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Changzhou Jingnuo Tools Co., Ltd. was established in 2006. It is mainly
engaged in the production and sales of different tungsten carbide cutting tools, such
as milling cutters, drills, reamers, and non-standard tools. The products sold are
widely used in major industries, such as automobiles, motorcycle engines, machin-
ery, electronics, medical treatment and molds.

We built up the fabrication facilities by*“WALTER'CNC Grinding Machines

which supports us for more precision products to customers.
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See P18-23 for specifications See P24-29 for specifications

Hole Cutting Tools I l I N oo iﬁ% iE

New universal series twist drill Twist drills for stainless steel

2200.... 2600-..

Universal Series Upgrade

@ Suitable for steel parts, cast iron, stainless steel, non-ferrous metal processing
@ New J-style groove design, curved edge, double plane back angle

@ Wave-shaped cutting edge design of the drill tip, taking into account the strength
and sharpness of the cutting edge, effectively reducing cutting resistance.

@ lit. short cross-bladed blade, good for centering
@ High feed rate and high productivity can be realized.

Specialized for stainless steel
and hard-to-cut materials

@ [ndependently developed new series of drills for stainless steel, heat-resistant
alloys, titanium alloys, etc.

@ New extra-large G-type groove design, with excellent measuring space and
discharge performance.

@ Unique tip design for better chipping performance.

@ New blade material and coating for greater toughness and corrosion
resistance
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21 00Series Universal Machining
Twist Drill

@ HELICA protective layer Curved Edge, Sharpened Back Angle
® Curved Edge, Sharpened Back Angle
@ Applicable materials: steel, cast iron, etc

For specification details, seeP12-17

For specification details, seeP50-52

2500Series Twist Drill for
Aluminum Alloy

@ Suitable for aluminum and copper.
@ X-shaped drill tip design with excellent self-centering
function

2300Series Plain steel machining

twist drills

® A ITiN-nano coating Straight edge, flat back angle

@ A pplicable materials: steel, cast iron, etc.
® New ATN-n8no coating for excellent tool wear

resistance

For specification details, seeP30-42

For specification details, seeP43-49

3000Series Deep Hole Drilling

@ For efficient drilling of steel, cast iron and stainless steel.
@ New base material, perfect balance of toughness and abrasion

resistance

@ U se of ATTN-based nano-coatings and unique post-coating treatments
@ O ptimized groove and drill tip design, strong self-centering
performance and corrosion breakage and discharge performance.

7200Series Straight Groove Drill

9100Series NC Center Drill

@ Straight groove design, suitable for cast iron, aluminum
alloy machining

@ Four-flute design improves hole wall quality and hole
accuracy.

® X-shape drill tip, excellent
self-centering performance.

For specification details, seeP55-56

@ Suitable for center drilling and chamfering on CNC
machine tools

@ Suitable for steel, cast iron, aluminum alloy, copper
alloy machining

For specification details, seeP57
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Carbide Drill Bits Catalog

Processing Range Correspondence Table
Adaptation .
| Shank | . . Blade Cutting S(Hi
. . gh temperature
Of. name. encodings depiction sumit) i, |Drilling] auger layer | diameter | S12€ |Paramet LUCIUICERN INVE PRl « (foundry iron)
processing| (of a thing) angle depth shape v
materials Shamry range | Page | ers gt al loys)
Page
mm THEARAERE AR 1 k2 k3 k4
D2100 range Universal Machining Twist Drill
steel | 3D External Cold| D2103-NHA s T 1| 140 DIN 3D HELICA | 3-20 12 60
Twist Drill 6535HA
steel | 3D Internal cold| D2103-CHA SEms— 10 | " 3D @ HELICA | 3-20 | 12 | 60
twist drill 6535HA
5D External DIN
steel D2105-NHA | e | 140 5D HELICA | 3-20 | 15 60
Cold Twist Drill 6535HA
steel |5D Internal cold| D2105-CHA | (i —— 140 DIN 5D @ HELICA | 3-20 15 60
twist drill 6535HA
D2200 range Twist drill for steel
steel 3D External D2203-NHA AR 140 DIN 3D HELICA | 3-20 18 61
Cold Twist Dril| 6535HA
steel | 3D Internal cold| D2203-CHA EC———— ;| DN o | 2 | beLiea | 320 | 18 | 6t
twist drill (Ga35HA <
steel |5D External Cold| D2205-NHA | ‘EEESeS—GCTER==— ,, | DN 5D HELICA | 3-20 | 21 61
Twist Drill 6535HA
steel | 5D Internal | D205-CHA | e 120 | PN | s | BB weioa | 320 | 21 | e
cold twist drill - 653SHA <
D2600 range Twist drill for stainless steel
4K (3D Internal cold| D2603-CHA eeees— | 140 | DN o | BB | riaisin| 320 | 24 | e
twist drill 6535HA <
TR 5D Internal cold| D0SCHA | e | 140 DIN o | (2B | rimsin | 320 | 27 | s
twist drill 6535HA <
D2300 range Plain steel machining twist drill
steel | 3D External Cold D2303-NHA ssswoy—— 10 | O 3D ALTIN 3 90 | 30 62
Twist Drill 6535HA NANO
steel | 3Dinternal cold | D2303-CHA eSswe— 14 | OV 3D ALTIN 5 90 | 30 | 62
twist drill 6535HA NANO
DIN ALTIN
teel | 5D External Cold| D2305-NHA L= e —l P D -2 33 62
e Tv;(i setrnl)ari | Io ° 6535HA ° NANO s
steel |5D Internal cold | D2305-CHA er=way——|110 | 5D ALTIN 5 00 | 33 | 62
twist drill 6535HA NANO
steel |8D Internal cold | D2308-CHA | GeEpeassamsE——== 140 | O 8D ALTIN 5 4g | 36 | 62
twist drill 6535HA NANO
steel | 12D Internal | D2312-CHA | eSS 135 = 0N | |5 ALTIN 3 90 | 40 | 62
cold twist drill 6535HA NANO
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Carbide Drill Bits Catalog

Processing Range Correspondence Table
Adaptation )
) Shank A Blade Cutting .
of name . .. summit . Drilling| auger f . S(High temperature
n n encodings depiction size layer |diameter | Si2€ |Paramet M(stainles alloys and titaniun AT EIID
processing (of a thing) angle standard depth shape ange Page | —ers s steolld) a1 loye)
materials Page
mm M1 [ M2 | M4 | ST | S2 | S3 | S11 [EGINN VAN €N ¢
D3000range deep hole drilling
Steel
Stainless | 15DInternal cold| D3015-CHA T | 135 DIN 15D ALTIN 3-14 43 65
steel Cast twist drill 6535HA NANO
iron
Steel
Stainless | 20DInternal cold| D3020-CHA e e— | 135 DIN 20D ALTIN 15 4o 45 65
steel Cast twist drill 6535HA NANO
iron
Steel DIN
Stainless | 25p|nternal cold| D3025-CHA = 135 25D ALTIN 3-12 47 65
steel 025t twist drill 6535HA NANO
Steel DIN
Stainless ALTIN
30DInternal cold| D3030-CHA == 135 30D 3-10 48 65
ste?logast twist drill 6535HA NANO
Steel DIN ALTIN
Stainless D3040-CHA = 135 —
ctoel Cast 4ODInlternaI. cold c535HA 40D o 3-8 49 65
X twist drill
iron
D2500 range Twist Drill for Aluminum
aluminum 5DExternal Cold | D2505-NHA | SeSsmwwrssmmmms | 140 | OIN 5D 320 | 50 | 63
Twist Drill 6535HA
aluminun 5DInternal cold | D2505-CHA | EeEEmwamsmwmms | 140 | OIN 1 g 320 | 50 | 63
twist drill 6535HA
D5200range triple—edged drill
Ca§t. Iron 3DExternal ly
Silicn | Gooled three- | D5203-NYZ SN 150 | JIN0 | 3 TIAN | 320 | 53 | 66
umi num .
Alloy flute drills
D7200range straight groove drill
Cast Iron | 5DExternal Cold DIN
Asl'l'.°°" Straight Groove | D7205-NHA ———— | 120 5D 4-20 55 67
uninum . 6535HA
Alloy Drill
Cgﬁ*lilhon 5DInternal DIN
iicon - ight| D7205-CHA | (——— | 130 -
Aluminum Cooling Strz?nght 6535HA 5D % TIALN 4-20 56 67
Allo Groove Drill
Y
D9100range NCcenter drill
Stegl cast - DIN
iron : - B
aluminum NC center drill | D9100-090 E 90 6535HA 90 TIALN 5-20 57 68
alloy
Steel cast DIN
iron . _ o o
Jiren | NC center drill | D9100-120 SN 120 | o, | 120 TIAN | 520 | 57 | €8
alloy
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Drill Coding Rules:

Workpiece material table

material group

Workpiece materials

quantity contained

tensile strength

Brinell hardness

Rockwell hardness

ISO
D 2 6,0 5 -|C H A|-|{0 8 0 O0 Nimm? HB HRC
P1 Easy Cutting Steel <320 <125
IR @ | 3) | | @ | (5) | | (®) |
P2 mild steel C<0.25% 320-530 <125
product . P P4 | Medium carbon steel, low alloy steel | 0.25%<C<0.60% 520-850 <220 <25
(1) - category D driller
Steel materials
P5 [ Alloy steel, tempered steel 550-1200 <330 28-35
2) . product 21 | Twist drills for steel P6 | high carbon steel C>0.6% 600-1200 370-750 45-65
category
22 | Twist drills for steel Ferttic talnss Steel, Martensitc 600-1350 250-450 38-50
23 | Twist drills for steel case-hardened rigid 800-1500 58-62
25 Twist drill series for aluminum alloy
tempered steel 490-1200 35-56
26 Twist drills for stainless steel
30 Deep Hole Twist Drill bearing steel 900-1600 56-64
52 triple-edged drill Tool steel, high speed steel 60-64
72 traight drill .
STraient eroove 4 Hardened Stainless Steel 33-50
91 NC Center Drill
manganese steel 35-64
3) ) Depth 00 center drill austenitic stainless steel 600-1100 <150
of cut M
stainless steels M2 | High strength austenitic stainless steel 1100-1750 150-230
03 3xd
05 5xd M4 | Duplex stainless steel 600-1300 230-310
08 8xd .
S1 Iron-based high-temperature alloys 500-1200 160-260 25-48
20 20xd S
High S2 | Cobalt-based high temperature alloys 1000-1450 250-450 25-48
temperature
) ) Cooling outside cold alloys and S3 | Nickel-based high-temperature alloys 600-1700 160-450 <48
method titanium alloys
C internal cold aluminum alloy 900-1600 300-400 33-38
Shank gray castiron 130-340 110-270 <32
(5) - il HA | DIN6535HA
orm K peristaltic cast iron 300-570 120-290 <32
HB DIN6535HB foundry iron
HE DING6535HE malleable iron 200-530 150-290 <28
YZ Plain cylindrical shank ductile iron 400-900 180-350 <43
aluminum-silicon alloy silicon content<9% <200 60-90
Blade
© . Diameter 0050 | 0.5mm N2 | Silicon Aluminum Alloy 9%x<silicon content<16% 200-300 70-100
0100 | 1mm
N N3 [ High Silicon Aluminum Alloy silicon content>16% 200-350 90-150
0800 | 8mm f tal
non-ferrous metals ; ;
1000 | 10mm N4 [ Casting Aluminum Alloy 155-460 45-100
N5 | Forged Aluminum Alloy 60-90
N10 | copper (chemistry) 20-30 35-45
N11 | copper alloy 120-200
010 011
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D2100Series-3D Standard Twist Drillff] 3 F) [3

HELICA protective layer

Curved Edge, Sharpened Back Angle

Applicable materials: steel, cast iron, etc.

