steels. Stainless Steels. Cast Iron.
Al Alloys and so on

l4
PR O B8 '
Steel_s _Stainles_§ Steels_ Cg;_t I_ron Non—ferrousmetal ] _SL_lplel_'a‘!ons
123456 123 123 123 4
o o o & @ T —
CoEEs O ER
Best suitable Suitable
TH#MBIEIP69 Workpiece Materials, see Page 69
ma Diamn:fter @:I'ZI%E; ,‘S"i;iﬁ“ Diametgf; Holder Totaﬁfngth Length (;f flute |Max. ftﬁ:g;ﬁeepth Length o; shank
Type d1(h7) Metrich d2(h&) 3] 12 13 14

D1306-NYZ-D0050 0.50 3 38 4 32
D1306-NYZ-D0051 0.51 3 38 4 3.2
D1306-NYZ-D0052 0.52 3 38 4 3.2
D1306-NYZ-D0053 0.53 3 38 4 3.2
D1306-NYZ-D0054 0.54 3 38 0.5 3.6
D1308-NYZ-D0055 0.55 3 ae 4.5 38
D1308-NYZ-D0056 0.56 3 38 0.5 3.8
D1306-NYZ-D0057 0.57 3 38 4.5 38
D1306-NYZ-D0058 0.58 3 38 0.5 3.8
D1306-NYZ-D005S 0.58 3 38 4.5 3.6
D1306-NYZ-D0060 0.60 3 38 0.5 3.6
D1306-NYZ-D0061 0.61 3 as 4.5 3.9
D1306-NYZ-D0062 0.62 3 38 5 3.9
D13086-NYZ-D00B3 0.63 3 38 5 as
D1306-NYZ-D0064 0.64 3 38 5 39
D1306-NYZ-D006S5 0.65 3 38 5 39
D1306-NYZ-D0066 0.66 3 38 5 38
D1306-NYZ-D0067 067 3 a8 5 a4
D1306-NYZ-D00G8 0.68 3 a8 0.6 4.5
D1306-NYZ-D0069 0.69 3 38 56 4.5
D1306-NYZ-D0O70 0.70 3 38 0.6 4.5
D1306-NYZ-D0OT1 071 3 38 5.6 4.5
D1306-NYZ-D0072 0.72 3 38 0.6 4.5
D1306-NYZ-D0073 0.73 3 38 5.6 4.5
D1306-NYZ-D0074 0.74 3 aa 0.6 4__5
D1306-NYZ-D0OTS 0.75 3 38 5.6 4.5
D1306-NYZ-D0076 0.76 3 38 0.3 5

D1306-NYZ-D00T77 077 3 38 6.3 5

D1306-NYZ-D0078 0.78 3 38 0.3 5

D01306-NYZ-D0079 0.79 3 38 6.3 5

A UTH AR P62

Recommendation of cutting output see page P62




Hole Cutting Tools ZLIN T 718 | m%

D1306-NYZ

6D SME EAR/NEETESES  6XD Small Twist Drills with straight flank
EHE
BH&71O, ER®EM  Linear cutting edge, flach relief
EREMIMR: B, TEW, HH% HEeE

Materials to be cut: soft Steels. Stainless Steels. Cast Iron.
Al Alloys and so on

without coating

ool

e

e

14
B ™ NS
SFeeIs Stainlg_5§ §tegls Ca_st _Ir_on Non—fermus r_netal que_ralloyf
123456 123 123 123 4 ST T —
o o] o o Lo ]
O miES © EE
Best suitable Suitable
IH#HEIERAP69 Workpiece Materials, see Page 69
Be Diamn:fter ﬁ;:rﬁhtlfajhsﬂi;iﬁll Diametgf; Holder Totaﬁfngth Length <;f flute Max. F:tﬁ:g;ﬁeepth Lengtf\ﬁ:;t shank
Type d1(h7) Metrich d2(h&) 1 12 13 14

D1306-NYZ-D0080 0.80 3 38 03 5
D1306-NYZ2-D0081 0.81 3 38 6.3 5
D1308-NYZ-D0082 0.82 3 38 0.3 §
D1306-NYZ-D0083 0.83 3 38 6.3 5
D1306-NYZ-D00B4 0.84 3 38 0.3 5]
D1306-NYZ-DO08S 0.85 3 a8 6.3 ]
D1306-NYZ-D0086 0.86 3 38 0.1 57
D1306-NYZ-D0087 0.87 3 a8 74 5.7
D1306-NYZ-D0088 0.88 3 38 0.1 5.7
D1306-NYZ-D008s 0.89 3 38 74 5.7
D1306-NY2-D0090 0.90 3 38 0.1 5.7
D1306-NYZ-D0091 0.1 3 38 71 5.7
D1306-NYZ-D0092 0.92 3 as 0.1 57
D1306-NYZ-D0093 093 3 38 Fi 5.7
D1306-NYZ-D00%4 0.94 3 38 0.1 5.7
D1306-NYZ-D0085 0.95 3 38 7 57
D1306-NYZ-D0096 0.96 3 38 8 6.5
D1306-NYZ-D0097 0.97 3 as 8 6.5
D1306-NYZ-D0088 0.98 3 3a 8 6.5
D1306-NYZ-D0099 0.99 3 38 8 6.5
D1308-NYZ2-D0100 1.00 3 38 8 6.5
D1306-NY2-D0101 1.01 3 38 8 6.5
D1306-NY2-D0102 1.02 3 38 8 6.5
D1306-NYZ-D0103 1.03 3 38 8 6.5
D1306-NYZ-D0O104 1.04 3 aa 8 6.5
D1306-NYZ-DO105 1.05 3 3a B 6.5
D1308-NYZ-D0106 1.06 3 38 9 7.3
D1306-NYZ-D0107 1.07 3 38 9 73
D1306-NYZ-D0108 1.08 3 38 9 7.3
D1306-NYZ-D0108 1.08 3 38 ] T3

HHE ARTPE2

Recommendation of cutting output see page P62




EDHAFFMAN

High Precision Tools | FL.1nI 7] & Hole Cuttlng Tools

D1306-NYZ m n

6D SM&EAFNRRTES 6XD Small Twist Drills with straight flank
LHB without coating
BHE£70, FEER Linear cutting edge, flach relief

ERBMIMR: 59N, THW, #%, Bas% ditr dz[

Materials to be cut: soft Steels. Stainless Steels. Cast Iron. 1 g |8 e

Al. Alloys and so on I

B ™ 0| =
Ste“els Stain ess S_tgels Calst Irpn Nm—fetrf)usmeml lSu}p_ergIIolys
123456 123 123 123 4
o o o o o T —
O RiEE o B
Best suitable Suitable
TH#RIEIP69 Workpiece Materials, see Page 69
e Diamn:fter @.‘rﬁfgg ,‘S"i;iﬁ“ Diametgf; Holder Totaﬁfngth Lengtf ff flute Max. ftﬁ:g;ﬁeepth Lengtf]ﬁ:;t shank
v d1(h7) Metrich d2(h6) I 12 13 I4

D1306-NYZ-DO110 1.10 3 38 9 73
D1308-NYZ-D0O112 1.12 3 38 9 [ 73
D1308-NYZ-D0114 1.14 3 38 9 7.3
D1306-NYZ-D0116 1.16 2 38 10 8.2
D1306-NYZ-D0118 1.18 3 38 10 8.2
D1308-NYZ-D0120 1.20 3 38 10 8.2
D1306-NYZ-D0125 1.25 3 38 10 8.2
D1306-NYZ-D0O130 1.30 3 38 10 8.2
D1306-NYZ-D0135 1.35 3 38 11.2 . 9.2
D1306-NYZ-D0140 1.40 3 38 11.2 - 9.2
D1308-NYZ-D0145 1.45 3 38 11.2 9.2
D1306-NYZ-D0150 1.50 3 38 11.2 9.2
D1306-NYZ-D0155 1.55 3 38 134 1.2
D1308-NYZ-D0160 1.60 3 38 13.4 1.2
D1306-NYZ-D0165 1.65 3 38 13.4 1.2
D1306-NYZ-D0170 1.70 3 38 13.4 1.2
D1306-NYZ-D0O175 1.75 3 38 134 - 1.2
D1306-NYZ-D0180 1.80 3 38 13.4 - 1.2
D1308-NYZ-D0O185 1.85 3 38 13.4 1.2
D1306-NYZ-D0190 1.90 3 38 134 1.2
D13086-NYZ-D0195 1.95 3 38 13.4 1.2
01308-NYZ-D0200 2.00 2 38 13.4 1.2

RHEH ARIPE2

Recommendation of cutting output see page P62




Hole Cutting Tools ZLANT 718 |
D3020-CHA @ ﬁ

20D ¥ HFFLBETEES 20XD Twist Drills for Deephole and with internal Cooling
AlTiN-nano & E AITiN-nano Coating
H&70O, FEER, 471# Linear cutting edge, flach relief, 4 edges

BEBRAWMIME: W, HH%, BEE%

Materials to be cut: Steels. Castlron. Al.Alloysand so on

E v I 0O B

Steels Stain essSteels|  CastIron |Non-ferrousmetal |  Superalloys
34 123 23
Lo} o o

