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Coated Solid Carbide Long Shank Point Set Drills
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@Unique cutting edge design with deep grooves and low resistance is
adopted to enable smooth chip evacuation.
@Cutting chips are less likely to remain, providing stable performance

even during high-speed machining.

@It does not harden easily even with the heat generated during machining,
achieving excellent cutting accuracy and a long tool life.
@|deal for spot cutting.

ERad—R DRZE | AW mmEI—R DRZE | AW

Item Code ‘ 6 ‘ D I1olerance ofD‘ (MAX) d Item Code D I1olerance of D (MAX) d
C-DJ-PSD-V 3X60° | 60° | 3 |0~-0.006/0.75| 10 | 60 | 3 C-DJ-PSD-V 3X120° {120°| 3 |0~-0.006/1.10| 10 | 60 | 3
C-DJ-PSD-V 4X60° | 60° | 4 |0~-0.008/1.00| 12 | 75 | 4 C-DJ-PSD-V 4X120° [120°| 4 |0~-0.008/1.30| 12 | 75 | 4
C-DJ-PSD-V 5X60° | 60° | 5 |0~-0.008/1.20| 14 | 75| 5 C-DJ-PSD-V 5X120° [{120°| 5 |0~-0.008/1.50| 14 | 75| 5
C-DJ-PSD-V 6X60° | 60° | 6 |0~-0.008/1.40| 16 |100| 6 C-DJ-PSD-V 6X120° [120°| 6 |0~-0.008/1.80| 16 |100| 6
C-DJ-PSD-V 8X60° | 60° | 8 |0~-0.009/1.85| 20 |100| 8 C-DJ-PSD-V 8X120° {120°| 8 |0~-0.009/2.40| 20 [100| 8
C-DJ-PSD-V 10X60° | 60° | 10 [0~-0.009|2.25| 25 |120| 10 C-DJ-PSD-V 10X120°(120°| 10 [0~-0.009|3.00| 25 |120| 10
C-DJ-PSD-V 12X60° | 60° | 12 |0~-0.011/3.00| 30 [120]| 12 C-DJ-PSD-V 12X120°(120°| 12 |0~-0.011|3.50| 30 [ 120| 12
C-DJ-PSD-V 16X60° | 60° | 16 |0~-0.011|3.50| 35 | 150| 16 C-DJPSD-V 16X120°{120°| 16 |0~-0.011|4.50| 35 [ 150 | 16
C-DJ-PSD-V 3X90° | 90° | 3 |0~-0.006/0.85| 10 | 60 | 3 C-DJ-PSD-V 3X142° [{142°| 3 |0~-0.006/1.10| 10 | 60 | 3
C-DJ-PSD-V 4X90° | 90° | 4 |0~-0.008/1.10| 12 | 75 | 4 C-DJ-PSD-V 4X142° (142°| 4 |0~-0.008/1.30| 12 | 75 | 4
C-DJ-PSD-V 5X90° | 90°| 5 |0~-0.008/1.25| 14 | 75| 5 C-DJ-PSD-V 5X142° {142°| 5 |0~-0.008/1.50| 14 | 75 | 5
C-DJ-PSD-V 6X90° | 90° | 6 |0~-0.008/1.50| 16 |100| 6 C-DJ-PSD-V 6X142° [142°| 6 |0~-0.008/1.80| 16 |100| 6
C-DJ-PSD-V 8X90° | 90° | 8 |0~-0.009/2.00| 20 |100| 8 C-DJ-PSD-V 8X142° [142°| 8 |0~-0.009/2.40| 20 |100| 8
C-DJ-PSD-V 10X90° | 90° | 10 |0~-0.009|2.50| 25 |120| 10 C-DJ-PSD-V 10X142°(142°| 10 |0~-0.009|3.00| 25 |120| 10
C-DJ-PSD-V 12X90° | 90° | 12 |0~-0.011|3.00| 30 |120]| 12 C-DJPSD-V 12X142°{142°| 12 |0~-0.011|3.50| 30 [ 120| 12
C-DJ-PSD-V 16X90° | 90° | 16 |0~-0.011/4.00| 35 |150| 16 C-DJ-PSD-V 16X142°(142°| 16 |0~-0.011|4.50| 35 |150| 16
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AT VU ZIL=ER/IEHERE
SUS304/SUS316 Aluminum Nonferrous Alloy
XV IRE XV IRE ELT3 XV IRE ELT3 XV IRE ELT XV IRE
F(mm/rev) F(mm/rev) n(min-") F(mm/rev) n(min-1) F(mm/rev) n(min-1) F(mm/rev)
3 4,770 290 2,880 170 1,440
4 3,600 290 2,160 160 1,080 65 1,080 65 5,400 540
5 2,880 290 1,710 160 860 60 860 60 4,320 540
6 2,430 290 1,440 150 720 60 720 60 3,600 540
8 1,800 270 1,080 140 540 60 540 60 2,700 540
10 1,440 260 864 120 430 60 430 60 2,160 430
12 1,170 230 720 110 360 50 360 50 1,800 400
16 900 220 540 100 270 50 270 50 1,350 350

WIZEIHISGR (@HY) Recommended cutting conditions (Chamfering)

s

$5400/550C (HB=200)

X RE
F(mm/rev)

ZIL=EE/FEHERE
Aluminum Nonferrous Alloy
X )R
F(mm/rev)

Sl
SCM400(20~30HRC)

X RE
F(mm/rev)

AT VU
SUS304/5US316
XNRE
F(mm/rev)

T8
SKD61/NAK/HPM(30~40HRC)

XNRE
F(mm/rev)

3 4,770 180 2,880 90 1,440 40 1,440 40 7,200 360
4 3.600 180 2,160 90 1,080 40 1,080 40 5,400 360
5 2,880 180 1,710 90 860 40 860 40 4,320 360
6 2,430 180 1,440 90 720 40 720 40 3,600 360
8 1,800 180 1,080 90 540 40 540 40 2,700 360
10 1,440 180 864 90 430 40 430 40 2,160 360
12 1,170 180 720 90 360 40 360 40 1,800 360
16 900 160 540 90 270 40 270 40 1,350 360

MNHIRGFEBCETHER TTMEHAIN B, Fv o7 ORI YIEIRZEDRRIC L > TEBFLET.
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.

WEEVEONTEENER
Guideline for machining range during side cutting
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(MAXER{ : 3mmELT)
As it will not form the correct shape,
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HRC20~30

Stainless Steel

please use it from a position at least h from the tip. © © O O

(MAX cutting depth: 3mm or less)