H

M

Carbon steel, alloy steel (HRC<35)

Feritic Stainless Steel,
Martensitic Stainless Steel

hardened steel

stainless steels

b=y

foundry iron

t-d2

1,245 11 5,12 1,24 1,2,3,4
© most suitable O suitability
The workpiece material table can be found atP11
model number diameterof blade|  Thread Size  |diameter of handle| overall length trough length  {Maximum depth of cut| ~ shank length
outside cold internal cold d1(m7) M2 d2(heé) 11 12 13 14
D2103-NHA-D0300 |D2103-CHA-D0300 3 6 62 20 14 36
D2103-NHA-D0325 |D2103-CHA-D0325 3.25 6 62 20 14 36
D2103-NHA-D0330 |D2103-CHA-D0330 3.3 M4 6 62 20 14 36
D2103-NHA-D0340 |D2103-CHA-D0340 3.4 6 62 20 14 36
D2103-NHA-D0350 |D2103-CHA-D0350 3.5 6 62 20 14 36
D2103-NHA-D0370 |D2103-CHA-D0370 3.7 6 62 20 14 36
D2103-NHA-D0400 |D2103-CHA-D0400 4 6 66 24 17 36
D2103-NHA-D0420 |D2103-CHA-D0420 4.2 M5 6 66 24 17 36
D2103-NHA-D0430 |D2103-CHA-D0430 4.3 6 66 24 17 36
D2103-NHA-D0450 |D2103-CHA-D0450 4.5 6 66 24 17 36
D2103-NHA-D0465 |D2103-CHA-D0465 4.65 6 66 24 17 36
D2103-NHA-D0480 |D2103-CHA-D0480 4.8 6 66 28 20 36
D2103-NHA-D0500 |D2103-CHA-D0500 5 M6 6 66 28 20 36
D2103-NHA-D0510 |D2103-CHA-D0510 5.1 6 66 28 20 36
D2103-NHA-D0520 |D2103-CHA-D0520 5.2 6 66 28 20 36
D2103-NHA-D0550 |D2103-CHA-D0550 5.5 6 66 28 20 36
D2103-NHA-D0555 | D2103-CHA-D0555 5.55 6 66 28 20 36
D2103-NHA-D0580 |D2103-CHA-D0580 5.8 6 66 28 20 36
D2103-NHA-D0600 |D2103-CHA-D0600 6 6 66 28 20 36
D2103-NHA-D0610 |D2103-CHA-D0610 6.1 8 79 34 24 36
D2103-NHA-D0620 |D2103-CHA-D0620 6.2 8 79 34 24 36
D2103-NHA-D0630 |D2103-CHA-D0630 6.3 8 79 34 24 36
D2103-NHA-D0650 |D2103-CHA-D0650 6.5 8 79 34 24 36
D2103-NHA-D0660 |D2103-CHA-D0660 6.6 8 79 34 24 36
D2103-NHA-D0680 |D2103-CHA-D0680 6.8 M8 8 79 34 24 36
D2103-NHA-D0690 |D2103-CHA-D0690 6.9 8 79 34 24 36
D2103-NHA-D0700 |D2103-CHA-D0700 7 M8X1 8 79 34 24 36
D2103-NHA-D0710 |D2103-CHA-D0710 71 8 79 41 29 36
D2103-NHA-D0740 |D2103-CHA-D0740 7.4 8 79 41 29 36
D2103-NHA-D0750 |D2103-CHA-D0750 7.5 8 79 41 29 36
Recommended cutting amounts are shown in P60
Size range D(m7) d(he)
223 +0.002/+0.012 0.000/-0.006
>36 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+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
Unit (mm)
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D2100Series-3D Standard Twist DriII n u

HELICA protective layer

Curved Edge, Sharpened Back Angle

Applicable materials: steel, cast iron, etc.

td2

b=y

(7] H M i
Carbon steel, alloy teel (HRC<35) Mgf":":'(w?:agﬂmfﬁikd hardened steel stainless steels| foundry iron
1,2,4,5 11 5,12 1,2,4 1,2,3,4
© mostsuitable O suitability
The workpiece material table can be found atP11
model number diameter of blade |  Thread Size  |diameter of handle| overall length trough length  Maximum depth of cut|  shank length
outside cold internal cold d1(m7) M2 d2(h6) 1" 12 13 14
D2103-NHA-D0780 | D2103-CHA-D0780 7.80 8.00 79 41 29 36
D2103-NHA-D0800 | D2103-CHA-D0800 8.00 8.00 79 41 29 36
D2103-NHA-D0810 | D2103-CHA-D0810 8.10 10.00 89 47 35 40
D2103-NHA-D0840 | D2103-CHA-D0840 8.40 10.00 89 47 35 40
D2103-NHA-D0850 | D2103-CHA-D0850 8.50 M10 10.00 89 47 35 40
D2103-NHA-D0860 | D2103-CHA-D0860 8.60 10.00 89 47 35 40
D2103-NHA-D0870 | D2103-CHA-D0870 8.70 10.00 89 47 35 40
D2103-NHA-D0880 | D2103-CHA-D0880 8.80 10.00 89 47 35 40
D2103-NHA-D0900 | D2103-CHA-D0900 9.00 M10X1 10.00 89 47 35 40
D2103-NHA-D0930 | D2103-CHA-D0930 9.30 10.00 89 47 35 40
D2103-NHA-D0950 | D2103-CHA-D0950 9.50 10.00 89 47 35 40
D2103-NHA-D0960 | D2103-CHA-D0960 9.60 10.00 89 47 35 40
D2103-NHA-D0980 | D2103-CHA-D0980 9.80 10.00 89 47 35 40
D2103-NHA-D1000 | D2103-CHA-D1000 10.00 10.00 89 47 35) 40
D2103-NHA-D1025 | D2103-CHA-D1025 10.25 M12 12.00 102 55 40 45
D2103-NHA-D1040 | D2103-CHA-D1040 10.40 12.00 102 55 40 45
D2103-NHA-D1050 | D2103-CHA-D 1050 10.50 M12X1.5 12.00 102 55 40 45
D2103-NHA-D1060 | D2103-CHA-D1060 10.60 12.00 102 55 40 45
D2103-NHA-D1080 | D2103-CHA-D1080 10.80 12.00 102 55 40 45
D2103-NHA-D1100 | D2103-CHA-D1100 11.00 12.00 102 55 40 45
D2103-NHA-D1120 | D2103-CHA-D1120 11.20 12.00 102 55 40 45
D2103-NHA-D1150 | D2103-CHA-D1150 11.50 12.00 102 55 40 45
D2103-NHA-D1180 | D2103-CHA-D1180 11.80 12.00 102 55 40 45
D2103-NHA-D1200 | D2103-CHA-D1200 12.00 M14 12.00 102 55 40 45
D2103-NHA-D1225 | D2103-CHA-D1225 12.25 14.00 107 60 43 45
D2103-NHA-D1250 | D2103-CHA-D1250 12.50 M14X1.5 14.00 107 60 43 45
D2103-NHA-D1270 | D2103-CHA-D1270 12.70 14.00 107 60 43 45
D2103-NHA-D1275 | D2103-CHA-D1275 12.75 14.00 107 60 43 45
D2103-NHA-D1280 | D2103-CHA-D1280 12.80 14.00 107 60 43 45
D2103-NHA-D1300 | D2103-CHA-D1300 13.00 14.00 107 60 43 45
Recommended cutting amounts are shown in P60
Size range D(m?7) d(h6)
223 +0.002/+0.012 0.000/-0.006
>36 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+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
Unit (mm)

013
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D2100Series-3D Standard Twist Drillf] 3 F) [3

HELICA protective layer
Curved Edge, Sharpened Back Angle

Applicable materials: steel, cast iron, etc.

b=y

H

M

Carbon steel, alloy steel (HRC<35)

Ferritic Stainless Steel,
Martensitic Stainless Steel

hardened steel

stainless steels| foundry iron

t-d2

1,2,4,5 11 5,12 1,2,4 1,2,3,4
© most suitable O suitability
The workpiece material table can be found atP11
model number diameterof blade |  Thread Size  |diameter of handle| overall length trough length  [Maximum depth of cut| ~ shank length
outside cold internal cold d1(m7) M metric d2(h6) I1 12 13 14
D2103-NHA-D1310 | D2103-CHA-D1310 13.10 14.00 107 60 43 45
D2103-NHA-D1350 | D2103-CHA-D1350 13.50 14.00 107 60 43 45
D2103-NHA-D1380 | D2103-CHA-D1380 13.80 14.00 107 60 43 45
D2103-NHA-D1400 | D2103-CHA-D1400 14.00 M16 14.00 107 60 43 45
D2103-NHA-D1425 | D2103-CHA-D1425 14.25 16.00 115 65 45 48
D2103-NHA-D1450 | D2103-CHA-D1450 14.50 M16X1.5 16.00 115 65 45 48
D2103-NHA-D1475 | D2103-CHA-D1475 14.75 16.00 115 65 45 48
D2103-NHA-D1480 | D2103-CHA-D1480 14.80 16.00 115 65 45 48
D2103-NHA-D1500 | D2103-CHA-D1500 15.00 16.00 115 65 45 48
D2103-NHA-D1510 | D2103-CHA-D1510 15.10 16.00 115 65 45 48
D2103-NHA-D1550 | D2103-CHA-D1550 15.50 16.00 115 65 45 48
D2103-NHA-D1580 | D2103-CHA-D1580 15.80 16.00 115 65 45 48
D2103-NHA-D1600 | D2103-CHA-D1600 16.00 16.00 115 65 45 48
D2103-NHA-D1650 | D2103-CHA-D1650 16.50 18.00 123 73 51 48
D2103-NHA-D1675 | D2103-CHA-D1675 16.75 18.00 123 73 51 48
D2103-NHA-D1680 | D2103-CHA-D1680 16.80 18.00 123 73 &1 48
D2103-NHA-D1700 | D2103-CHA-D1700 17.00 18.00 123 73 51 48
D2103-NHA-D1750 | D2103-CHA-D1750 17.50 18.00 123 73] 51 48
D2103-NHA-D1780 | D2103-CHA-D1780 17.80 18.00 123 73 51 48
D2103-NHA-D1800 | D2103-CHA-D1800 18.00 18.00 123 73 51 48
D2103-NHA-D1850 | D2103-CHA-D1850 18.50 20.00 131 79 55 50
D2103-NHA-D1880 | D2103-CHA-D1880 18.80 20.00 131 79 55 50
D2103-NHA-D1900 | D2103-CHA-D1900 19.00 20.00 131 79 55 50
D2103-NHA-D1950 | D2103-CHA-D1950 19.50 20.00 131 79 55 50
D2103-NHA-D1980 | D2103-CHA-D1980 19.80 20.00 131 79 55 50
D2103-NHA-D2000 | D2103-CHA-D2000 20.00 20.00 131 79 55 50
Recommended cutting amounts are shown in P60
RJ5gm D(m?7) d(h6)
223 +0.002/+0.012 0.000/-0.006
>36 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+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
unit(mm)

Hole Cutting Tools | JINOOI

£ g

alG

D2100Series-5D Standard Twist Drill[@] EJ ) [0

HELICA protective layer
Curved Edge, Sharpened Back Angle

Applicable materials: steel, cast iron, etc.