O REE O EE
Best suitable Suitable
TIH#HEIFRIP69 Workpiece Materials, see Page 69

Nz wERMAS | g B -8 BAYIR it
Be Diameter Thread Size Diameter of Holder |  Total Length Length of flute  Max. cutting deepth| Length of shank
Type d1(h7) Metrich d2(h&) 1 12 13 14
[D3020-CHA-D03000 3 6 107 65 60 36
D3020-CHA-DO3175 3.175 - 1/8" 6 134 92 86 36
D3020-CHA-DO3500 3.5 6 134 92 86 36
D3020-CHA-DD3572 3.572 964" 5] 134 92 BE 36
D3020-CHA-D03969 3.969 5/32" 6 134 92 B& 36
D3020-CHA-D04000 4 <] 134 92 86 38
D3020-CHA-D04500 4.5 6 158 118 110 36
D3020-CHA-D04763 4.763 3neg" 6 158 118 110 36
D3020-CHA-D04800 a8 6 168 18 | 110 36
D3020-CHA-DOS000 5 6 158 118 - 110 36
D3020-CHA-D05500 5.5 <] 170 132 123 36
D3020-CHA-DO5556 5.556 732" 6 182 144 135 36
D3020-CHA-DOS800 5.8 6 182 144 135 36
D3020-CHA-DO8000D ] & 182 144 135 36
D3020-CHA-D0&100 6.1 8 200 162 151 36
D3020-CHA-DOB350 6.35 114" 8 200 162 151 36
D3020-CHA-D06500 65 | 8 200 162 | 151 36
D3020-CHA-DO6800 6.8 8 200 162 - 151 36
D3020-CHA-DOT000 T 8 200 162 151 36
D3020-CHA-DO7 144 7.144 a9f32" & 222 184 172 36
D3020-CHA-DOT400 74 8 222 184 172 36
D3020-CHA-DOTS00 7.5 8 222 184 172 36
D3020-CHA-DO7938 7.938 516" 8 222 184 172 36
D3020-CHA-DOBO0DOD 8 8 222 184 172 36
DI!-DZO—CHA—IDDHEUU 8.3 10 240 198 - 184 40
D3020-CHA-DOBS00 B.S 10 240 198 - 184 40
D3020-CHA-DOBT31 8731 11/32" 10 240 198 184 40
D3020-CHA-D0O3000 9 10 240 198 184 40
D3020-CHA-D09525 9.525 3/8" 10 262 220 205 40
D3020-CHA-D0O2800 9.8 10 262 220 205 40
#FDHIFARIPE3

Recommendation of cutting output see page P63




DDHAFFMAN

High Precision Tools

| #L50 I 7] & Hole Cutting Tools

D3020-CHA

20D WM& FFLBRTESS 20XD Twist Drills for Deephole and with internal Cooling

AlTiN-nano &2

AITiN-nano Coating
H&70, FEER, 471 Linear cutting edge, flach relief, 4 edges

BRAKMIME: W, HH% BEEE

Materials to be cut: Steels. Castlron. Al. Alloys and so on

P O B
Steels StainlessSteels ~ Castlron |Nonferrousmetals Superalloys
34 123 23 - - =
2 8] o]
CoEES O ER
Best suitable Suitable
TH##IZEAP69 Workpiece Materials, see Page 69
ma Diamn:fter @:I'ZI%E; "SAi;iﬁu Diametg{o;; Holder Totaﬁfngth Length (;f flute |Max. ftﬁ:g;ﬁeepth Length o; shank
Type d1(h7) Metrich d2(h&) 3] 12 13 14
D3020-CHA-D10000 10 10 262 220 205 40
D3020-CHA-D10200 10.2 12 289 242 225 45
D3020-CHA-D10318 10.319 13/32" 12 289 242 225 45
D3020-CHA-D11000 1 12 289 242 225 45
D3020-CHA-D11113 11.113 Tie" 12 31 264 246 45
D3020-CHA-D11500 1.5 12 M 264 246 45
D3020-CHA-D11800 1.8 12 m 264 246 45
D3020-CHA-D119806 11.906 15/32" 12 311 264 246 45
D3020-CHA-D12000 12 12 3N 264 246 45

HETRIARRIPE3

Recommendation of cutting output see page P63




Hole Cutting Tools ZLANT 71 & |
D3103-NHA m n

3D % M eh (ML FLES) 3XD Step drills (tap drill hole)
AITiN-nano &2 AITiN-nano Coating
HETO, $EER/ Linear cutting edge, flach relief
1 o O
BRWMIMR: B, H% BEEeeE _ da o 10 (U

Materials to be cut: Steels. Castlron. Cast Al. Alloys and so on

'\<\J_l|‘ Is
Steels StainlessSteels|  Castlron  Nonferrousmetals Superalloys

34 12 123 23

O EEA o EA

Best suitable Suitable
IH#HEIRRP69 Workpiece Materials, see Page 69

wiz

NE . BK i3 K Nk
ae m;}rfsazgiﬂ Diameter 2'::;?;: B EE Total Length Length of flute |Length of shank | Cutting Length
Type Metrich d1(h7) d2(h&) d3 1 12 14 15
DG-DSAO3-M4 M4 330 6.00 4.50 66 28 36.0 114
DG-DSAQ3-M5 M5 4,20 6.00 6.00 66 28 36.0 13.6
DG-DSAQ3-MB Me 5.00 8.00 7.00 78 41 36.0 16.5
DG-DSAD3-MB ma 6.80 10.00 9.50 B9 47 40.0 21.0
DG-DSA03-M10 M10 8.50 12.00 12.00 102 §5 45.0 255
DG-DSAD3-M12 M1z 10.25 14.00 14.00 107 60 45.0 300
DG-DSAD3-M14 M14 12.00 16.00 16.00 115 65 48.0 34.5
DG-DSAD3-M16 M16 14.00 18.00 18.00 123 73 48.0 38.5
DG-DSAQ03-M8x1.0 Max1 7.00 10.00 9.80 89 47 40.0 21.0
DG-DSA03-M10x1.0 M10X1 9.00 12.00 12.00 102 55 45.0 255
DG-DSAD3-M12x1.5 M12X1.5 10.50 14.00 14.00 107 60 45.0 30.0
DG-DSAD3-M14x1.5 M14X1.5 12.50 16.00 16.00 115 65 48.0 345
DG-DSAD3-M16x1.5 M16X1.5 14.50 18.00 18.00 123 73 48.0 aas
BN R R R P64

Recommendation of cutting output see page P64




EDHAFFMAN

High Precision Tools | FLIN I 7] E Hole Cutting Tools

D7305-NHA E

5D SM4TARELMEES  5XD Drills with straight flank and flutes
LHB without coating

BHE70, FHEEM Linear cutting edge, flach relief
ERWMIME: W, %% FEEaEE

Materials to be cut: Steels. Castlron. CastAl. Alloys and so on

E v I OB

Steels StainlessSteels| ~ Castlron |Nonferrousmetals| Superalloys

12 23
s ma'y
ogiES O EA
Best suitable Suitable
TH##IZAP69 Workpiece Materials, see Page 69
Nz N iz BK K B AR e
Diameter @ﬂRTrM./L‘ #l Diameter of Holder |  Total Length Length of flute  Max. cftting geepth Length of shank
E:VE= Thread Size
Type d1(ke) Metrich d2(h6) I 13 14
D7305-NHA-DO400 4.00 6.00 74 36 29 36
D7305-NHA-DO420 4,20 M5 6.00 74 36 29 36
D7305-NHA-DOS00 5.00 M& 6.00 82 44 35 36
DT305-NHA-DDE00 6.00 6.00 82 a4 35 36
D7305-NHA-DOEB0 6.80 M8 8.00 a1 53 43 36
D7305-NHA-DOT00 7.00 Max1 8.00 a1 53 43 36
D7305-NHA-DOB0O 8.00 8.00 | 53 43 36
D7305-NHA-DD850 8.50 M10 10.00 103 61 49 40
D7305-NHA-DO900 9.00 M10X1 10.00 103 61 49 40
D7305-NHA-D1000 10.00 10.00 103 61 49 40
D7305-NHA-D1025 10.25 M12 12.00 118 Vil 56 45
D7305-NHA-D1100 11.00 12.00 118 Uil 56 45
DT305-NHA-D1200 12.00 M14 12.00 118 7 56 45
D7305-NHA-D1300 13.00 14.00 124 s 80 45
D7305-NHA-D1400 14.00 M16 14.00 124 T 60 45
D7305-NHA-D1500 15.00 16.00 133 83 63 48
D7305-NHA-D1550 15.50 16.00 133 B3 63 48
D7305-NHA-D1600 16.00 16.00 133 83 63 48
D7305-NHA-D1700 17.00 18.00 143 93 7 48
DT305-NHA-D1750 17.50 18.00 143 93 71 48
D7305-NHA-D1800 18.00 18.00 143 93 71 48
D7305-NHA-D1950 19.50 20.00 153 101 i 50
D7305-NHA-D2000 20.00 20.00 153 101 7w 50
ST IR ILP65 .
Recommendation of cutting output see page P65 Arrange of size Diks) d{he)
223 +0.0061+0.000 | 0.000/0.006
=36 | +0.0081+0.001 0.000/-0.008
>6-10 | 00100001 £.000/-0.008
>10-18 +0.012/+0.001 0.000/-0.011
>18-20 +0.015/+0.002 0.000/-0.013
{1z {mm)
Unit(mm)




Hole Cutting Tools FLAIN 7] & |
D7205-CHA B

5D RS EHATLAESS  55XD Drills with straight flank and flutes and with Internal Cooling
TIAIN % B AITiN-nano Coating
EH&70O, FMER Linear cutting edge, flach relief

ERBMIHR: 5% 3 ar1a0s2t Hes ji ________ .

