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Solid Carbide Straight Shank Drills
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@SV KD LRIENZRITUCMBE DN R @Realization the unique cutting geometry provided with high self-centering )Jl'
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IEm Code ‘ D ‘ e ‘ L ‘ DS IE?; Code ‘ D ‘ e ‘ L ‘ DS IE?’E Code ‘ D ‘ 2 ‘ L ‘ DS
C-SD 010 1 6 40 2 C-SD 045 45 | 24 | 58 | 45 C-SD 079 79|37 179 |79
C-SD 011 1.1 7 40 2 C-SD 046 46 | 24 | 58 | 4.6 C-SD 080 8 37 | 79 8
C-SD 012 1.2 ] 8 40 2 C-SD 047 47 | 24 | 58 | 47 C-SD 081 8.1 137 |79 |81
CSD 013 1.3 8 | 40| 2 C-SD 048 48| 26 | 62 | 48 C-SD 082 82|37 |79 |82
C-SD 014 1.4 9 40 2 C-SD 049 49 | 26 | 62 | 4.9 C-SD 083 83|37 | 84 |83
C-SD 015 1.5] 9 40 2 C-SD 050 5 26 | 62 5 C-SD 084 84| 37 | 84 | 84
CSD 016 1.6 10 | 40 | 2 C-SD 051 51|26 | 62 | 5.1 C-SD 085 85|37 | 84 |85
C-SD 017 1.7 1 10 | 40 | 2 C-SD 052 52| 26 | 62 | 5.2 C-SD 086 86| 40 | 84 | 8.6
C-SD 018 1.8 1 11 | 40 2 C-SD 053 53| 26 | 66 | 53 C-SD 087 87|40 | 84 | 8.7
C-SD 019 1911 40| 2 C-SD 054 54|28 | 66 | 54 C-SD 088 88|40 | 84 | 8.8
C-SD 020 2 |12 140 | 2 C-SD 055 55| 28 | 66 | 55 C-SD 089 89|40 | 84 | 89
C-SD 021 2.1 1 12 | 40 | 2.1 C-SD 056 5.6 | 28 | 66 | 5.6 C-SD 090 9 | 40 | 84 9
C-SD 022 22 1 13 | 40 | 2.2 C-SD 057 57| 28 | 66 | 5.7 C-SD 091 9.1 140 | 84 | 9.1
C-SD 023 23| 13 | 46 | 2.3 C-SD 058 58|28 | 70 | 5.8 C-SD 092 9.2 | 40 | 84 | 9.2
C-SD 024 24 | 14 | 46 | 24 C-SD 059 59|28 | 70 | 5.9 C-SD 093 93|40 | 89 | 9.3
C-SD 025 25| 14 | 46 | 25 C-SD 060 6 28 | 70 6 C-SD 094 94| 40 | 89 | 94
C-SD 026 26 | 14 | 46 | 2.6 C-SD 061 6.1 31|70 ]6.1 C-SD 095 95|40 | 89 | 95
C-SD 027 27 | 16 | 46 | 2.7 C-SD 062 6.2 | 31 | 70 | 6.2 C-SD 096 9.6 | 43 | 89 | 9.6
C-SD 028 28 | 16 | 49 | 2.8 C-SD 063 63| 31|70 |63 C-SD 097 9.7 143 | 89 | 9.7
C-SD 029 29| 16 | 49 | 2.9 C-SD 064 6.4 | 31|70 |64 C-SD 098 9.8 | 43 | 89 | 9.8
C-SD 030 3 /16149 3 C-SD 065 65|31 |70 |65 C-SD 099 99|43 |89 |99
C-SD 031 3.1 118 | 49 | 31 C-SD 066 6.6 | 31 | 70 | 6.6 C-SD 100 10 | 43 | 89 | 10
C-SD 032 3.2 18 | 49 | 3.2 C-SD 067 6.7 | 31|70 |67 C-SD 105 10.5| 43 | 95 |10.5
C-SD 033 33|18 | 52 | 3.3 C-SD 068 6.8 |34 |74 |68 CSD 110 11 | 47 | 95 | 11
C-SD 034 34120 | 52 | 34 C-SD 069 69|34 | 74|69 CSD 115 11.5| 47 [ 102[11.5
C-SD 035 35|20 | 52 | 35 C-SD 070 7 34 | 74 | 7 C-SD 120 12 | 51 [ 102 | 12
C-SD 036 3.6 |20 | 52 | 3.6 C-SD 071 71134 |74 |71 C-SD 125 12.5| 51 [ 103 ]12.5
C-sD 037 37120 | 52 | 37 C-SD 072 72 | 34 |74 |72 C-SD 130 13 | 51 [ 103] 13
C-SD 038 38| 22 | 55|38 C-SD 073 7313417973 C-SD 135 13.5| 54 | 107 |13.5
C-SD 039 39|22 | 55|39 C-SD 074 74134179 |74 C-SD 140 14 | 54 | 107 | 14
C-SD 040 4 22 | 55 4 C-SD 075 7513417975 C-SD 145 145| 56 | 111 ]14.5
C-SD 041 4.1 ] 22 | 55 | 41 C-SD 076 76 | 37 |79 |76 C-SD 150 15 | 56 [ 111 ] 15
C-SD 042 4.2 | 22 | 55 | 4.2 C-SD 077 77 | 37 179 |77 C-SD 155 155| 58 | 115]15.5
C-SD 043 43|24 | 58 | 43 C-SD 078 7813717978 C-SD 160 16 | 58 | 115 ] 16
C-SD 044 44 | 24 | 58 | 4.4
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Work |Thermoplastics without fillers Aluminum alloy Nodular iron Steel and Cast steel

AT, 60~120 | 0.04~008 | 80~230 | 0.05~0.10 | 80~100 | 0.06~0.08 | 30~60 | 0.04~0.15| 25~35 |0.03~0.10
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These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity. cutting oil, etc.
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Thermoplastics without filers | Aluminum allo! Brass Nodular iron | Steel and Cast steel
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