H M

Carbon steel, alloy steel (HRC<35)

Ferritic Stainless Steel,
Martensitic Stainless Steel

hardened steel

stainless steels

1,2,4,5 11 5,12 1,24 1,234
© o} o} o}
© most suitable O suitability

The workpiece material table can be found atP11

b=y

foundry iron

model number diameterof blade|  Thread Size  |diameter of handle| overall length trough length  [Maximum depth of cuf ~ shank length
outside cold internal cold d1(m7) M metric d2(h6) 1 12 13 14
D2105-NHA-D0300 | D2105-CHA-D0300 3.00 6.00 66 28 23 36
D2105-NHA-D0325 | D2105-CHA-D0325 3.25 6.00 66 28 23 36
D2105-NHA-D0330 | D2105-CHA-D0330 3.30 M4 6.00 66 28 23 36
D2105-NHA-D0340 | D2105-CHA-D0340 3.40 6.00 66 28 23 36
D2105-NHA-D0350 | D2105-CHA-D0350 3.50 6.00 66 28 23 36
D2105-NHA-D0370 | D2105-CHA-D0370 3.70 6.00 66 28 23 36
D2105-NHA-D0400 | D2105-CHA-D0400 4.00 6.00 74 36 29 36
D2105-NHA-D0420 | D2105-CHA-D0420 4.20 M5 6.00 74 36 29 36
D2105-NHA-D0430 | D2105-CHA-D0430 4.30 6.00 74 36 29 36
D2105-NHA-D0450 | D2105-CHA-D0450 4.50 6.00 74 36 29 36
D2105-NHA-D0465 | D2105-CHA-D0465 4.65 6.00 74 36 29 36
D2105-NHA-D0480 | D2105-CHA-D0480 4.80 6.00 82 44 35 36
D2105-NHA-D0500 | D2105-CHA-D0500 5.00 M6 6.00 82 44 35 36
D2105-NHA-D0510 | D2105-CHA-D0510 5.10 6.00 82 44 35) 36
D2105-NHA-D0520 | D2105-CHA-D0520 5.20 6.00 82 44 35 36
D2105-NHA-D0550 | D2105-CHA-D0550 5.50 6.00 82 44 35 36
D2105-NHA-D0555 | D2105-CHA-D0555 5.55 6.00 82 44 35 36
D2105-NHA-D0580 | D2105-CHA-D0580 5.80 6.00 82 44 35 36
D2105-NHA-D0600 | D2105-CHA-D0600 6.00 6.00 82 44 35 36
D2105-NHA-D0610 | D2105-CHA-D0610 6.10 8.00 91 53 43 36
D2105-NHA-D0620 | D2105-CHA-D0620 6.20 8.00 91 53 43 36
D2105-NHA-D0630 | D2105-CHA-D0630 6.30 8.00 91 53 43 36
D2105-NHA-D0650 | D2105-CHA-D0650 6.50 8.00 91 53 43 36
D2105-NHA-D0660 | D2105-CHA-D0660 6.60 8.00 91 53 43 36
D2105-NHA-D0680 | D2105-CHA-D0680 6.80 M8 8.00 91 53 43 36
D2105-NHA-D0690 | D2105-CHA-D0690 6.90 8.00 91 53 43 36
D2105-NHA-D0700 | D2105-CHA-D0700 7.00 M8X1 8.00 91 53 43 36
D2105-NHA-D0710 | D2105-CHA-D0710 7.10 8.00 91 53 43 36
D2105-NHA-D0740 | D2105-CHA-D0740 7.40 8.00 91 53 43 36
D2105-NHA-D0750 | D2105-CHA-D0750 7.50 8.00 91 58} 43 36
Recommended cutting amounts are shown in P60

Rf5EmE D(m?7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>36 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

015
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| Hole Cutting Tools

D2100Series-5D Standard Twist Drillf] B3 ) [3

HELICA protective layer
Curved Edge, Sharpened Back Angle

Applicable materials: steel, cast iron, etc.

H

M

Carbon steel, alloy steel (HRC<35)

Feritic Stainless Steel,
Martensitic Stainless Steel

hardened steel

stainless steels|

foundry iron

1,2,4,5 11 5,12 1,2,4
o o O
© mostsuitable O suitability

The workpiece material table can be found atP11

i-d2

Hole Cutting Tools | JINOOIi&iG

D2100Series-5D Standard Twist Drillf] B3 F) [)

HELICA protective layer
Curved Edge, Sharpened Back Angle

Applicable materials: steel, cast iron, etc.

P H M
Carbon steel, ally steel (HRC<35) Mgf":":'(w?:agﬂmfﬁikd hardened steellstainless steels| foundry iron
1,2,4,5 11 5,12 1,24 1,2,3,4
o) o o o
© most suitable O suitability

The workpiece material table can be found atP11

b=y

model number diameterof blade |  Thread Size  |diameter of handle| overall length trough length  Maximum depth of cut| ~ shank length
outside cold internal cold d1(m7) M metric d2(h6) I 12 13 14
D2105-NHA-D0780 | D2105-CHA-D0780 7.80 8.00 91 53 43 36
D2105-NHA-D0800 | D2105-CHA-D0800 8.00 8.00 91 53] 43 36
D2105-NHA-D0810 | D2105-CHA-D0810 8.10 10.00 103 61 49 40
D2105-NHA-D0840 | D2105-CHA-D0840 8.40 10.00 103 61 49 40
D2105-NHA-D0850 | D2105-CHA-D0850 8.50 M10 10.00 103 61 49 40
D2105-NHA-D0860 | D2105-CHA-D0860 8.60 10.00 103 61 49 40
D2105-NHA-D0870 | D2105-CHA-D0870 8.70 10.00 103 61 49 40
D2105-NHA-D0880 | D2105-CHA-D0880 8.80 10.00 103 61 49 40
D2105-NHA-D0900 | D2105-CHA-D0900 9.00 M10X1 10.00 103 61 49 40
D2105-NHA-D0930 | D2105-CHA-D0930 9.30 10.00 103 61 49 40
D2105-NHA-D0950 | D2105-CHA-D0950 9.50 10.00 103 61 49 40
D2105-NHA-D0960 | D2105-CHA-D0960 9.60 10.00 103 61 49 40
D2105-NHA-D0980 | D2105-CHA-D0980 9.80 10.00 103 61 49 40
D2105-NHA-D1000 | D2105-CHA-D 1000 10.00 10.00 103 61 49 40
D2105-NHA-D1025 | D2105-CHA-D 1025 10.25 M12 12.00 118 71 56 45
D2105-NHA-D1040 | D2105-CHA-D 1040 10.40 12.00 118 71 56 45
D2105-NHA-D1050 | D2105-CHA-D 1050 10.50 M12X1.5 12.00 118 7 56 45
D2105-NHA-D1060 | D2105-CHA-D1060 10.60 12.00 118 71 56 45
D2105-NHA-D1080 | D2105-CHA-D 1080 10.80 12.00 118 7 56 45
D2105-NHA-D1100 | D2105-CHA-D1100 11.00 12.00 118 71 56 45
D2105-NHA-D1120 | D2105-CHA-D1120 11.20 12.00 118 71 56 45
D2105-NHA-D1150 | D2105-CHA-D 1150 11.50 12.00 118 4l 56 45
D2105-NHA-D1180 | D2105-CHA-D1180 11.80 12.00 118 Il 56 45
D2105-NHA-D1200 | D2105-CHA-D 1200 12.00 M14 12.00 118 7 56 45
D2105-NHA-D1220 | D2105-CHA-D1220 12.20 14.00 124 77 60 45
D2105-NHA-D1225 | D2105-CHA-D 1225 12.25 14.00 124 77 60 45
D2105-NHA-D1250 | D2105-CHA-D 1250 12.50 M14X1.5 14.00 124 7 60 45
D2105-NHA-D1270 | D2105-CHA-D1270 12.70 14.00 124 77 60 45
D2105-NHA-D1275 | D2105-CHA-D 1275 12.75 14.00 124 7 60 45
D2105-NHA-D1280 | D2105-CHA-D 1280 12.80 14.00 124 77 60 45
Recommended cutting amounts are shown in P60

Size range D(m7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>3-6 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

model number diameterof blade|  Thread Size  |diameter of handle| overall length trough length  [Maximum depth of cuf ~ shank length
outside cold internal cold d1(m7) M metric d2(h6) 11 12 13 14
D2105-NHA-D1310 | D2105-CHA-D1310 13.00 14.00 124 77 60 45
D2105-NHA-D1350 | D2105-CHA-D1350 13.50 14.00 124 7 60 45
D2105-NHA-D1380 | D2105-CHA-D1380 13.80 14.00 124 77 60 45
D2105-NHA-D1400 | D2105-CHA-D1400 14.00 M16 14.00 124 7 60 45
D2105-NHA-D1425 | D2105-CHA-D1425 14.25 16.00 133 83 63 48
D2105-NHA-D1450 | D2105-CHA-D1450 14.50 M16X1.5 16.00 133 83 63 48
D2105-NHA-D1475 | D2105-CHA-D1475 14.75 16.00 133 83 63 48
D2105-NHA-D1480 | D2105-CHA-D1480 14.80 16.00 133 83 63 48
D2105-NHA-D1500 | D2105-CHA-D1500 15.00 16.00 133 83 63 48
D2105-NHA-D1510 | D2105-CHA-D1510 15.10 16.00 133 83 63 48
D2105-NHA-D1550 | D2105-CHA-D1550 15.50 16.00 133 83 63 48
D2105-NHA-D1580 | D2105-CHA-D1580 15.80 16.00 133 83 63 48
D2105-NHA-D1600 | D2105-CHA-D1600 16.00 16.00 133 83 63 48
D2105-NHA-D1650 | D2105-CHA-D1650 16.50 18.00 143 93 7 48
D2105-NHA-D1675 | D2105-CHA-D1675 16.75 18.00 143 93 71 48
D2105-NHA-D1680 | D2105-CHA-D1680 16.80 18.00 143 93 7 48
D2105-NHA-D1700 | D2105-CHA-D1700 17.00 18.00 143 93 71 48
D2105-NHA-D1750 | D2105-CHA-D1750 17.50 18.00 143 93 71 48
D2105-NHA-D1780 | D2105-CHA-D1780 17.80 18.00 143 93 71 48
D2105-NHA-D1800 | D2105-CHA-D1800 18.00 18.00 143 93 71 48
D2105-NHA-D1850 | D2105-CHA-D1850 18.50 20.00 153 101 77 50
D2105-NHA-D1900 | D2105-CHA-D1900 19.00 20.00 153 101 7 50
D2105-NHA-D1950 | D2105-CHA-D1950 19.50 20.00 153 101 7 50
D2105-NHA-D1980 | D2105-CHA-D1980 19.80 20.00 153 101 7 50
D2105-NHA-D2000 | D2105-CHA-D2000 20.00 20.00 153 101 7 50
Recommended cutting amounts are shown in P60