Materials to be cut: Cast Iron and so on

i | l4
B M @I B B — % —

St_eels StainlefsSteeIs Ca§t I_rt?n Non—ferrousmetals Superalloys
12 23
oRES O EA
Best suitable Suitable

TIH#ERIP69 Workpiece Materials, see Page 69

nE B R~ M A LigE BE i8S BAR e
&= Diameter Thread Size Diameter of Holder|  Total Length Length of flute |Max. cutting deepth Length of shank
Type d1{k6) Metrich d2(h6) I 12 I3 14
07205-CHA-D0400 4.00 6.00 74 36 29 36
D7205-CHA-DO420 4.20 M5 6.00 74 36 29 36
D7205-CHA-DOS00 5.00 M8 6.00 82 44 35 36
D7205-CHA-DD600 6.00 6.00 B2 44 35 36
D7205-CHA-DOG80 6.80 M8 8.00 91 53 43 36
D7205-CHA-DO700 7.00 Max1 8.00 b2 | 53 43 36
D7205-CHA-DO800 8.00 8.00 91 53 43 36
D7205-CHA-DO850 8,50 M10 10.00 103 61 49 40
D7205-CHA-D0900 9.00 M10X1 10.00 103 61 49 40
D7205-CHA-D1000 10.00 10.00 103 61 48 40
D7205-CHA-D1025 10.25 m12 12.00 118 71 56 45
D7205-CHA-D1100 11.00 12.00 118 7 56 45
D7205-CHA-D1200 12.00 M14 12.00 118 7 56 45
D7205-CHA-D1300 13.00 14.00 124 77 60 45
D7205-CHA-D1400 14.00 M18 14.00 124 77 60 45
D7205-CHA-D1500 15.00 16.00 133 B3 63 48
D7205-CHA-D1550 15.50 16.00 133 83 63 48
D7205-CHA-D1600 16.00 16.00 133 B3 63 48
D7205-CHA-D1700 17.00 18.00 143 23 71 48
D7205-CHA-D1750 17.50 18.00 143 93 71 45
D07205-CHA-D1800 18.00 18.00 143 23 71 48
D7205-CHA-D1850 18.50 20.00 153 101 7 50
D7205-CHA-D2000 20.00 20.00 153 101 77 50
HILIHL R P65 -

Recommendation of cutting output see page P65 Arrange of size Dike) dihs)

223 +0.006i40.000 0.000/-0.006

=38 | +0.008/+0.001 0.000/-0.008

>6-10 | *0.010/+0.001 0.000/-0.009

=10-18 +0.012/+0.001 0.000/-0.011

=18-20 +0.015/+0.002 0.000/-0.013

#fir(mm)
Unit(mm)




EDHAFFMAN

High Precision Tools | FL1nI 7] & Hole Cuttlng Tools

D5203-NYZ m n

3D SMETIE=714L  3XD Drills with 3 fluts and straight shank

TiAIN B AITiN Coating

HE&70, FE/EM Linearcutting edge, flach relief

EREMIME: #Hi% HBEREE o (/ d1_ 150°( A -
' St

Materials to be cut: Castlron, Cast Al. Alloys

—d2
\\.-" ot I
PR N S _ " \ﬂ

Steels Stainless Steels| ~ Castlron | Nonfemousmetals Superalloys It

123 23
O REE O iEA

Best suitable Suitable

THMRIERRP69 Workpiece Materials, see Page 69

iz BERTMAHI Wiz BE K BAR

e Diameter Thread'Size Diameter of Holder Total Length Length of flute Max. cutting deepth

as d1(h7) Metrich d2(h) ¥ i2 13
D5203-NYZ-D0300 3.00 3.00 48 16 12
D5203-NYZ-D0310 30 3.10 49 18 ' 14
D5203-NYZ-D0320 3.20 3.20 49 18 14
D5203-NYZ-D0330 3.30 3.30 49 18 14
D5203-NYZ-D0340 3.40 3.40 52 20 15
D5203-NYZ-D0350 350 3.50 52 20 15
D5203-NYZ-D0360 3.60 3,60 52 20 15
D5203-NYZ-D0370 3.70 3.70 52 20 15
D5203-NYZ-D0380 380 | 3.80 55 22 ' 17
D5203-NYZ-D0400 400 400 55 22 ' 17
D5203-NYZ-D0410 410 410 55 22 17
D5203-NYZ-D0420 4.20 420 55 22 17
D5203-NYZ-D0450 450 450 58 2 18
D5203-NYZ-D0480 4,80 4.80 62 26 20
D5203-NYZ-D0500 5.00 5.00 62 26 20
D5203-NYZ-D0510 5.10 5.10 62 26 20
D5203-NYZ-D0520 620 | 5.20 62 26 ' 20
D5203-NYZ-D0530 630 5.30 62 26 ' 20
D5203-NYZ-D0550 5.50 5.50 66 28 21
D5203-NYZ-D0580 5.80 5.80 66 28 21
D5203-NYZ-D0600 6.00 .00 66 28 21
D5203-NYZ-D0610 6.10 6.10 70 31 23
D5203-NYZ-D0620 6.20 6.20 70 31 23
D5203-NYZ-D0640 6.40 5‘4_':) 70 31 23
D5203-NYZ-D0650 650 | 6.50 70 31 ' 2
D5203-NYZ-DO670 870 | 6.70 70 31 ' 23
D5203-NYZ-D0680 6.80 6.80 74 34 25
D5203-NYZ-DO700 7.00 7.00 74 3 25
D5203-NYZ-DO710 7.10 7.10 74 34 25
D5203-NYZ-D0740 7.40 7.40 74 34 25

EXEUTHIARRLPES

Recommendation of cutting output see page P66




Hole Cutting Tools ZLANT 718 |
D5203-NYZ E m

3D SMEBEAM=T4L  3XD Drills with 3 fluts and straight shank

TiAIN B AITiN Coating
BHE£710O, FHE/EH Linear cutting edge, flach relief
ERBIIME: B BEEES ] alhse ] S TSS S o
Materials to be cut: Castlron, Cast Al. Alloys 5 1 \ R ] 2|
~ I3
B ™ N B ) i :
Steels Stainle§§5teels Cast!ron Non_—fenq:smetals Superlallqys_ I

O REE O EE

123 23 .
a 2 E
Best suitable Suitable

TIHHEIERIP69 Workpiece Materials, see Page 69

NE BBERSTM A i B @i BAR

B Diameter Thread.Size Diameter of Holder Total Length Length of flute Max. cutting deepth

o d1(h7) Metrich d2(h6) i 12 13
D5203-NYZ-D0O750 7.50 7.50 T4 34 25
D5203-NYZ-DO780 7.80 7.80 79 . 37 27
D5203-NYZ-D0800 8.00 8.00 79 37 27
D5203-NYZ-D0810 8.10 8.10 79 37 27
D&203-NYZ-D0B20 8.20 8.20 79 37 27
D5203-NYZ-D0840 8.40 8.40 78 ar 27
D5203-NYZ-D0850 8.50 8.50 79 37 27
D5203-NYZ-D0860 8.60 8.60 84 40 29
D5203-NYZ-D0870 8.70 8.70 84 40 29
D5203-NYZ-D0880 8.80 8.80 84 40 28
D5203-NYZ-D0900 9.00 9.00 84 40 29
D5203-NYZ-D0950 9.50 9.50 84 40 29
D5203-NYZ-D0980 9.80 9.80 89 43 an
D5203-NYZ-D1000 10.00 10,00 89 43 3
D5203-NYZ-D1010 10.10 10.10 89 43 N
D5203-MNYZ-D1020 10.20 10.20 89 43 31
D5203-NYZ-D1040 10.40 10.40 89 43 3
D5203-NYZ-D1050 10.50 10.50 B9 . 43 3
D5203-NYZ-D1100 11.00 11.00 85 47 33
D5203-NYZ-D1200 12.00 12.00 102 51 a5
D5203-NYZ-D1300 13.00 13.00 102 51 35
D5203-NYZ-D1400 14.00 14.00 107 54 37
D5203-NYZ2-D1500 15.00 15.00 m 54 37
D&203-NYZ-D1750 17.50 17.50 123 62 40
DSZU:_!-NYZ-DTQSB 19.50 .19,50 131 . 66 42
D5203-NYZ-D2000 20,00 20.00 131 . 66 42

