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Solid Carbide Point Set Drill
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Compare with point set drill of high-speed steel
@High speed cutting is possible.
@Durable.

#5777 yME D=10mmizDX0.1
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BRI—R o D DirzE d Fmd—R D D= d
ltem Code Tolerance of D ltem Code Tolerance of D
C-NC-PSD 3X90° 90° | 3 |0~-0.006| 6 40 3 C-NC-PSD 3X120° |120°| 3 |0~-0.006| 6 40 3
C-NC-PSD 4X90° 90° | 4 |0~-0.008| 8 50 4 C-NC-PSD 4X120° |120°| 4 |0~-0.008| 8 50 4
C-NC-PSD 5X90° 90° | 5 |0~-0.008| 12 | 50 5 C-NC-PSD 5X120° |{120°| 5 |0~-0.008| 12 | 50 5
C-NC-PSD 6X90° 90° | 6 |0~-0.008| 16 | 50 6 C-NC-PSD 6X120° |120°| 6 |0~-0.008| 16 | 50 6
C-NC-PSD 8X90° 90° | 8 |0~-0.009| 20 | 64 8 C-NC-PSD 8X120° |[120°| 8 |0~-0.009| 20 | 64 8
C-NC-PSD 10X90° | 90° | 10 [0~-0.009| 25 | 70 | 10 C-NC-PSD 10X120°|120°| 10 |0~-0.009| 25 | 70 | 10
WiEEL)HEISKER Recommended cutting conditions
lBEz
ok i # = A
Jam__ 80~120 | eo~1o | so~80 | 20~s5 | 50~120 00~15¢
[ A & RIE 2 FH £ H] XIRE 2 FH & [H] AIRE & & H] RE & FH &R EVIRE 2 FH&EEH A IRE 2 FH s H] = =
3~5 |0.08~0.16] 3~5 [0.07~0.14] 3~5 ]0.06~0.12] 3~5 [0.03~0.07| 3~5 [0.10~0.20] 3~5 |0.07~0.14] 3~5 [0.10~0.20
5~8 [0.14~0.25| 5~8 [0.12~0.18] 5~8 |0.10~0.16] 5~8 ]0.06~0.10f 5~8 [0.18~0.32| 5~8 [0.12~0.18] 5~8 [0.18~0.32
8~11 ]0.20~0.30] 8~11 [0.15~0.22] 8~11 |0.15~0.20| 8~11 [0.08~0.12] 8~11 [0.30~0.38] 8~11 |0.16~0.25| 8~11 [0.30~0.38
11~14 [0.25~0.35| 11~14 [0.20~0.25| 11~14 [0.18~0.25] 11~14 |0.10~0.15] 11~14 [0.35~0.45| 11~14 |0.20~0.28| 11~14 |0.35~0.45
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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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Coated Solid Carbide Point Set Drill
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NA Z(TIACN) DiRA >~ by sRUJDITHA- - Compare with point set drill of high-speed steel
@S EN LA TIAE @High speed cutting is possible.

O EFamh AIEICUP @Durable.

O I—FT 4V ICKY BICEHRININTIEE @High speed cutting is possible with S3 coating
@ 1—T 1T ICk BICTEFamN AIEUP! @Durable due to S3 coating!
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o Code ‘ 6 ‘ D |1olrmce oD d o Code D |1olmce oD d
C-NC-PSD-S 3X90° | 90° | 3 |0~-0.006| 6 40 3 C-NC-PSD-S 3X120°[ 120°| 3 |0~-0.006| 6 | 40 3
C-NC-PSD-S 4X90° | 90° | 4 |0~-0.008 | 8 50 4 C-NC-PSD-S 4X120°|120°| 4 |0~-0.008 | 8 50 4
C-NC-PSD-S 5X90° | 90° | 5 |0~-0.008 | 12 | 50 5 C-NC-PSD-S 5X120°|120°| 5 |0~-0.008| 12 | 50 5
C-NC-PSD-S 6X90° | 90° | 6 |0~-0.008 | 16 | 50 6 C-NC-PSD-S 6X120°| 120°| 6 |0~-0.008| 16 | 50 6
C-NC-PSD-S 8X90° | 90° | 8 |0~-0.009| 20 | 64 8 C-NC-PSD-S 8X120°|120°| 8 |0~-0.009| 20 | 64 | 8
C-NC-PSD-S 10X90°| 90° | 10 [0~-0.009| 25 | 70 | 10 C-NC-PSD-S 10X120°| 120°| 10 |0~-0.009| 25 | 70 | 10
#SBA—T 1T DER/AZEIE BED21E (0.01mm) ZMATTEN,
For S3 coating diameter tolerance, add twice the coating thickness (0.01 mm).
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A » ™ . FC 15FC 40 | fard nethard ended too allo
700 N/mm2EA ™ [{700~1000 N/mm?2| 1000~1300 N/mm2 | 1300 N/mm2Ll_E FCD42.ECD 70 eelshard ended bearin stee
s 80~120 60~110 50~80 20~55 50~120 50~80 00 0

2 FR & RS | EREE | XVRE | BREE | XVERE | EREE RE | BAEE | EUEE | BREE | XUERE | B | xRS
ope e ope e ope e ope e ope e ope e e
3~5 [0.08~0.16] 3~5 ]0.07~0.14| 3~5 ]0.06~0.12| 3~5 ]0.03~0.07| 3~5 [0.10~0.20] 3~5 ]0.07~0.14] 3~5 |0.10~0.20
5~8 [0.14~0.25| 5~8 [0.12~0.18] 5~8 [0.10~0.16] 5~8 |0.06~0.10] 5~8 |0.18~032| 5~8 |0.12~0.18] 5~8 |0.18~0.32
8~11 ]0.20~0.30f 8~11 ]0.15~0.22| 8~11 |0.15~0.20| 8~11 |0.08~0.12] 8~11 [0.30~0.38] 8~11 |0.16~0.25| 8~11 [0.30~0.38
11~14 [0.25~0.35] 11~14 [0.20~0.25| 11~14 [0.18~0.25] 11~14 [0.10~0.15] 11~14 |0.35~0.45| 11~14 [0.20~0.28| 11~14 |0.35~0.45

#C-NC-PSD-SD#5 & ¢ LR (TIBIERRE) #1265 BRICLTTEV (FINIZTAFICBAEETY)
For C-NC-PSD-S, use about 1.2 times the above conditions (cutting speed) as a guide. (Not suitable for aluminum alloys.)
MYNHIRGF R HETHER TT AERSIN BN, F+o 7 DRIMERTHEZE DRI L > TEBRLET .
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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