Rf5EmE D(m7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>36 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

017
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| Hole Cutting Tools

D2200Series-3D Straight Shank Twist Drill m

New wave-shaped edge design, taking into account both edge strength and
sharpness, effectively reducing cutting resistance; new G-type groove design,

enhanced cutting performance and cutting space;

Curved edge, flat back angle
Applicable materials: steel, cast iron, etc.

St

H

M

————————— hd2

Carbon steel, alloy steel (HRC<35)

Feritic Stainless Steel,
Martensitic Stainless Steel

hardened steel

stainless steels| foundry iron

1,245 11 5,12 1,2,4 1,2,3,4 !
© most suitable O suitability
The workpiece material table can be found atP11
model number diameterof blade |  Thread Size  |diameter of handle| overall length trough length  {Maximum depth of cut| ~ shank length
outside cold internal cold d1(m7) M metric system d2(hé) 1 12 13 14
D2203-NHA-D0300 | D2203-CHA-D0300 3 6 62 20 14 36
D2203-NHA-D0325 | D2203-CHA-D0325 3.25 6 62 20 14 36
D2203-NHA-D0330 | D2203-CHA-D0330 3.3 M4 6 62 20 14 36
D2203-NHA-D0340 | D2203-CHA-D0340 3.4 6 62 20 14 36
D2203-NHA-D0350 | D2203-CHA-D0350 3.5 6 62 20 14 36
D2203-NHA-D0370 | D2203-CHA-D0370 3.7 6 62 20 14 36
D2203-NHA-D0400 | D2203-CHA-D0400 4 6 66 24 17 36
D2203-NHA-D0420 | D2203-CHA-D0420 4.2 M5 6 66 24 17 36
D2203-NHA-D0430 | D2203-CHA-D0430 4.3 6 66 24 17 36
D2203-NHA-D0450 | D2203-CHA-D0450 4.5 6 66 24 17 36
D2203-NHA-D0465 | D2203-CHA-D0465 4.65 6 66 24 17 36
D2203-NHA-D0480 | D2203-CHA-D0480 4.8 6 66 28 20 36
D2203-NHA-D0500 | D2203-CHA-D0500 5 M6 6 66 28 20 36
D2203-NHA-D0510 | D2203-CHA-D0510 5.1 6 66 28 20 36
D2203-NHA-D0520 | D2203-CHA-D0520 5.2 6 66 28 20 36
D2203-NHA-D0550 | D2203-CHA-D0550 5.5 6 66 28 20 36
D2203-NHA-D0555 | D2203-CHA-D0555 5.55 6 66 28 20 36
D2203-NHA-D0580 | D2203-CHA-D0580 5.8 6 66 28 20 36
D2203-NHA-D0600 | D2203-CHA-D0600 6 6 66 28 20 36
D2203-NHA-D0610 | D2203-CHA-D0610 6.1 8 79 34 24 36
D2203-NHA-D0620 | D2203-CHA-D0620 6.2 8 79 34 24 36
D2203-NHA-D0630 | D2203-CHA-D0630 6.3 8 79 34 24 36
D2203-NHA-D0650 | D2203-CHA-D0650 6.5 8 79 34 24 36
D2203-NHA-D0660 | D2203-CHA-D0660 6.6 8 79 34 24 36
D2203-NHA-D0680 | D2203-CHA-D0680 6.8 M8 8 79 34 24 36
D2203-NHA-D0690 | D2203-CHA-D0690 6.9 8 79 34 24 36
D2203-NHA-D0700 | D2203-CHA-D0700 7 M8X1 8 79 34 24 36
D2203-NHA-D0710 | D2203-CHA-D0710 71 8 79 41 29 36
D2203-NHA-D0740 | D2203-CHA-D0740 7.4 8 79 41 29 36
D2203-NHA-D0750 | D2203-CHA-D0750 7.5 8 79 41 29 36
Recommended cutting amounts are shown in P61 T — D7) dhe)
223 +0.002/+0.012 0.000/-0.006
>36 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+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
unit ((mm)

Hole Cutting Tools | JINOOIi&iG

D2200Series-3D Straight Shank Twist Drill m

New wave-shaped edge design, taking into account both edge strength and
sharpness, effectively reducing cutting resistance; new G-type groove design,

enhanced cutting performance and cutting space;

Curved edge, flat back angle
Applicable materials: steel, cast iron, etc.

H

M

=)

————————— hd2

Carbon steel, alloy steel (HRC<35)

Ferritic Stainless Steel,
Martensitic Stainless Steel

hardened steel

stainless steels| foundry iron

1,2,4,5 11 5,12 1,2,4 1,2,3,4 A
© mostsuitable O suitability
The workpiece material table can be found atP11
model number diameterof blade|  Thread Size  |diameter of handle| overall length trough length  Maximum depth of cut| ~ shank length

outside cold internal cold d1(m7) M metric system d2(h6) I 12 13 14
D2203-NHA-D0780 | D2203-CHA-D0780 7.80 8 79 41 29 36
D2203-NHA-D0800 | D2203-CHA-D0800 8 8 79 41 29 36
D2203-NHA-D0810 | D2203-CHA-D0810 8.10 10 89 47 35 40
D2203-NHA-D0840 | D2203-CHA-D0840 8.40 10 89 47 35 40
D2203-NHA-D0850 | D2203-CHA-D0850 8.50 M10 10 89 47 35 40
D2203-NHA-D0860 | D2203-CHA-D0860 8.60 10 89 47 35 40
D2203-NHA-D0870 | D2203-CHA-D0870 8.70 10 89 47 35 40
D2203-NHA-D0880 | D2203-CHA-D0880 8.80 10 89 47 35 40
D2203-NHA-D0900 | D2203-CHA-D0900 9 M10X1 10 89 47 35 40
D2203-NHA-D0930 | D2203-CHA-D0930 9.30 10 89 47 35 40
D2203-NHA-D0950 | D2203-CHA-D0950 9.50 10 89 47 35 40
D2203-NHA-D0960 | D2203-CHA-D0960 9.60 10 89 47 35} 40
D2203-NHA-D0980 | D2203-CHA-D0980 9.80 10 89 47 35 40
D2203-NHA-D1000 | D2203-CHA-D1000 10 10 89 47 35 40
D2203-NHA-D1025 | D2203-CHA-D1025 10.25 M12 12 102 55 40 45
D2203-NHA-D1040 | D2203-CHA-D1040 10.40 12 102 55 40 45
D2203-NHA-D1050 | D2203-CHA-D1050 10.50 M12X1.5 12 102 55 40 45
D2203-NHA-D1060 | D2203-CHA-D1060 10.60 12 102 55 40 45
D2203-NHA-D1080 | D2203-CHA-D1080 10.80 12 102 55 40 45
D2203-NHA-D1100 | D2203-CHA-D1100 11 12 102 55 40 45
D2203-NHA-D1120 | D2203-CHA-D1120 11.20 12 102 55 40 45
D2203-NHA-D1150 | D2203-CHA-D1150 11.50 12 102 85 40 45
D2203-NHA-D1180 | D2203-CHA-D1180 11.80 12 102 55 40 45
D2203-NHA-D1200 | D2203-CHA-D1200 12 M14 12 102 55 40 45
D2203-NHA-D1225 | D2203-CHA-D1225 12.25 14 107 60 43 45
D2203-NHA-D1250 | D2203-CHA-D1250 12.50 M14X1.5 14 107 60 43 45
D2203-NHA-D1270 | D2203-CHA-D1270 12.70 14 107 60 43 45
D2203-NHA-D1275 | D2203-CHA-D1275 12.75 14 107 60 43 45
D2203-NHA-D1280 | D2203-CHA-D1280 12.80 14 107 60 43 45
D2203-NHA-D1300 | D2203-CHA-D1300 13 14 107 60 43 45
Recommended cutting amounts are shown in P61 — D7) a6

223 +0.002/+0.012 0.000/-0.006

>3-6 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit ((mm)

019
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D2200Series-3D Straight Shank Twist Drill m

Hole Cutting Tools | JINOOIi&i&G

D2200Series-5D Straight Shank Twist Drill E

| Hole Cutting Tools

New wave-shaped edge design, taking into account both edge strength and
sharpness, effectively reducing cutting resistance; new G-type groove design,

enhanced cutting performance and cutting space;

Curved edge, flat back angle
Applicable materials: steel, cast iron, etc.

H

M

Carbon steel, alloy steel (HRC<35)

Feritic Stainless Steel,
Martensitic Stainless Steel

hardened steel

<

stainless steels| foundry iron

New wave-shaped edge design, taking into account both edge strength and
sharpness, effectively reducing cutting resistance; new G-type groove design,

enhanced cutting performance and cutting space;

Curved edge, flat back angle
Applicable materials: steel, cast iron, etc.