HEUIH| AR T Pe6

Recommendation of cutting output see page P66




DDHAFFMAN

High Precision Tools

| #L50 I 7] & Hole Cutting Tools

D9100-090

SRS TG 90°NC HlvEh  90° NC centre drills with straight shank

TiAIN & E
H&Q, FEEf

AITIN Coating

Linear cutting edge, flach relief

EREMIME: W, Hik, HERAES

Materials to be cut: Steels. CastlIron. Cast Al. Alloys and so on and so on

B ™ O B
Steels Stainless St.eels Cast Iron Non—ferrog§ metals Superalloys
12345 123 1234
o ] o
O BiEE o 1B
Best suitable Suitable
TIHHRIZERAP69 Workpiece Materials, see Page 69
NiE BRERTMAH Wiz B <
me Diameter Thread Size Diameter of Holder Total Length Length of flute
Typa d1(h6) Metrich d2(h6) i
D9100-090-D0500 5.00 5.00 62 10
D9100-020-D0600 6.00 6.00 66 15
D9100-090-DO800 8.00 8.00 79 17
09100-090-01000 10.00 10.00 89 20
D9100-090-D1200 12.00 12.00 102 25
D9100-080-D1400 14.00 14.00 107 30
D9100-090-D1600 16.00 16.00 115 35
D9100-080-D2000 20.00 20.00 1 40
#AELH AR P67
Recommendation of cutting output see page P67
D9100-120 ATTN u
ShEHG 120°NC H10v8h 120° NC centre drills with straight shank
TiAIN %8 AITIN Coating
HETIO, ¥BEfR Linear cutting edge, flach relief
;\ —— e =
ERBMIME: 9, Bk, BERALE A ) dz|
Materials to be cut: Steels. Castlron. Cast Al. Alloys and so on and so on ' '.v —
Iz
| NS ;
Steels Stainless Steels| ~ Cast Iron  Nonferrousmetals| Superalloys
12345 123 | 1234 —
o a o ' —
e ——
O REE O &g
Best suitable Suitable
IHHRIZERRIP69 Workpiece Materials, see Page 69
niE B RTMAH Wiz B K
mE Diameter Thread Size Diameter of Holder Total Length Length of flute
Type d1{h&) Metrich d2(h&) 11 12
D8100-120-D0500 5.00 5.00 62 10
D9100-120-D0600 6.00 6.00 66 15
D9100-120-D0800 8.00 8.00 79 17
D9100-120-D1000 10.00 10.00 89 20
D9100-120-D01200 12.00 12.00 102 25
D9100-120-01400 14.00 14.00 107 30
D9100-120-D1600 16.00 16.00 115 35
D9100-120-D2000 20,00 20.00 131 40
BRI R ILPE7

Recommendation of cutting output see page P67
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HAFFMAN

Hole Cutting Tools fLIR D& | High Precision Tools

HEEIFAE: D2100, D2300F %5 A BR{E$h
Recommendation of cutting output: D2100, D2300 Series Twist Drills for Steels

Ve
i HE | HE | (mmin) SRk nimenrey)
ﬂﬁiﬁh’lc P o . Cutting Speed Infeed per rotation fn(mm/rev)
Materials Group TR Tensile Brinell  |Rockwell {@iﬂﬁﬁ f‘H'Eé d
Workpiece Materials strength hardness | hardness [Cooling methods Dia. of Drills d
150 JN Nimm?* HB HRC g | m 3 4 L] 8 10 12 14 16 18 20
P b‘:}giﬁﬁ‘:"“eekwnh <530 <125 140 | 180 | 043 [ 045 | 019 | 0.25 | 030 | 0.33 | 038 | 042 | 042 043
Low carbon Steels with short|
P2 chips, free cutting steels <530 <125 130 | 180 | 013 | 045 | 0.19 | 025 | 0,30 | 0.33 | 038 | 042 | D42 | 043
py  High carbon Steels and >530 <220 <25 130 | 180 | 043 | 015 | 019 | 025 | 030 | 033 | 038 | 042 | 042 | 043
medium carbonSteels
_':. N Alloys. Tool Steels 600-850 <330 <35 100 130 012 | 014 | 047 | 023 | 028 | 0.30 | 035 | 037 | 038 | 039
[
&
PS5  Alloys. Tool Steels 850-1400 340-450 | 3548 100 130 012 | 014 | 047 | 023 | 028 | 0.30 | 035 | 0.37 | 038 | 0.39
. Ferritic Stainless Steels,
P& martensite, Stainless Steels,| &00-800 <330 <35 80 100 | 040 | 042 | 045 | 020 | 024 | 026 | 030 | 032 | 033 034
PH Stainless Steels
High-tensile ferritic Stainless
P7  Steels, martensite Stainless| 200-1350 330450 | 35-48 B0 100 010 | 012 | 045 | 0.20 | 024 | 0.26 | 030 | 032 | 033 034
Steels, PH Stainless Steels
M1  Austentic Stainless Steels <G00 130-200 80 B0 008 | 011 | 014 017 021 | 0.23 | 026 | D.28 0.3 0.30
M
o High-tensile austentic und
& M2 act Stainless Steels 600-800 150-230 | <25 50 70 007 | 009 | 041 | 014 | 016 | 018 | 021 | 0.23 | 0.24 | 025
g
=
g M3 Dual-phase Stainless Steels | <g30 135275 | <30

CastIron 125-500 120-280 | =32 110 140 017 (020 | 026 | 0.34 | 041 | 044 | 051 | 054 | 057 058

3 Medium difficulty to be cut
alloyed cast iron and cast iron <600 130-260 | =28 100 120 015 | 018 | 023 | 030 | 036 | 039 | 045 | 048 | 050 051
with nodular graphite

High difficulty to be cut high
alloyed cast iron and cast iron - =00 1B0-350 | <43 70 a0 009 | 010 | 043 | 047 | 020 | 0.22 | 026 | D27 | 028 | 029
with nodular graphite

Castlron =

M1 Forged Al Alloys <520 60-90
N2 Cast Al Alloys, Si<12% <350 70-100 160 | 260 | 016 | 019 | 0.28 | 032 | 038 | 042 | 048 | 051 | 053 | 054
N
= M3 CastAl Alloys, Si>12% 200-320 60-120 160 260 0.16 | 019 | 0.28 0.32 038 | 042 | 048 | 0.51 0.53 0.54
g
3
g N4 Copper. copperalloys 200-650 60-200
<
g |
2 Graphite, compound
M5 Materials 600-1500
Graphlte, CFK, CFRP
Al. based compound
MNE  Materials <700 <210
(MMCs) GFK, CFK
s 51 Iron-base superalloy 500-1200 160-260 | 25-48 35 0.05 | 0.06 | 0.06 0.08 11 0.3 015 0.16 0.16 017
FS
ol
< 52  Co-base superalloy 1000-1450 | 250-450 |25-48 25 0.05 | 0.06 | 0.06 0.08 0.1 0.13 015 0.186 0.16 oAy
=
2
§ 83 Ni-base superalloy 800-1700 160-450 | <48 25 005 | 008 (008 | 008 | 011 | 013 | 015 | 0.16 | 018 | 017
ug;
54 Tiand Ti-Alloys 900-1600 300-400 | 33-48 50 0.08 | 0.09 | 0.09 0.13 017 | 019 | 0.23 | 026 0.25 0.26

VMEEFEVcR SHHARNMITRTE: (20-25) %HEEAEE

Cutting Speed Vc and Infeed per rotation Fn could be adjasted in = (20-25) % according to working condition
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HAFFMAN

High Precision Tools

| FLHnI 71 & Hole Cutting Tools

HEVIEIRE: D2500RFSEAE AR
Recommendation of cutting output: D2500 Series Twist Drills for Al. Alloys

YIEliEE Ve
it HE | EE | mn) HERE f(mmirev)
HEERMC oE Cutting Speed Infeed per rotation fn(mm/rev)
Materials Group, THHE Tensile Brinell | Rockwell {@fﬂ?‘i:’& FkEE d
Workpiece Materials strength hardness | hardness | Cooling methods Dia. of Drills d
EIN%e i
IS0 JN Nimm? HB HRGC | External | Internal 3 4 & 8 10 12 14 16 18 20
Cooling | Cooling
pi |Low carbon Steels with <530 <125
lang chips
Low carbon Steels with short
P2 chips, free cutting steels <530 Elaa
Ba High‘carbon Steels and ~530 <230 <35
medium carbonSteels
Pw P4 Alloys. Tool Steels 600-850 <330 <35
3
&
PS5 |Alloys. Tool Steels 850-1400 340-450 | 3548
Ferritic Stainless Steels,
PE martensite, Stainless Steels,| G00-800 <330 <35
PH Stainless Steels
High-tensile ferritic Stainless
P7 [Steels, martensite Stainless | B00-1350 330-450 | 3548
Steels, PH Stainless Steels
M1 |Austentic Stainless Steels <600 130-200
M
T High-tensile austentic und
g MZ | Cast Stainless Steels 600-800 150-230 | <25
Ei
=
= M3 |Dual-phase Stainless Steels <B00 135-276 | =30
wv
Cast Iron 125-500 120-290 | =32
K Medium difficulty to be cut
S alloyed cast iron and cast iron =<&00 130-260 | <28
= with nodular graphite
S High difficulty to be cut high
alloyed cast iron and cast iron =&00 180-360 | =43
with nodular graphite
M1 |Forged Al. Alloys <520 60-80 160 260 016 | 019 0.28 0.32 038 | 042 | D48 | 0.51 0.53 0.54
N2 |Cast Al Alloys, Si<12% <350 70-100
M
= M3 |CastAl Alloys, Si>12% 200-320 60-120
T
£
3
2 N4 |Copper. copperalloys 200-650 60-200 160 260 016 | 019 028 0.32 038 | 042 | D48 | 0.51 0.53 0.54
<&
<
2 Graphite, compound
W&  |Materials 600-1500
Graphlte, CFK, CFRP
Al. based compound
MNE  |Materials =700 =210
(MMCs) GFK, CFK
s 81 Iron-base superalloy 500-1200 160-260 | 2548
w
)
< 52 Co-base superalloy 1000-1450 | 250-450 |25-48
=
2
T 83 |Ni-base superalloy 600-1700 | 160-450 |<48
v
=
54 |Tiand Ti-Alloys 800-1600 300-400 | 33-48 50 008 009 040 013 047 | 019 | 023 | 0.25 0.25 026