H

M

St

————————— Ahd2

Carbon steel, alloy steel (HRC<35)

Ferritic Stainless Steel,
Martensitic Stainless Steel

hardened steel

stainless steels| foundry iron

1,2,4,5 11 5,12 1,2,4 1,2,3,4 A 1,2,4,5 11 5,12 1,2,4 1,2,3,4
© most suitable O suitability © most suitable O suitability
The workpiece material table can be found atP11 The workpiece material table can be found atP11
model number diameterof blade |  Thread Size  |diameter of handle| overall length trough length  Maximum depth of cut| ~ shank length model number diameterof blade|  Thread Size  |diameter of handle| overall length trough length  [Maximum depth of cutf  shank length
outside cold internal cold d1(m7) M metric system d2(h6) 1 12 13 14 outside cold internal cold d1(m7) M metric system d2(h6) 1 12 13 14
D2203-NHA-D1310 | D2203-CHA-D1310 13.10 14 107 60 43 45 D2205-NHA-D0300 | D2205-CHA-D0300 3 6 66 28 23 36
D2203-NHA-D1350 | D2203-CHA-D1350 13.50 14 107 60 43 45 D2205-NHA-D0325 | D2205-CHA-D0325 3.25 6 66 28 23 36
D2103-NHA-D1380 | D2103-CHA-D1380 13.80 14 107 60 43 45 D2205-NHA-D0330 | D2205-CHA-D0330 3.30 M4 6 66 28 23 36
D2203-NHA-D1400 | D2203-CHA-D1400 14 M16 14 107 60 43 45 D2205-NHA-D0340 | D2205-CHA-D0340 3.40 6 66 28 23 36
D2203-NHA-D1425 | D2203-CHA-D1425 14.25 16 115 65 45 48 D2205-NHA-D0350 | D2205-CHA-D0350 3.50 6 66 28 23 36
D2203-NHA-D1450 | D2203-CHA-D1450 14.50 M16x1.5 16 115 65 45 48 D2205-NHA-D0370 | D2205-CHA-D0370 3.70 6 66 28 23 36
D2203-NHA-D1475 | D2203-CHA-D1475 14.75 16 115 65 45 48 D2205-NHA-D0400 | D2205-CHA-D0400 4 6 74 36 29 36
D2203-NHA-D1480 | D2203-CHA-D1480 14.80 16 115 65 45 48 D2205-NHA-D0420 | D2205-CHA-D0420 4.20 M5 6 74 36 29 36
D2203-NHA-D1500 | D2203-CHA-D1500 15 16 115 65 45 48 D2205-NHA-D0430 | D2205-CHA-D0430 4.30 6 74 36 29 36
D2203-NHA-D1510 | D2203-CHA-D1510 15.10 16 115 65 45 48 D2205-NHA-D0450 | D2205-CHA-D0450 4.50 6 74 36 29 36
D2203-NHA-D1550 | D2203-CHA-D1550 15.50 16 115 65 45 48 D2205-NHA-D0465 | D2205-CHA-D0465 4.65 6 74 36 29 36
D2203-NHA-D1580 | D2203-CHA-D1580 15.80 16 115 65 45 48 D2205-NHA-D0480 | D2205-CHA-D0480 4.80 6 82 44 35 36
D2203-NHA-D1600 | D2203-CHA-D1600 16 16 115 65 45 48 D2205-NHA-D0500 | D2205-CHA-D0500 5 M6 6 82 44 35 36
D2203-NHA-D1650 | D2203-CHA-D1650 16.50 18 123 73 51 48 D2205-NHA-D0510 | D2205-CHA-D0510 5.10 6 82 44 35) 36
D2203-NHA-D1675 | D2203-CHA-D1675 16.75 18 123 73 51 48 D2205-NHA-D0520 | D2205-CHA-D0520 5.20 6 82 44 35 36
D2203-NHA-D1680 | D2203-CHA-D1680 16.80 18 123 73 51 48 D2205-NHA-D0550 | D2205-CHA-D0550 5.50 6 82 44 35 36
D2203-NHA-D1700 | D2203-CHA-D1700 17 18 123 73 51 48 D2205-NHA-D0555 | D2205-CHA-D0555 5.55 6 82 44 35 36
D2203-NHA-D1750 | D2203-CHA-D1750 17.50 18 123 73 51 48 D2205-NHA-D0580 | D2205-CHA-D0580 5.80 6 82 44 35 36
D2203-NHA-D1780 | D2203-CHA-D1780 17.80 18 123 73 51 48 D2205-NHA-D0600 | D2205-CHA-D0600 6 6 82 44 35 36
D2203-NHA-D1800 | D2203-CHA-D1800 18 18 123 73 51 48 D2205-NHA-D0610 | D2205-CHA-D0610 6.10 8 91 53 43 36
D2203-NHA-D1850 | D2203-CHA-D1850 18.50 20 131 79 55 50 D2205-NHA-D0620 | D2205-CHA-D0620 6.20 8 91 53 43 36
D2203-NHA-D1880 | D2203-CHA-D1880 18.80 20 131 79 85 50 D2205-NHA-D0630 | D2205-CHA-D0630 6.30 8 91 53 43 36
D2203-NHA-D1900 | D2203-CHA-D1900 19 20 131 79 55 50 D2205-NHA-D0650 | D2205-CHA-D0650 6.50 8 91 53 43 36
D2203-NHA-D1950 | D2203-CHA-D1950 19.50 20 131 79 55 50 D2205-NHA-D0660 | D2205-CHA-D0660 6.60 8 91 53 43 36
D2203-NHA-D1980 | D2203-CHA-D1980 19.80 20 131 79 55 50 D2205-NHA-D0680 | D2205-CHA-D0680 6.80 M8 8 91 53 43 36
D2203-NHA-D2000 | D2203-CHA-D2000 20 20 131 79 55 50 D2205-NHA-D0690 | D2205-CHA-D0690 6.90 8 91 53 43 36
Recommended cutting amounts are shown in P61 D2205-NHA-D0700 | D2205-CHA-D0700 7 M8X1 8 91 53 43 36
D2205-NHA-D0710 | D2205-CHA-D0710 7.10 8 91 53 43 36
D2205-NHA-D0740 | D2205-CHA-D0740 7.40 8 91 53 43 36
D2205-NHA-D0750 | D2205-CHA-D0750 7.50 8 91 58} 43 36
S — D(m7) d(he) Recommended cutting amounts are shown in P61 T — D(m7) d(he)
223 +0.002/+0.012 0.000/-0.006 223 +0.002/+0.012 0.000/-0.006
>3-6 +0.004/+0.016 0.000/-0.008 >36 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+0.021 0.000/-0.009 >6-10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011 >10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013 >18-20 +0.008/+0.029 0.000/-0.013
unit(mm) unit(mm)

021



JINOO}

=

alG

| Hole Cutting Tools

D2200Series-3D Straight Shank Twist Drill E

The new wave edge design combines edge strength and sharpness to effectively
reduce cutting resistance; the new G-shaped groove design enhances cutting
performance and cutting space;
HELICA coating Curved edge, flat back angle.
Applicable materials: steel, cast iron, etc.

=)

H

M

————————— Hhd2

Carbon steel, alloy steel (HRC<35)

Feritic Stainless Steel,
Martensitic Stainless Steel

hardened steel

stainless steels| foundry iron

1,245 11 512 1,2,4 1,2,3,4
e} ¢} o} o}
© most suitable O suitability

The workpiece material table can be found atP11

model number diameterof blade |  Thread Size  |diameter of handle| overall length trough length  Maximum depth of cut| ~ shank length

outside cold internal cold d1(m7) M metric system d2(h6) 11 12 13 14
D2205-NHA-D0780 | D2205-CHA-D0780 7.80 8 91 53 43 36
D2205-NHA-D0800 | D2205-CHA-D0800 8 8 91 53] 43 36
D2205-NHA-D0810 | D2205-CHA-D0810 8.10 10 103 61 49 40
D2205-NHA-D0840 | D2205-CHA-D0840 8.40 10 103 61 49 40
D2205-NHA-D0850 | D2205-CHA-D0850 8.50 M10 10 103 61 49 40
D2205-NHA-D0860 | D2205-CHA-D0860 8.60 10 103 61 49 40
D2205-NHA-D0870 | D2205-CHA-D0870 8.70 10 103 61 49 40
D2205-NHA-D0880 | D2205-CHA-D0880 8.80 10 103 61 49 40
D2205-NHA-D0900 | D2205-CHA-D0900 9 M10X1 10 103 61 49 40
D2205-NHA-D0930 | D2205-CHA-D0930 9.30 10 103 61 49 40
D2205-NHA-D0950 | D2205-CHA-D0950 9.50 10 103 61 49 40
D2205-NHA-D0960 | D2205-CHA-D0960 9.60 10 103 61 49 40
D2205-NHA-D0980 | D2205-CHA-D0980 9.80 10 103 61 49 40
D2205-NHA-D1000 | D2205-CHA-D1000 10 10 103 61 49 40
D2205-NHA-D1025 | D2205-CHA-D1025 10.25 M12 12 118 7 56 45
D2205-NHA-D1040 | D2205-CHA-D1040 10.40 12 118 71 56 45
D2205-NHA-D1050 | D2205-CHA-D1050 10.5 M12X1.5 12 118 71 56 45
D2205-NHA-D1060 | D2205-CHA-D1060 10.60 12 118 71 56 45
D2205-NHA-D1080 | D2205-CHA-D1080 10.80 12 118 7 56 45
D2205-NHA-D1100 | D2205-CHA-D1100 11 12 118 71 56 45
D2205-NHA-D1120 | D2205-CHA-D1120 11.20 12 118 71 56 45
D2205-NHA-D1150 | D2205-CHA-D1150 11.50 12 118 71 56 45
D2205-NHA-D1180 | D2205-CHA-D1180 11.80 12 118 71 56 45
D2205-NHA-D1200 | D2205-CHA-D1200 12 M14 12 118 7 56 45
D2205-NHA-D1220 | D2205-CHA-D1220 12.20 14 124 7 60 45
D2205-NHA-D1225 | D2205-CHA-D1225 12.25 14 124 7 60 45
D2205-NHA-D1250 | D2205-CHA-D1250 12.50 M14X1.5 14 124 77 60 45
D2205-NHA-D1270 | D2205-CHA-D1270 12.70 14 124 77 60 45
D2205-NHA-D1275 | D2205-CHA-D1275 12.75 14 124 77 60 45
D2205-NHA-D1280 | D2205-CHA-D1280 12.80 14 124 7 60 45
Recommended cutting amounts are shown in P61 T — D7) d(he)

223 +0.002/+0.012 0.000/-0.006

>3-6 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

Hole Cutting Tools | JINOOIi&i&G

D2200Series-5D Straight Shank Twist Drill m

The new wave edge design combines edge strength and sharpness to effectively
reduce cutting resistance; the new G-shaped groove design enhances cutting
performance and cutting space;
HELICA coating Curved edge, flat back angle.
Applicable materials: steel, cast iron, etc.

o =]

H

M

Carbon steel, alloy steel (HRC<35)