P E VR SRS BNMITRTE: (20-25) %EEARE

Cutting Speed Vc and Infeed per rotation Fn could be adjasted in = (20-25) % according to working condition




HAFFMAN

Hole Cutting ToolsFLIITLTIE | High Precision Tools

EFVIHIEE: D2600R 5] T ¥54R F BT sh
Recommendation of cutting output: D2600 Series Twist Drills for Stainless Steels

sV
S B W /min) SR fn(mmirev)
Hﬁiﬁh’lc o o % | Cutting Speed Infeed per rotation fn(mm/rev)
Materials Group T fEft Tensile Brinell |Rockwell {@iﬂjﬁt ﬁ'jJ—Eé d
Workpiece Materials strength hardness | hardness [c00ling methods Dia. of Drills d
g [okd
150 JN Nimm?* HB HRC | External | Internal 3 4 ] 8 10 12 14 16 18 20
Cooling | Cooling
P t"n";if“‘;‘:" Steels with <530 <125 140 | 180 | 043 [ 045 | 019 | 025 | 030 | 0.33 | 038 | 042 | 042 043
Low carbon Steels with short|
P2 chips, free cutting steels <530 <125 130 | 180 | 013 | 045 | 019 | 025 | 030 | 0.33 | 038 | 042 | 042 | 043
e High.carbon Steels and 530 <230 <35
medium carbonSteels
£ | P4 Aloys. ToolSteels 600-850 | <330 <35
g
%]
PS5 Alloys. Tool Steels 850-1400 340450 | 3548
_ Ferritic Stainless Steels,
P& martensite, Stainless Steels,| ‘&00-800 <330 <35
PH Stainless Steels
High-tensile ferritic Stainless
P7  Steels, martensite Stainless | 900-1350 330-450 | 3548
Steels, PH Stainless Steels
M1  Austentic Stainless Steels <G00 130-200 80 80 008 | 011 | 014 0.7 021 | 0.23 | 026 | D.28 0.3 0.30
M
o High-tensile austentic und
2 M2 Cact Stainless Steels 600-800 180-230 | <25 50 70 007 | 009 | 041 | 044 | 016 | 018 | 021 | 0.23 | 0.24 | 025
8
c
g M3  Dual-phase Stainless Steels | <800 135-275 <30 40 &0 0.05 | 0.06 | 008 | 0.11 013 | 045 | 047 | 018 | 019 | 0.20

CastIron 125-500 120-290 =32 10 140 047 | 020 | 026 | 0.34 | 041 | 044 | 051 | 054 | 057 058

3 Medium difficulty to be cut
alloyed cast iron and cast iron <600 130-260 | <28 100 120 015 | 018 | 023 | 030 | 036 | 039 | 045 | 048 | 050 | 051
with nodular graphite

High difficulty to be cut high
alloyed cast iron and cast iron =G0 180-350 <43
with nodular graphite

Castlron =

M1 Forged Al Alloys <520 60-90
NZ  Cast Al Alloys, Si<12% =350 70-100
N
= M3 CastAl Alloys, Si>12% 200-320 60-120
T
=
3
2 | N4 Copper. copperalloys 200-650 60-200
<
g :
2 Graphite, compound
M5 Materials 600-1500
Graphlte, CFK, CFRP
Al. based compound
MNE  Materials <700 =210
(MMCs) GFK, CFK
s 51 Iron-base superalloy 500-1200 160-260 25-48 35 0.05 | 0.06 | 0.06 0.08 11 0.13 015 0.16 0.16 07
FS
&
< 52  Co-base superalloy 1000-1450 | 250-450 25-48 25 0.05 | D.O6 | 0.06 0.08 0.1 0.13 018 0.16 0.16 oAy
=
2
§ 53 Ni-base superalloy 600-1700 160-450 | <48 25 005 | 006 | 008 | 008 | 011 | 013 | 015 | 0.16 | 016 | 047
3
54  Tiand Ti-Alloys 900-1600 300-400 33-48

PMEEFEVeR SHHARMATRTE + (20-25) %EENEE

Cutting Speed Vc and Infeed per rotation Fn could be adjasted in = (20-25) % according to working condition
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HAFFMAN

High Precision Tools | ?IJ ﬂﬂ ID E HOIe Cutting TOOIS

EFVIEIAE: D1300&RS/NHKIES
Recommendation of cutting output: D1300Series Small Twist Drills

$#i2LH# d{mm) Dia.of Drills d (mm)
wE i . . o,
HEHEME i I 0.10-0.30 3.31-0.50 0.51-0.80 0.81-1.10 1.11-2.00
Materials Group! T8 Brinell IHIERE pri o] IHIERE HAR IHIERE pri oy IH)EEE AR IHIEE Jris gy
Workpiece Materials hardness [CuttingSpeed| Infeed  |CuttingSpeed| Infeed |CuttingSpeed Infeed  |CuttingSpeed Infeed  |CuttingSpeed| Infeed
sa | UN HB Ve fn Ve fn Ve fn Vo fn Vo fn
mdmin mimray m'min mmirey mimin mmiray mmin mmiray mifmin mmirey
L bon Steels with 0,001- 0,004- 0,007- 0,011- 0,015-
p1 [-ow caroon Steelswi <125 3-10-30 8-15-30 12-25-55 20-40-70 25-60-80
lang chips 0,004 0,007 0.011 0,015 0,021
. 0,001- 0,004~ 0,007- 0,011~ 0,015~
pg |-ow carbon Steels with short| ;5 310-30 8-15-30 12-25-65 20-40-70 25-60-80
chips, free cutting steels 0.004 0.007 0.011 0.015 0.021
! 0,001- 0,004- 0,007- 0,011- 0,015
pa  High carbon Steels and <220 31030 81530 12.25.55 20.40-70 25.60-80
[neciumcarbonoteels 0,004 0,007 0,011 0015 0,021
[ 0,001- 0,002- 0,004- 0,006- 0,008~
= F4 |Alloys. Tool Steels <330 3-8-15 4-10-25 8-20-45 12-35-60 15-50-70
] 0,002 0,004 0,008 0,008 0,012
< 0.001- 0,002 0.004- 0,006 0,008-
F5  |Alloys. Tool Steels 340-450 3815 4-10-25 82045 12-35-80 15-50-70
0,002 0,004 0,006 0,008 0,012
Ferritic Stainless Steels, - 0,001- 0,002- 0,003- 0,005~ 0,007-
PE |martensite, Stainless Steels,| <330 2-5-10 3-8-15 6-15-25 §-20-35 12-30-45
PH Stainless Steels 0,002 0,003 0.005 0,007 0,010
High-tensile ferritic Stainless
P7 [Steels, martensite Stainless | 330-450
Steels, PH Stainless Steels
0,001- 0.002- 0.,003- 0,005~ 0,007-
M1  |Austentic Stainless Steels 130-200 1-2-3 2-4-6 4-7-10 6-10-14 8-12-16
0,002 0,003 0,005 0,007 0,010
M
oy High-tensil i 0,001- 0,002- 0,003- 0,005- 0,007-
g | w2 ohiensieaustenticund | 450230 | 1-23 246 4710 6-10-14 81216
v 0,002 0,003 0,005 0,007 0,010
% . 0,001- 0,002- 0,003- 0,005- 0,007
<] M3  |Dual-phase Stainless Steels | 135-275 1-2-3 2-4-6 4-7-10 6-10-14 8-12-16
v 0,002 0,003 0,005 0,007 0,010
0,001- 0,004- 0,007- 0.011- 0,015-
Cast Iron 120-250 4-10-14 8-15-25 10-25-40 15-40-54 20-50-65
0,004 0,007 0,011 0,015 0,021
K Medium difficulty to be cut 0,001- 0.002- 0,004- 0,008- 0,008~
S alloyed cast iron and cast iron  130-260 3-6-10 4-10-18 B8-15-35 12-20-45 20-35-50
= ith nodular graphite 0,002 0,004 0,006 0,008 0,012
S High difficulty to be cut high 0,001- 0,002- 0,004- 0,008- 0,008~
alloyed castiron and castiron 180-350 3610 4-10-18 B-15-35 12-20-45 20-35-50
with nodular graphite 0,002 0,004 0,006 0,008 0,012
W1 |Forged Al. Alloys 60-90
0,001- 0,004- 0.004- 0,011- 0,015
N2 [Cast Al Alloys, Si<12% T0-100 £-15-30 10-30-60 10-30-60 25-80-120 30-100-140
0,004 0,007 0,007 0,015 0,021
N ) 0,001- 0,004- 0.004- 0,011- 0,015
= M3 (Cast Al Alloys, Si>12% B0-120 5-15-30 10-30-60 10-30-60 25-80-120 30-100-140
5 0,004 0,007 0,007 0,015 0,021
5
2 N4 |Copper. copperalloys 60-200
<
<
2 Graphite, compound
N5 Materials
Graphlte, CFK, CFRP
Al. based compound
MNE Materials <210
(MMCs) GFK, CFK
s 51 |Iron-base superalloy 160-260
@
2
“E 52 |Co-base superalloy 250-450
=
2
T 53 Ni-base superalloy 160-450
g
a
0,001- 0,002- 0.004- 0,006~ 0,008
54  [Tiand Ti-Alloys 300-400 3-3-5 3-6-10 4-10-15 6-15-20 8-20-25
0,002 0,004 0,008 0,008 0,012