Ferritic Stainless Steel,
Martensitic Stainless Steel

hardened steel

stainless steels| foundry iron

1,2,4,5 11 5,12 1,2,4 1,2,3,4
© mostsuitable O suitability
The workpiece material table can be found atP11
model number diameter of blade|  Thread Size | diameter of handle| overall length trough length  [Maximum depth of cut ~ shank length
outside cold internal cold d1(m7) M metric system d2(h6) 11 12 13 14
D2205-NHA-D1300 | D2205-CHA-D1300 13 14 124 77 60 45
D2205-NHA-D1350 | D2205-CHA-D1350 13.50 14 124 7 60 45
D2205-NHA-D1380 | D2205-CHA-D1380 13.80 14 124 77 60 45
D2205-NHA-D1400 | D2205-CHA-D1400 14 M16 14 124 7 60 45
D2205-NHA-D1425 | D2205-CHA-D1425 14.25 16 133 83 63 48
D2205-NHA-D1450 | D2205-CHA-D1450 14.50 M16X1.5 16 133 83 63 48
D2205-NHA-D1475 | D2205-CHA-D1475 14.75 16 133 83 63 48
D2205-NHA-D1480 | D2205-CHA-D1480 14.80 16 133 83 63 48
D2205-NHA-D1500 | D2205-CHA-D1500 15 16 133 83 63 48
D2205-NHA-D1510 | D2205-CHA-D1510 15.10 16 133 83 63 48
D2205-NHA-D1550 | D2205-CHA-D1550 15.50 16 133 83 63 48
D2205-NHA-D1580 | D2205-CHA-D1580 15.80 16 133 83 63 48
D2205-NHA-D1600 | D2205-CHA-D1600 16 16 133 83 63 48
D2205-NHA-D1650 | D2205-CHA-D1650 16.50 18 143 93 7 48
D2205-NHA-D1675 | D2205-CHA-D1675 16.75 18 143 93 71 48
D2205-NHA-D1680 | D2205-CHA-D1680 16.80 18 143 93 7 48
D2205-NHA-D1700 | D2205-CHA-D1700 17 18 143 93 71 48
D2205-NHA-D1750 | D2205-CHA-D1750 17.50 18 143 93 71 48
D2205-NHA-D1780 | D2205-CHA-D1780 17.80 18 143 93 71 48
D2205-NHA-D1800 | D2205-CHA-D1800 18 18 143 93 71 48
D2205-NHA-D1850 | D2205-CHA-D1850 18.50 20 153 101 77 50
D2205-NHA-D1900 | D2205-CHA-D1900 19 20 153 101 7 50
D2205-NHA-D1950 | D2205-CHA-D1950 19.50 20 153 101 77 50
D2205-NHA-D1980 | D2205-CHA-D1980 19.80 20 153 101 7 50
D2205-NHA-D2000 | D2205-CHA-D2000 20 20 153 101 7 50
Recommended cutting amounts are shown in P61
Size range D(m7) d(h6)
223 +0.002/+0.012 0.000/-0.006
>3-6 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+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
unit(mm)
023
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| Hole Cutting Tools

D2600Series-3D Internal Cooling Straight

Shank Twist Drill

New blade material and coating upgrades for greater toughness and wear resistance;

New groove design with excellent cutting space and discharge performance.;

Curved Edge, Flat Back Angle

Applicable materials: stainless steel, titanium alloy, high-temperature alloy, etc.

Carbon steel, allo f High temperature y
steeI(HRC<35)y hardened steel | stainless steels alloys tianum alloys | "™ ferrous metals
1,2,11 12 1,2,4 1,2,3,11,13 10,11
@) O ©
© most suitable O suitability

The workpiece material table can be found atP11

TIiAISIN

',b d1| 140°
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Hole Cutting Tools | JINOOIi&iG

D2600Series-3D Internal Cooling Straight

Shank Twist Drill

New blade material and coating upgrades for greater toughness and wear resistance;
New groove design with excellent cutting space and discharge performance.;

Curved Edge, Flat Back Angle

Applicable materials: stainless steel, titanium alloy, high-temperature alloy, etc.

P H

M

Carbon steel, alloy
steel(HRC<35)

hardened steel | stainless steels

High temperature
alloys, titanium alloys

non-ferrous metals

diameter of blade |  Thread Size  |diameter of handle| overall length trough length  |Maximum depth of cut|  shank length
UL d1(m7) M metric system d2(h6) i 12 13 14
D2603-CHA-D0300 3 4 62 20 14 36
D2603-CHA-D0325 3.25 4 62 20 14 36
D2603-CHA-D0330 3.3 M4 4 62 20 14 36
D2603-CHA-D0340 3.4 4 62 20 14 36
D2603-CHA-D0350 3.5 4 62 20 14 36
D2603-CHA-D0370 3.7 4 62 20 14 36
D2603-CHA-D0400 4 4 66 24 17 36
D2603-CHA-D0420 4.2 M5 6 66 24 17 36
D2603-CHA-D0430 4.3 6 66 24 17 36
D2603-CHA-D0450 4.5 6 66 24 17 36
D2603-CHA-D0465 4.65 6 66 24 17 36
D2603-CHA-D0480 4.8 6 66 28 20 36
D2603-CHA-D0500 5 M6 6 66 28 20 36
D2603-CHA-D0510 5.1 6 66 28 20 36
D2603-CHA-D0520 5.2 6 66 28 20 36
D2603-CHA-D0550 5.5 6 66 28 20 36
D2603-CHA-D0555 5.55 6 66 28 20 36
D2603-CHA-D0580 5.8 6 66 28 20 36
D2603-CHA-D0600 6 6 66 28 20 36
D2603-CHA-D0610 6.1 8 79 34 24 36
D2603-CHA-D0620 6.2 8 79 34 24 36
D2603-CHA-D0630 6.3 8 79 34 24 36
D2603-CHA-D0650 6.5 8 79 34 24 36
D2603-CHA-D0660 6.6 8 79 34 24 36
D2603-CHA-D0680 6.8 M8 8 79 34 24 36
D2603-CHA-D0690 6.9 8 79 34 24 36
D2603-CHA-D0700 7 M8X1 8 79 34 24 36
D2603-CHA-D0710 71 8 79 41 29 36
D2603-CHA-D0740 7.4 8 79 41 29 36
D2603-CHA-D0750 7.5 8 79 41 29 36
Recommended cutting amounts are shown in P64

Size range D(m?7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>3-6 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

%x% d1[1ﬂr A

D @ 63

1,2,11 12 1,24 1,2,3,11,13 10,11 2 ;
© mostsuitable O suitability
The workpiece material table can be found atP11
diameter of blade| ~ Thread Size  |diameter of handle| overall length trough length  Maximum depth of cuf ~ shank length
L T Tl d1(m7) | Mmetricsystem | d2(h6) I1 12 13 14
D2603-CHA-D0780 7.8 8 79 41 29 36
D2603-CHA-D0800 8 8 79 41 29 36
D2603-CHA-D0810 8.1 10 89 47 35 40
D2603-CHA-D0840 8.4 10 89 47 35) 40
D2603-CHA-D0850 8.5 M10 10 89 47 35 40
D2603-CHA-D0860 8.6 10 89 47 35 40
D2603-CHA-D0870 8.7 10 89 47 35 40
D2603-CHA-D0880 8.8 10 89 47 35 40
D2603-CHA-D0900 9 M10X1 10 89 47 35 40
D2603-CHA-D0930 9.3 10 89 47 35 40
D2603-CHA-D0950 9.5 10 89 47 35 40
D2603-CHA-D0960 9.6 10 89 47 35 40
D2603-CHA-D0980 9.8 10 89 47 35 40
D2603-CHA-D1000 10 10 89 47 35 40
D2603-CHA-D1025 10.25 M12 12 102 55 40 45
D2603-CHA-D1040 10.4 12 102 55 40 45
D2603-CHA-D1050 10.5 M12X1.5 12 102 55 40 45
D2603-CHA-D1060 10.6 12 102 55 40 45
D2603-CHA-D1080 10.8 12 102 55 40 45
D2603-CHA-D1100 11 12 102 55 40 45
D2603-CHA-D1120 1.2 12 102 55 40 45
D2603-CHA-D1150 11.5 12 102 55 40 45
D2603-CHA-D1180 11.8 12 102 55 40 45
D2603-CHA-D1200 12 M14 12 102 55 40 45
D2603-CHA-D1225 12.25 14 107 60 43 45
D2603-CHA-D1250 12.5 M14X1.5 14 107 60 43 45
D2603-CHA-D1270 12.7 14 107 60 43 45
D2603-CHA-D1275 12.75 14 107 60 43 45
D2603-CHA-D1280 12.8 14 107 60 43 45
D2603-CHA-D1300 13 14 107 60 43 45
Recommended cutting amounts are shown in P64
Size range D(m?7) d(h6)
223 +0.002/+0.012 0.000/-0.006
>36 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+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
unit ((mm)
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| Hole Cutting Tools

D2600Series-3D Internal Cooling Straight

Shank Twist Drill

New blade material and coating upgrades for greater toughness and wear resistance;
New groove design with excellent cutting space and discharge performance.;
Curved Edge, Flat Back Angle

Applicable materials: stainless steel, titanium alloy, high-temperature alloy, etc.

D @

',b d1 140°
S

I2 la
[ H M [N g
casil;gﬂ;t;étgg;’y hardened steel | stainless steels allly)?s},]ttlig\]'l?mtaﬁlrgys non-ferrous metals
1,2,11 12 1,2,4 1,2,3,11,13 10,11 : -
© most suitable O suitability
The workpiece material table can be found atP11
diameter of blade| ~ Thread Size  |diameter of handle| overall length trough length  |Maximum depth of cut  shank length
model number d1(m7) M d2(h6) 11 12 13 14
D2603-CHA-D1310 131 14 107 60 43 45
D2603-CHA-D1350 13.5 14 107 60 43 45
D2603-CHA-D1380 13.8 14 107 60 43 45
D2603-CHA-D1400 14 M16 14 107 60 43 45
D2603-CHA-D1425 14.25 16 115 65 45 48
D2603-CHA-D1450 14.5 M16x1.5 16 115 65 45 48
D2603-CHA-D1475 14.75 16 115 65 45 48
D2603-CHA-D1480 14.8 16 115 65 45 48
D2603-CHA-D1500 15 16 115 65 45 48
D2603-CHA-D1510 15.1 16 115 65 45 48
D2603-CHA-D 1550 15.5 16 115 65 45 48
D2603-CHA-D1580 15.8 16 115 65 45 48
D2603-CHA-D1600 16 16 115 65 45 48
D2603-CHA-D1650 16.5 18 123 73 51 48
D2603-CHA-D1675 16.75 18 123 73 51 48
D2603-CHA-D1680 16.8 18 123 73 51 48
D2603-CHA-D1700 17 18 123 73 51 48
D2603-CHA-D1750 17.5 18 123 73 51 48
D2603-CHA-D1780 17.8 18 123 73 51 48
D2603-CHA-D1800 18 18 123 73 51 48
D2603-CHA-D1850 18.5 20 131 79 55 50
D2603-CHA-D1880 18.8 20 131 79 55 50
D2603-CHA-D1900 19 20 131 79 55 50
D2603-CHA-D1950 19.5 20 131 79 55 50
D2603-CHA-D1980 19.8 20 131 79 55 50
D2603-CHA-D2000 20 20 131 79 55 50
Recommended cutting amounts are shown in P64
Size range D(m?7) d(he)
223 +0.002/+0.012 0.000/-0.006
>3-6 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+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
unit ((mm)

Hole Cutting Tools | JINOOIi&iG

D2600Series-5D Internal Cooling Straight
Shank Twist Drill

New blade material and coating upgrades for greater toughness and wear resistance;

New groove design with excellent cutting space and discharge performance.;

Curved Edge, Flat Back Angle

Applicable materials: stainless steel, titanium alloy, high-temperature alloy, etc.