ElEE VR S Bl TR + (20-25) %EEARE

Cutting Speed Vc and Infeed per rotation Fn could be adjasted in = (20-25) % according to working condition




HAFFMAN

Hole Cutting ToolsFLINITD R | High Precision Tools

HEFVIEIAE: D3020&R%RFLh
Recommendation of cutting output: D3020 Series Drills for Deephole

e
#is #E | HE | (mmin) ere-e ik nimenirey)
Hﬁiﬁh’lc . EE % | Cutting Speed Infeed per rotation fn(mm/rev)
Materials Group Tt Tensile Brinell |Rockwell {@iﬂjﬁt ﬁ'jJ—Eé d
Workpiece Materials strength hardness | hardness [Cooling methods Dia. of Drills d
g [okd
IS0 JN Nimm?* HB HRC | External | Internal 3 4 L] 8 10 12 14 16 18 20
Cooling | Cooling
pq  Low carbon Steels with <530 <125
~lang chips
Low carbon Steels with short
B2 chips, free cutting steels <520 <125
pg  High carbon Steels and >530 <220 <25 100 | 043 | 045 | 018 | 025 | 030 | 0.33
medium carbonSteels
: P4 Alloys. Tool Steels 600-850 <330 <35 100 | 042 | 014 | 047 | 023 | 028 | 0.30
[
&
PS5  Alloys. Tool Steels 850-1400 340450 | 3548
_ Ferritic Stainless Steels,
P& martensite, Stainless Steels,| 600-800 <330 <35
PH Stainless Steels
High-tensile ferritic Stainless
P7  Steels, martensite Stainless | 900-1350 330-450 | 3548
Steels, PH Stainless Steels
M1 Austentic Stainless Steels <600 130-200
M
e High-tensile austentic und
g M2 Cast Stainless Steels 600-800 150-230 | <25
g
=
g M3 Dual-phase Stainless Steels | <800 135275 | =30

CastIron 125-500 120-290 =32 20 047 | 020 | 026 | 0.34 | 041 | O.44

3 Medium difficulty to be cut
alloyed cast iron and cast iron <600 130-260 | <28 80 015 | 018 | 023 | 030 | 0.36 | 0.39
with nodular graphite

Castlron =

High difficulty to be cut high
alloyed cast iron and cast iron) - >0 180-350 | <43 &0 009 | 010 | 043 | 047 | 020 | 0.22
with nodular graphite

M1 Forged Al. Alloys <520 60-90
N2 Cast Al Alloys, Si<12% =350 T0-100 140 016 | 0,19 | 029 | 033 | 038 | 0.4
N
= N3 Cast Al Alloys, Si>12% 200-320 60-120 140 016 | 019 | 029 | 033 | 0.38 | 0.41
£
é N4 Copper. copperalloys 200-650 60-200 175 0.16 | 019 | 029 | 033 | 0.38 | 0.M1
<
g :
2 Graphite, compound
M5 Materials 600-1500
Graphlte, CFK, CFRP
Al. based compound
MNE  Materials =700 =210
(MMCs) GFK, CFK
5 51 Iron-base superalloy 500-1200 160-260 | 2548
2
o
< 52 Co-base superalloy 1000-1450 | 250-450 | 25-48
=
2
= 53 Ni-base superalloy 800-1700 160-450 | <48
Y
3
54 Tiand Ti-Alloys 900-1600 300-400 33-48

PMEEFEVeR SHHARMATRTE + (20-25) %EENEE

Cutting Speed Vc and Infeed per rotation Fn could be adjasted in = (20-25) % according to working condition
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HAFFMAN

High Precision Tools | FLIn I 7] E Hole Cutting Tools

HEEVIEIAE: D3100RFIK#h%h
Recommendation of cutting output: D3100 Series Step drills

R EYe &
- HEE WE (rimin)} Ha R in(mmirev)
HBEMC " - Cutting Speed Infeed per rotation fn(mm/rev)
Materials Group T HE Tenﬁe Bﬁr{ﬁell Rockfell {@tﬂ?‘iiﬁ ?5%Eﬁ: d
Workpiece Materials strength hardness | hardness [Cooling methods Dia. of Drills d
I 2
150 JN N mimy? HB HRC | External | Internal 3 4 & B 10 12 14 16 18 20
Cooling = Cooling
P1 ILa"n";Cc;’iz‘:"Stee'SW“h <530 <125 140 013 | 045 | 019 | 025 | 030 | 033 | 0.38 | 042 | 042 | 0.43
Low carbon Steels with short
P2 chips, free cutting steels <530 <125 130 013 | 015 | 019 | 025 | 030 | 033 | 038 | 042 | D42 | 043
p3 | High carbon Steels and >530 <230 <25 | 130 013 015 (019 | 025 | 030 | 033 | 038 | 042 | 042 | 043
medium carbonSteels
Z P4 Alloys. Tool Steels 600-850 <330 <35 100 012 | 014 | 047 0.23 028 | 030 | 035 | 037 | 038 | 039
[
&
F5 |Alloys. Tool Steels 850-1400 340-450 | 3548
Ferritic Stainless Steels,
PE |martensite, Stainless Steels, &00-800 <330 <35
PH Stainless Steels
High-tensile ferritic Stainless
P7 |Steels, martensite Stainless — 3500-1350 330-450 | 35-48
Steels, PH Stainless Steels
M1 |Austentic Stainless Steels <800 130-200 50 008 | 0N 0.14 a7 0.21 023 026 | 0.28 0.3 0.30
M
@ High-tensil F
g | mp |ohtensleaustenticund | o500 | 150230 | <25 50 007 | 008 | 041 | 044 | 016 | 018 | D21 | 023 | 024 | 0.25
wv
g
=
g M3 |Dual-phase Stainless Steels | <800 135-275 | =30
Cast Iron 125-500 120-290 =32 110 017 | 0.20 | 0.26 0.34 0.41 0.44 0.51 0.54 | 0.57 | 0.58
K Medium difficulty to be cut
5 alloyed cast iron and castiron =600 130-260 | =28 100 015 | 018 | 023 | 030 | 036 | 039 | 045 | 048 | 050 | 0.51
= with nodular graphite
S High difficulty to be cut high
alloyed castiron and castiron =800 180-350 <43 T4 008 | 010 | 043 | 017 | 020 | 022 | D26 | 027 | 028 | 0.29
with nodular graphite
M1 |Forged Al Alloys <520 60-90
N2 | CastAl. Alloys, Si<12% =350 70-100 160 016 | 019 | 028 | 032 | 038 | 042 | 048 | 051 | 053 | 054
]
= N3 |Cast Al Alloys, Si>12% 200-320 60-120 160 016 | 019 | 0.28 0.32 0.38 | D42 0.48 0.51 0.53 | 0.54
g
3
g N4 |Copper. copperalloys 200-650 60-200 160 016 | 019 | 0.28 0.32 0.38 | D42 D48 | 0.51 0.53 | 0.54
<L
<
2 Graphite, compound
M5 | Materials 600-1500
Graphlte, CFK, CFRP
Al. based compound
NE  |Materials <700 =210
(MMCs) GFK, CFK
s 51 |lron-base superalloy 500-1200 160-260 | 25-48
@
)
< 52 | Co-base superalloy 1000-1450 | 250-450 | 25-48
=
B
F | 83 |Ni-base superalloy 6001700 | 160-450 | <48
@
H
54 |Tiand Ti-Alloys 500-1600 300-400 3348

PIEEEVeR SRS Rl TRTE + (20-25) %HENEE

Cutting Speed Vc and Infeed per rotation Fn could be adjasted in & (20-25) % according to working condition




HAFFMAN

Hole Cutting ToolsFLIITLTIE | High Precision Tools

HEFYIEIFAE: D7300, D7200&R %I EiEsh
Recommendation of cutting output: D7300, D7200 Series Drills with straight flutes

e
B wE | wE | (mimin) BigieR nmmirev)
Hﬁiﬁh’lc o o = | Cutting Speed Infeed per rotation fn(mm/rev)
Materials Group T fEft Tensile Brinell  |Rockwell {@i’:ﬂ?‘:‘iﬁ ﬁH—Eé d
Workpiece Materials strength hardness |hardness [cooling methods Dia. of Drills d
e m%
IS0 JN Nimm?* HB HRC | External |Internal 3 4 & 8 10 12 14 16 18 20
Cooling | Cooling
pq Low carbon Steels with <530 <125
~ lang chips
Low carbon Steels with short
B2 chips, free cutting steels <520 <125
e High'carbon Steels and 530 <230 <35
medium carbonSteels
P | P4 Alloys. Tool Steels 600-850 <330 <35
]
&
PS5 Alloys. Tool Steels 850-1400 340-450 | 3548
_ Ferritic Stainless Steels,
P& martensite, Stainless Steels,| 600-800 <330 <35
PH Stainless Steels
High-tensile ferritic Stainless
P7 Steels, martensite Stainless | 900-1350 330-450 | 3548
Steels, PH Stainless Steels
M1 Austentic Stainless Steels <600 130-200
M
“ . . .
Lol High-tensile austentic und
g M2 Cast Stainless Steels 600-800 150-230 | <25
g
=
§ M3 Dual-phase Stainless Steels | <00 135-275 | =30