D @

vb d1| 140°
S

E H M I
ca;@gﬂﬁﬁg;ggfy hardened steel | stainless steels allt‘JI}?s'?t‘lm?::taliI'gys non-ferrous metals
1,2,11 12 1,2,4 1,2,3,11,13 10,11 o —
© most suitable O suitability
The workpiece material table can be found atP11
diameter of blade|  Thread Size  |diameter of handle| overall length trough length  Maximum depth of cuf ~ shank length
ORI T d1(m7) MEN d2(h6) I1 12 13 14
D2605-CHA-D0300 3 4 66 28 23 36
D2605-CHA-D0325 3.25 4 66 28 23 36
D2605-CHA-D0330 3.3 M4 4 66 28 23 36
D2605-CHA-D0340 3.4 4 66 28 23 36
D2605-CHA-D0350 3.5 4 66 28 23 36
D2605-CHA-D0370 3.7 4 66 28 23 36
D2605-CHA-D0400 4 4 74 36 29 36
D2605-CHA-D0420 4.2 M5 6 74 36 29 36
D2605-CHA-D0430 4.3 6 74 36 29 36
D2605-CHA-D0450 4.5 6 74 36 29 36
D2605-CHA-D0465 4.65 6 74 36 29 36
D2605-CHA-D0480 4.8 6 82 44 35 36
D2605-CHA-D0500 5 M6 6 82 44 35 36
D2605-CHA-D0510 5.1 6 82 44 35 36
D2605-CHA-D0520 52 6 82 44 35 36
D2605-CHA-D0550 55 6 82 44 35 36
D2605-CHA-D0555 5.55 6 82 44 35 36
D2605-CHA-D0580 5.8 6 82 44 35 36
D2605-CHA-D0600 6 6 82 44 35 36
D2605-CHA-D0610 6.1 8 91 58} 43 36
D2605-CHA-D0620 6.2 8 91 53 43 36
D2605-CHA-D0630 6.3 8 91 53! 43 36
D2605-CHA-D0650 6.5 8 91 53 43 36
D2605-CHA-D0660 6.6 8 91 53 43 36
D2605-CHA-D0680 6.8 M8 8 91 53 43 36
D2605-CHA-D0690 6.9 8 91 53 43 36
D2605-CHA-D0700 7 M8X1 8 91 53 43 36
D2605-CHA-D0710 71 8 91 53 43 36
D2605-CHA-D0740 7.4 8 91 53 43 36
D2605-CHA-D0750 7.5 8 91 53 43 36
Recommended cutting amounts are shown in P64
Size range D(m?7) d(h6)
223 +0.002/+0.012 0.000/-0.006
>36 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+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
unit ((mm)

027
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| Hole Cutting Tools

D2600Series-5D Internal Cooling Straight

Shank Twist Drill

New blade material and coating upgrades for greater toughness and wear resistance;

New groove design with excellent cutting space and discharge performance.;

Curved Edge, Flat Back Angle

Applicable materials: stainless steel, titanium alloy, high-temperature alloy, etc.

D @ 3

vb d1| 140°
S

Hole Cutting Tools | JINOOIi&iG

D2600Series-5D Internal Cooling Straight IAIS
Shank Twist Drill g Stralg B

New blade material and coating upgrades for greater toughness and wear resistance;;
New groove design with excellent cutting space and discharge performance.;

Curved Edge, Flat Back Angle %‘% d1[ 140 (

Applicable materials: stainless steel, titanium alloy, high-temperature alloy, etc.

E H M I
Cz’g‘;ﬂﬁ?ggg;’y hardened steel | stainless steels allﬂiygsljttim’i)::talillgys non-ferrous metals
1,2,11 12 1,2,4 1,2,3,11,13 10,11 o —
© most suitable O suitability
The workpiece material table can be found atP11
diameter of blade|  Thread Size | diameter of handlel ~overall length trough length  [Maximum depth of cuf ~ shank length

model number d1(m7) M%) d2(h6) X 12 13 14
D2605-CHA-D1300 13 14 124 77 60 45
D2605-CHA-D1350 13.5 14 124 7 60 45
D2605-CHA-D1380 13.8 14 124 77 60 45
D2605-CHA-D1400 14 M16 14 124 7 60 45
D2605-CHA-D1425 14.25 16 133 83 63 48
D2605-CHA-D1450 14.5 M16X1.5 16 133 83 63 48
D2605-CHA-D1475 14.75 16 133 83 63 48
D2605-CHA-D1480 14.8 16 133 83 63 48
D2605-CHA-D1500 15 16 133 83 63 48
D2605-CHA-D1510 15.1 16 133 83 63 48
D2605-CHA-D1550 15.5 16 133 83 63 48
D2605-CHA-D1580 15.8 16 133 83 63 48
D2605-CHA-D1600 16 16 133 83 63 48
D2605-CHA-D1650 16.5 18 143 93 71 48
D2605-CHA-D1675 16.75 18 143 93 71 48
D2605-CHA-D1680 16.8 18 143 93 71 48
D2605-CHA-D1700 17 18 143 93 71 48
D2605-CHA-D1750 17.5 18 143 93 71 48
D2605-CHA-D1780 17.8 18 143 93 71 48
D2605-CHA-D1800 18 18 143 93 71 48
D2605-CHA-D1850 18.5 20 153 101 77 50
D2605-CHA-D1900 19 20 153 101 77 50
D2605-CHA-D1950 19.5 20 153 101 77 50
D2605-CHA-D1980 19.8 20 153 101 77 50
D2605-CHA-D2000 20 20 153 101 77 50

E H M m 1
casil;gﬂ;t;étgg;’y hardened steel | stainless steels allly)?s},]ttlig\]'l?mtaﬁlrgys non-ferrous metals
1,2,11 12 1,2,4 1,2,3,11,13 10,11 o —
© most suitable O suitability
The workpiece material table can be found atP11
diameter of blade|  Thread Size  |diameter of handle| overall length trough length  [Maximum depth of cut|  shank length
noct Nnpel d1(m7) M2 d2(h6) N 12 13 14
D2605-CHA-D0780 7.8 8 91 53 43 36
D2605-CHA-D0800 8 8 91 53 43 36
D2605-CHA-D0810 8.1 10 103 61 49 40
D2605-CHA-D0840 8.4 10 103 61 49 40
D2605-CHA-D0850 8.5 M10 10 103 61 49 40
D2605-CHA-D0860 8.6 10 103 61 49 40
D2605-CHA-D0870 8.7 10 103 61 49 40
D2605-CHA-D0880 8.8 10 103 61 49 40
D2605-CHA-D0900 9 M10X1 10 103 61 49 40
D2605-CHA-D0930 9.3 10 103 61 49 40
D2605-CHA-D0950 9.5 10 103 61 49 40
D2605-CHA-D0960 9.6 10 103 61 49 40
D2605-CHA-D0980 9.8 10 103 61 49 40
D2605-CHA-D1000 10 10 103 61 49 40
D2605-CHA-D1025 10.25 M12 12 118 7 56 45
D2605-CHA-D1040 10.4 12 118 71 56 45
D2605-CHA-D1050 10.5 M12X1.5 12 118 71 56 45
D2605-CHA-D1060 10.6 12 118 71 56 45
D2605-CHA-D1080 10.8 12 118 4l 56 45
D2605-CHA-D1100 11 12 118 71 56 45
D2605-CHA-D1120 11.2 12 118 71 56 45
D2605-CHA-D1150 11.5 12 118 7 56 45
D2605-CHA-D1180 11.8 12 118 71 56 45
D2605-CHA-D1200 12 M14 12 118 71 56 45
D2605-CHA-D1220 12.2 14 124 77 60 45
D2605-CHA-D1225 12.25 14 124 7 60 45
D2605-CHA-D1250 12.5 M14X1.5 14 124 77 60 45
D2605-CHA-D1270 12.7 14 124 7 60 45
D2605-CHA-D1275 12.75 14 124 77 60 45
D2605-CHA-D1280 12.8 14 124 77 60 45
Recommended cutting amounts are shown in P64
Size range D(m7) d(he)
223 +0.002/+0.012 0.000/-0.006
>3-6 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+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
unit(mm)

Recommended cutting amounts are shown in P64

Size range D(m7) d(h6)
22-3 +0.002/+0.012 0.000/-0.006
>3-6 +0.004/+0.016 0.000/-0.008
>6-10 +0.006/+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
unit (mm)
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| Hole Cutting Tools

D2300Series-3D Straight Shank Twist

Drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Ferrtic Stainless Steel, i
Carbon steel, alloy steel(RC<3s) | teMCtaness tee, hardened steel | foundry iron
4,5,6 11 5 1,2,3,4
o
© most suitable O suitability

The workpiece material table can be found atP11

model number diameter of blade Thread Size  |diameter of handle| overall length trough length  [Maximum depth of cut| ~ shank length
outside cold internal cold d1(m7) M d2(hé) 1 12 13 14
D2303-NHA-D0300 | D2303-CHA-D0300 3.00 6.00 62 20 14 36
D2303-NHA-D0325 | D2303-CHA-D0325 3.25 6.00 62 20 14 36
D2303-NHA-D0330 | D2303-CHA-D0330 3.30 M4 6.00 62 20 14 36
D2303-NHA-D0340 | D2303-CHA-D0340 3.40 6.00 62 20 14 36
D2303-NHA-D0350 | D2303-CHA-D0350 3.50 6.00 62 20 14 36
D2303-NHA-D0370 | D2303-CHA-D0370 3.70 6.00 62 20 14 36
D2303-NHA-D0400 | D2303-CHA-D 0400 4.00 6.00 66 24 17 36
D2303-NHA-D0420 | D2303-CHA-D0420 4.20 M5 6.00 66 24 17 36
D2303-NHA-D0430 | D2303-CHA-D 0430 4.30 6.00 66 24 17 36
D2303-NHA-D0450 | D2303-CHA-D0450 4.50 6.00 66 24 17 36
D2303-NHA-D0465 | D2303-CHA-D 0465 4.65 6.00 66 24 17 36
D2303-NHA-D0480 | D2303-CHA-D0480 4.80 6.00 66 28 20 36
D2303-NHA-D0500 | D2303-CHA-D0500 5.00 M6 6.00 66 28 20 36
D2303-NHA-D0510 | D2303-CHA-D0510 5.10 6.00 66 28 20 36
D2303-NHA-D0520 | D2303-CHA-D0520 5.20 6.00 66 28 20 36
D2303-NHA-D 0550 | D2303-CHA-D 0550 5.50 6.00 66 28 20 36
D2303-NHA-D0555 | D2303-CHA-D0555 5.55 6.00 66 28 20 36
D2303-NHA-D0580 | D2303-CHA-D0580 5.80 6.00 66 28 20 36
D2303-NHA-D0600 | D2303-CHA-D0600 6.00 6.00 66 28 20 36
D2303-NHA-D0610 | D2303-CHA-D0610 6.10 8.00 79 34 24 36
D2303-NHA-D0620 | D2303-CHA-D 0620 6.20 8.00 79 34 24 36
D2303-NHA-D0630 | D2303-CHA-D0630 6.30 8.00 79 34 24 36
D2303-NHA-D0650 | D2303-CHA-D 0650 6.50 8.00 79 34 24 36
D2303-NHA-D0660 | D2303-CHA-D0660 6.60 8.00 79 34 24 36
D2303-NHA-D0680 | D2303-CHA-D0680 6.80 M8 8.00 79 34 24 36
D2303-NHA-D0690 | D2303-CHA-D0690 6.90 8.00 79 34 24 36
D2303-NHA-D0700 | D2303-CHA-D0700 7.00 M8X1 8.00 79 34 24 36
D2303-NHA-D0710 | D2303-CHA-D0710 7.10 8.00 79 41 29 36
D2303-NHA-D0740 | D2303-CHA-D0740 7.40 8.00 79 41 29 36
D2303-NHA-D0750 | D2303-CHA-D0750 7.50 8.00 79 41 29 36
Recommended cutting amounts are shown in P62