Cast Iron 125-500 120-290 =32 80 120 047 | 020 | 022 | 026 | 030 | 0.34 | 036 | 038 | 040 042

3 Medium difficulty to be cut
alloyed cast iron and castiror] <600 130-260 | =28 75 100 | 045 | 018 | 020 | 022 | 026 | 030 | 032 | 032 | 036 038
with nodular graphite

High difficulty to be cut high

alloyed cast iron and cast iror] - =600 180-350 | <43 70 B0 008 | 010 | 043 | 047 | 020 | 022 | 026 | D27 | 0.28 | 0.29
with nodular graphite

Castlron =

M1 Forged Al Alloys <520 60-90
N2 Cast Al Alloys, Si<12% <350 70-100
N
= M3 Cast Al Alloys, Si>12% 200-320 60-120 80 110 016 | 020 | 022 | 026 | 030 | 0.34 | 036 | 0.38 040 @ 042
£
3
2 | N4 Copper. copperalloys 200-650 60-200
<
= :
2 Graphite, compound
M5 Materials 600-1500
Graphlte, CFK, CFRP
Al. based compound
MNE  Materials =700 =210
(MMCs) GFK, CFK
5 51 Iron-base superalloy 500-1200 160-260 | 2548
@
5
< 52 Co-base superalloy 1000-1450 | 250-450 | 25-48
=
z
s 53 Ni-base superalloy 800-1700 160-450 | <48
@
5
S4  Tiand Ti-Alloys 900-1600 | 300-400 | 33-48

PMEEFEVeR SHHARMATRE + (20-25) %EENEE

Cutting Speed Vc and Infeed per rotation Fn could be adjasted in & (20-25) % according to working condition

065




HAFFMAN

e | L3070 & Hole Cutting Tools

HEFYEIFAE: D5200R%| =713k
Recommendation of cutting output: D5200 Series Drills with 3 fluts

e EYe .
- - WE (rimin} HE PR fn(mmirev)
FEEEMC . " Cutting Speed Infeed per rotation fn(mm/rev)
Materials Group T Tensile Brinell  |Rockwell {@ipﬁﬁ i‘H‘E& d
Workpiece Materials strength hardness | hardness [cooling methods Dia. of Drills d
e [22ed
150 JN MN/mm? HB HRC | External | Internal 3 4 & ] 10 12 14 18 18 20
Cooling = Cooling
pi |Low carbon Steels with <530 <125
lang chips
Low carbon Steels with short
F2 chips, free cutting steels <530 <123
B3 High'carbon Steels and =530 <230 <35
medium carbonSteels
E P4 |Alloys. Tool Steels 600-850 <330 <35
E]
&
F5 |Alloys. Tool Steels 850-1400 340-450 | 3548
Ferritic Stainless Steels, "
PE |martensite, Stainless Steels, &00-800 <330 <35
PH Stainless Steels
High-tensile ferritic Stainless
P7 [Steels, martensite Stainless =~ 300-1350 330-450 | 35-48
Steels, PH Stainless Steels
M1 |Austentic Stainless Steels <600 130-200
M
5 High-tensile austentic und
g M2 | Cast Stainless Steels 600-800 150-230 | <as
Ei
=
= M3 |Dual-phase Stainless Steels <800 135-275 | =30
wv

Cast Iron 125-500 120-290 <32 a0 010 | 013 | 015 | 020 | 025 | 030 | 028 | 032 | 0.36 | 040

Medium difficulty to be cut
alloyed cast iron and cast iron <600 130-260 | =28 75 010 | 013 | 015 | 020 | 025 | 030 | 0.28 | 0.32 | 0.36 | 0.40
with nodular graphite

High difficulty to be cut high

alloyed castiron and castiron =800 180-350 <43 60 G10 013 | 0156 | 020 | 025 | 030 | D28 | D32 | 0.36 | 040
with nodular graphite

Castlron =

M1 [Forged Al. Alloys <520 60-90
N2 Cast Al Alloys, Si<12% =350 70-100 150 012 | 016 | 019 | 026 | 032 | 038 | 0.38 | 040 | D45 | 0.50
]
= M3 |Cast Al Alloys, Si>12% 200-320 60-120 120 010 | 413 | 015 0.20 025 | 0.30 028 032 | 036 | 0.40
g
é N4 |Copper. copperalloys 200-650 60-200 180 0.10 | 013 | 0156 0.20 0.25 | D30 D28 | 032 | 0.36 | 040
&
<
2 Graphite, compound
M5 Materials 600-1500
Graphlte, CFK, CFRP
Al. based compound
MNE  Materials <700 =210
(MMCs) GFK, CFK
s 51 |Iron-base superalloy 500-1200 160-260 | 25-48
FS
8
< 52 |Co-base superalloy 1000-1450 | 250-450 | 25-48
E
2
T | sa3 |Ni-base superalloy B00-1700 | 160-450 | <48
Y
z
54 [Tiand Ti-Alloys 900-1600 300-400 3348

PIEEEVeR RS Rl TRTE + (20-256) %fENEE

Cutting Speed Vc and Infeed per rotation Fn could be adjasted in = (20-25) % according to working condition




HAFFMAN

Hole Cutting ToolsFLINT7D & | High Precision Tools

HEVIEIAE: DI100RFINCH L
Recommendation of cutting output: D9100 Series NC centre drills

sV
B £E | WE | (min BIEER fn(mmirev)
Hﬁiﬁh‘c o _— % | Cutting Speed Infeed per rotation fn(mm/rev)
Materials Group T fEft Tensile Brinell | Rockwell ;_@iﬂj’_it %E}E?é d
Workpiece Materials strength hardness | hardness [Co0ling methods Dia. of Drills d
e [k
150 JN Nimm?* HB HRC | External | Internal 3 4 ] 8 10 12 14 16 18 20
Cooling | Cooling
P t"n";if“‘;‘:" Steels with <530 <125 110 013 | 015 | 047 | 020 | 0.24 | 026 | 030 | 0.34 | 036 038
Low carbon Steels with short
P2 chips, free cutting steels <530 <125 100 012z | 014 | 016 | 020 | 024 | 026 | 0.28 | 0.34 | 0368 038
pg  High carbon Steels and >530 <220 <25 80 011 [ 013 [015 | 018 | 020 | 024 | 028 | D28 | 030 | 032
medium carbonSteels
Z Fil Alloys. Tool Steels 600-850 <330 <35 80 011 | 013 | 045 | 018 | 0.20 | 0.24 | 0.26 | 028 030 032
[
&
#5  Alloys. Tool Steels 850-1400 340-450 3548 B8O 010 | 042 | 014 | 046 | 0.20 | 0.24 | 0D.26 | D.28 0.30 | 0.32
_ Ferritic Stainless Steels,
P& martensite, Stainless Steels,| ‘&00-800 <330 <35
PH Stainless Steels
High-tensile ferritic Stainless
P7 Steels, martensite Stainless | 900-1350 330-450 | 3548
Steels, PH Stainless Steels
M1 Austentic Stainless Steels <H00 130-200
M
o High-tensile austentic und
§ M2 Cast Stainless Steels 600-800 150-230 | <25
g
c
g M3 Dual-phase Stainless Steels | <800 135-275 | =30

Cast Iron 125-500 120-290 =32 a0 047 | 020 | 026 | 0.34 | 041 | 044 | 051 | 054 | 057 058

3 Medium difficulty to be cut
alloyed cast iron and cast iron <600 130-260 | <28 BO 015 | 018 | 023 | 030 | 036 | 039 | 045 | D4B | 050 051
with nodular graphite

High difficulty to be cut high

alloyed castiron and cast iron  =G{0 1B0-350 | <43 T0 009 | 010 | 043 | 047 | 020 | 022 | 026 | D27 | 0.28 | 0.29
with nodular graphite

Castlron &=

N1 Forged Al Alloys <520 60-90 160 016 | D18 | 0.28 0.32 0.38 | 042 D48 | 0.51 0.53 0.54
N2 Cast Al Alloys, Si<12% <350 70-100 120 016 | 019 | 028 | 032 | 038 | 042 | 048 | 051 | D53 | 054
N
= M3 CastAl Alloys, Si>12% 200-320 60-120 120 0.16 | 019 | 0.28 0.32 038 | 042 048 | 051 0.53 0.54
2
3
g N4 Copper. copperalloys 200-650 60-200 120 0.16 | 019 | 028 | 032 | 0.38 | 042 | 048 | 051 0.53 054
<
g :
2 Graphite, compound
M5 Materials 600-1500
Graphlte, CFK, CFRP
Al. based compound
MNE  Materials <700 =210
(MMCs) GFK, CFK
5 51 Iron-base superalloy 500-1200 160-260 | 2548
FS
o)
< 52 Co-base superalloy 1000-1450 | 250-450 | 25-48
=
2
s 53 Ni-base superalloy 600-1700 160450 | <48
L
=
54 TiandTi-Alloys 900-1600 300-400 33-48

PMEEFEVeR SHHARMATRTE + (20-25) %EENEE

Cutting Speed Vc and Infeed per rotation Fn could be adjasted in = (20-25) % according to working condition

067




DDHAFFMAN

High Precision Tools

| #L50 I 7] & Hole Cutting Tools

HE &2 %1t 8 Calculation of drilling data

YI4EE Ve Cutting Speed Vc FH#®E n Revolution of spindle n
" Dex 1 xn he _ Vex1000
. 1000 - T x De

S E in  Infeed each rotation fn HHREE VI Infeed speed Vf

{mmir) (m/min)
Vi .

fai= — Vi= fnxn ‘

n

£EYIBR#E Q Metal removalrate Q mmIEE Te Drilling time Tc

(em?*min) (min)
|
G Dec x fnx Ve Te= M
4 Vi

i In the form:
Dc $#5LEHE (mm) Ve  UIHBEE  (m/min) Dc Dia. of Drills(mm) Vc Cutting Speed(m/min)
n  EREH (rpm) fn  SERLE (mmiev) n  Revolution of spindle(rpm) fn  Infeed per rotation(mm/rev)
Vi e BE (mm/min) Im  $5HERE  (mm) Vf Infeed speed(mm/min) Im Cutting Depth(mm)
Q ZRERYIBE (cm¥min) Tc mIAE (min) Q Metal removal rate(cms/min) Tc  Drilling time(min)
T E#=3.1415 7 Constant=3.1415
#i: D2605-CHA-D10 For exsample: D2605-CHA-D10

D2600 FAHEWAKIESS D2600 Twist Drills for Stainless Steels

05 - WIIAIRES 5xDc 5 EE 05-to be cut deepth 5xDc  5XD

C- Mm%  HA-DING535HA ELH§ C-Internal Cooling  HA-DIN6535HA straight shank

D10- $4£ 7142 De=10

AESSMIBRETENR, MIHARRESEFH AR
PIRIERE Vo=B0 m/min @4 R =0.21 mm/rev
SLHIZREE Im GBI 5xDe=5x10=50 mm .

HH: HE n i E VI S RTERE Q fon T—FLAIRE Te

D10-Cutting Dia. of Drills Dc=10

With this drill to cut austentic Stainless Steels,
recommendation of cutting output:

Cutting Speed Vc=80 m/min

Infeed per rotation fn=0.21 mm/rev

Drill depth Im, take 5xDc=5x10=50mm

Calculation: revolution n, Infeed Vf,Metal removal rate Q
and the time to cut one hole Tc

1 5% n:
1 Revolution n:
n =Vex1000//Dc=80x1000/3.1415/10=2547  (rpm) n=Vc x1000/ 77 /Dc=80x1000/3.1415/10=2547 (rpm)
2 SRR VI 2 Infeed speed Vf:
Vi=fnxn=0.21x2547=535 (mwmin) Vf=fnxn=0.21x2547=535 (mm/mln)
34EUKREQ: 3 Metal removal rate Q:
Q=DcxfnxVc/4=10x0.21x80/4=42 (mm/min)
Q=DcxinxVc/4=10x0.21x80/4=42  (cm*min)
4 the time of cutting one hole Tc:
AL T: Te=Im/Vf=50/535=0.093 (min)
Te=Im/Vf=50/535=0.093 (min)




Hole Cutting Tools ZLIN T 718 | m%

T 14 #4 ¥} & Tabel of Workpiece Materials

e ¥EiE K g
Ma!‘c%%ls Me WorkieiﬁM:Ferials Cf\t:n Teri?:isiifgth Brineﬁgﬁrdness‘ Rocﬁlgvg hardness
N/mm? HB HRC
P1 Low carbon Steels with lang chips C<0.25% =530 <125
P2 Low carbon Steels with short chips, free cutting steels C<0.25% <530 <125
P3 High carbon Steels and medium carbonSteels C>0.25% >530 <220 <25
Staels P4 | Alloys. Tool Steels C>0.25% 600-850 <330 <35
V P& Alloys. Tool Steels C>0.25% 850-1400 340-450 35-48
= ;(;n;:la(i :It:siglsetsesdssteels, martensite, Stainless Steels, C=(0-0.4)% 600-900 <330 <35
P7 | Hightensieferitc Stainess Steels, martensite Stainless C=(0.1-0.6)% 900-1350 | 330450 | 3548
M1 Austentic Stainless Steels C=(0.05-0.15)% <600 130-200
Stainleps\l; Steels M2 High-tensile austentic und Cast Stainless Steels C=(0.05-0.15)% 600-800 150-230 <25
Dual-phase Stainless Steels C=(0.05-0.20)% <800 135-275 <30
Castlron 125-500 120-290 <32
Caston w0 | 120 | <2
C'J.%? :;fg:r:x :g ;)he} tceut high alloyed cast iron and cast iron >600 180-350 <43
Forged Al. Alloys <520 60-90
N2 Cast Al Alloys Si<12% <350 70-100
N N3 Cast Al. Alloys 5i>12% 200-320 60-120
NORENCUSINEGINNAEN copoer. copperaloys 200650 | 60-200
NS | St conrm 600-1500
N§ éIF lgaésg compound Materials (MMCs) <700 <210
51 Iron-base superalloy 500-1200 160-260 25-48
S S2 ! Co-base superalloy 1000-1450 250-450 25-48
Superalloy,Ti-Alloys - Nibase superalloy 600-1700 160450 <in
54 Tiand Ti-Alloys 900-1600 300-400 33-48
H1 Hardened steel 44-48
H H2 Hardened steel 48-55
Hard Materials H3 Hardened steel 56-60
H4 Hardened steel =60




EDHAFFMAN

High Precision Tools | FL.1n I 7] & Hole Cuttlng Tools

MAEE. MIKER. JREEMEE
Table of tensile strength . Brinell hardness. Rockwell hardness

Nimm? HV10 HB HRC Nimm? HV10 HB HRC
240 75 7 920 287 273 28
255 80 76 940 293 278 29
270 85 81 970 302 287 30
285 90 86 995 310 205 31
305 95 9 1020 317 301 32
320 100 95 1050 327 311 33
335 105 100 1080 336 319 34
350 110 108 1110 345 328 35
370 115 109 1140 356 337 36
385 120 114 1170 364 346 a7
400 125 19 1200 373 354 38
415 130 124 1230 382 363 39
430 135 128 1260 392 372 40
450 140 133 1260 403 383 41
465 145 138 1330 413 393 42
480 150 143 | 1360 423 402 43
495 165 147 1400 434 413 44
510 160 152 1440 446 424 45
530 165 157 1480 458 435 46
545 170 162 1530 473 449 47
560 175 166 1570 484 460 48
575 180 171 1620 497 472 49
595 185 176 1680 514 488 50
610 190 181 1730 527 501 51
625 195 185 1790 544 517 52
640 200 190 1845 560 632 53
660 205 195 1910 578 549 54
675 210 199 1980 596 567 55
690 215 204 2050 615 564 56
708 220 209 2140 639 607 57
720 226 214 655 622 58
740 230 219 675 59
755 238 223 698 60
770 240 228 720 61
785 245 233 745 62
800 250 238 22 773 63
820 265 42 | ;3 800 64
835 260 247 24 829 85
860 268 255 25 864 66
870 272 258 26 00 67
900 280 266 27 940 68




Hole Cutting Tools LINT71 & | m%

ol el The structure of shank

[
5 e dihe 2|3 |4 |5 6|8 [10]12]14]16]18 20|25 32
Q) 1 *% 28 36 |40 45 48 |50 |56 |60
It
di b1 et 1 1 12
%' —] he i 3 h11 i i
6 42 18.0 5.1 36.0
8 55 18.0 6.9 36.0
10 7.0 20.0 85 40.0
d1=6~20mm 12 8.0 225 10.4 45.0
b , 14 8.0 225 127 45.0
45al1 1 2
el 16 10.0 24,0 14.2 48.0
L W 18 10.0 24.0 16.2 48.0
' ¥/ 20 11.0 25.0 18.2 50.0
/j 1 ht
( KA / 25 12.0 32.0 23.0 56.0 17.0
. 32 14.0 36.0 30.0 60.0 19.0
I——~ d1 )
I —
d1=25~32mm
ls
Is
o 6% (o), @ | m) | oy | 0| m) | W e Is r
a4+ 2"

g“’ e i 60 | 43 | - | 541 - | 30 | 250 | 180 | 12
{—‘ o |-2 M; 2T /_-:_- 8.0 55 - 6.9 - 36.0 25.0 18.0 12
0 'th 100 | 7.1 - | 8s - | 400 | 280 | 200 | 12

54 120 | 82 - | 104 | - | 450 | 330 | 225 | 12

! 40 | 81 | - | 127 | - | 450 | 330 225 | 12
160 | 101 | - | 142 | - | 480 | 360 | 240 | 16

180 | 108 | - | 162 - | 480 | 360 240 | 18

200 | 114 | - | 182 | - | 500 | 380 | 250 | 18

250 | 136 | 93 | 230 | 241 | 560 | 440 | 320 | 18

320 | 155 | 99 | 300 | 312 | e00 | 480 | 350 | 18

(ha)

d1=25~32mm
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