Size range D(m?7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>3-6 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

Hole Cutting Tools | JINOOIi&iG

D2300Series-3D Straight Shank Twist

Drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Ferrtic Stainless Steel, i
Carbon steel, alloy steel(HRC<3s) | teMCtaness tee, hardened steel | foundry iron

4,5,6 11 5 1,2,3,4
O mostsuitable O suitability

The workpiece material table can be found atP11

@ 8 06
nano

model number diameter of blade Thread Size  |diameter of handle| overall length trough length  [Maximum depth of cuf ~ shank length
outside cold internal cold d1(m7) M2 d2(h6) 5] 12 13 14
D2303-NHA-D0780 | D2303-CHA-D0780 7.80 8.00 79 4 29 36
D2303-NHA-D0800 | D2303-CHA-D0800 8.00 8.00 79 41 29 36
D2303-NHA-D0810 | D2303-CHA-D0810 8.10 10.00 89 47 35 40
D2303-NHA-D0840 | D2303-CHA-D0840 8.40 10.00 89 47 35 40
D2303-NHA-D0850 | D2303-CHA-D0850 8.50 M10 10.00 89 47 35 40
D2303-NHA-D0860 | D2303-CHA-D0860 8.60 10.00 89 47 35 40
D2303-NHA-D0870 | D2303-CHA-D0870 8.70 10.00 89 47 35 40
D2303-NHA-D0880 | D2303-CHA-D0880 8.80 10.00 89 47 35 40
D2303-NHA-D0900 | D2303-CHA-D0900 9.00 M10X1 10.00 89 47 35 40
D2303-NHA-D0930 | D2303-CHA-D0930 9.30 10.00 89 47 35 40
D2303-NHA-D0950 | D2303-CHA-D0950 9.50 10.00 89 47 35 40
D2303-NHA-D0960 | D2303-CHA-D0960 9.60 10.00 89 47 35 40
D2303-NHA-D0980 | D2303-CHA-D0980 9.80 10.00 89 47 35 40
D2303-NHA-D1000 | D2303-CHA-D1000 10.00 10.00 89 47 35) 40
D2303-NHA-D1025 | D2303-CHA-D1025 10.25 M12 12.00 102 55 40 45
D2303-NHA-D1040 | D2303-CHA-D1040 10.40 12.00 102 55 40 45
D2303-NHA-D1050 | D2303-CHA-D1050 10.50 M12X1.5 12.00 102 55 40 45
D2303-NHA-D1060 | D2303-CHA-D1060 10.60 12.00 102 55 40 45
D2303-NHA-D1080 | D2303-CHA-D1080 10.80 12.00 102 55 40 45
D2303-NHA-D1100 | D2303-CHA-D1100 11.00 12.00 102 55 40 45
D2303-NHA-D1120 | D2303-CHA-D1120 11.20 12.00 102 55 40 45
D2303-NHA-D1150 | D2303-CHA-D1150 11.50 12.00 102 55 40 45
D2303-NHA-D1180 | D2303-CHA-D1180 11.80 12.00 102 55 40 45
D2303-NHA-D1200 | D2303-CHA-D1200 12.00 M14 12.00 102 55 40 45
D2303-NHA-D1225 | D2303-CHA-D1225 12.25 14.00 107 60 43 45
D2303-NHA-D1250 | D2303-CHA-D1250 12.50 M14X1.5 14.00 107 60 43 45
D2303-NHA-D1270 | D2303-CHA-D1270 12.70 14.00 107 60 43 45
D2303-NHA-D1275 | D2303-CHA-D1275 12.75 14.00 107 60 43 45
D2303-NHA-D1280 | D2303-CHA-D1280 12.80 14.00 107 60 43 45
D2303-NHA-D1300 | D2303-CHA-D1300 13.00 14.00 107 60 43 45
Recommended cutting amounts are shown in P62

Size range D(m?7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>36 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

031



JINOO}

=t

alG

| Hole Cutting Tools

D2300Series-3D Straight Shank Twist

Drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Ferrtic Stainless Steel, i
Carbon steel, alloy steel(RC<3s) | teMCtaness tee, hardened steel | foundry iron

4,5,6 11 5 1,2,3,4
© most suitable O suitability

The workpiece material table can be found atP11

model number diameter of blade Thread Size  |diameter of handle| overall length trough length  [Maximum depth of cut| ~ shank length
outside cold internal cold d1(m7) M2 d2(h6) 11 12 13 14
D2303-NHA-D1310 | D2303-CHA-D1310 13.10 14.00 107 60 43 45
D2303-NHA-D1350 | D2303-CHA-D1350 13.50 14.00 107 60 43 45
D2303-NHA-D1380 | D2303-CHA-D1380 13.80 14.00 107 60 43 45
D2303-NHA-D1400 | D2303-CHA-D1400 14.00 M16 14.00 107 60 43 45
D2303-NHA-D1425 | D2303-CHA-D1425 14.25 16.00 115 65 45 48
D2303-NHA-D1450 | D2303-CHA-D1450 14.50 M16X1.5 16.00 115 65 45 48
D2303-NHA-D1475 | D2303-CHA-D1475 14.75 16.00 115 65 45 48
D2303-NHA-D1480 | D2303-CHA-D1480 14.80 16.00 115 65 45 48
D2303-NHA-D1500 | D2303-CHA-D1500 15.00 16.00 115 65 45 48
D2303-NHA-D1510 | D2303-CHA-D1510 15.10 16.00 115 65 45 48
D2303-NHA-D1550 | D2303-CHA-D1550 15.50 16.00 115 65 45 48
D2303-NHA-D1580 | D2303-CHA-D1580 15.80 16.00 115 65 45 48
D2303-NHA-D1600 | D2303-CHA-D1600 16.00 16.00 115 65 45 48
D2303-NHA-D1650 | D2303-CHA-D1650 16.50 18.00 123 73 51 48
D2303-NHA-D1675 | D2303-CHA-D1675 16.75 18.00 123 73 51 48
D2303-NHA-D1680 | D2303-CHA-D1680 16.80 18.00 123 73 &1 48
D2303-NHA-D1700 | D2303-CHA-D1700 17.00 18.00 123 73 51 48
D2303-NHA-D1750 | D2303-CHA-D1750 17.50 18.00 123 73] 51 48
D2303-NHA-D1780 | D2303-CHA-D1780 17.80 18.00 123 73 51 48
D2303-NHA-D1800 | D2303-CHA-D1800 18.00 18.00 123 73 51 48
D2303-NHA-D1850 | D2303-CHA-D1850 18.50 20.00 131 79 55 50
D2303-NHA-D1880 | D2303-CHA-D1880 18.80 20.00 131 79 55 50
D2303-NHA-D1900 | D2303-CHA-D1900 19.00 20.00 131 79 55 50
D2303-NHA-D1950 | D2303-CHA-D1950 19.50 20.00 131 79 55 50
D2303-NHA-D1980 | D2303-CHA-D1980 19.80 20.00 131 79 55 50
D2303-NHA-D2000 | D2303-CHA-D2000 20.00 20.00 131 79 55 50
Recommended cutting amounts are shown in P62

Size range D(m7) d(he)

223 +0.002/+0.012 0.000/-0.006

>3-6 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

Hole Cutting Tools | JINOOI
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D2300Series-5D Straight Shank Twist

Drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Carbon steel, alloy steel(HRC<35) | FertcStinlessSteel | hardened steel | foundry iron
Martensitic Stainless Steel
4,5,6 11 5 1,2,3,4
O O O O
© mostsuitable O suitability

The workpiece material table can be found atP11

i B 0 3
nano

td2

model number diameter of blade Thread Size  |diameter of handle| overall length trough length  [Maximum depth of cuf ~ shank length
outside cold internal cold d1(m7) M2 d2(h6) " 12 13 14
D2305-NHA-D 0300 | D2305-CHA-D 0300 3.00 6.00 66 28 23 36
D2305-NHA-D0325 | D2305-CHA-D0325 3.25 6.00 66 28 23 36
D2305-NHA-D 0330 | D2305-CHA-D 0330 3.30 M4 6.00 66 28 23 36
D2305-NHA-D 0340 | D2305-CHA-D 0340 3.40 6.00 66 28 23 36
D2305-NHA-D 0350 | D2305-CHA-D 0350 3.50 6.00 66 28 23 36
D2305-NHA-D0370 | D2305-CHA-D0370 3.70 6.00 66 28 23 36
D2305-NHA-D 0400 | D2305-CHA-D 0400 4.00 6.00 74 36 29 36
D2305-NHA-D 0420 | D2305-CHA-D 0420 4.20 M5 6.00 74 36 29 36
D2305-NHA-D 0430 | D2305-CHA-D 0430 4.30 6.00 74 36 29 36
D2305-NHA-D 0450 | D2305-CHA-D 0450 4.50 6.00 74 36 29 36
D2305-NHA-D 0465 | D2305-CHA-D 0465 4.65 6.00 74 36 29 36
D2305-NHA-D 0480 | D2305-CHA-D 0480 4.80 6.00 82 44 35 36
D2305-NHA-D0500 | D2305-CHA-D 0500 5.00 M6 6.00 82 44 35 36
D2305-NHA-D0510 | D2305-CHA-D0510 5.10 6.00 82 44 35) 36
D2305-NHA-D 0520 | D2305-CHA-D 0520 5.20 6.00 82 44 35 36
D2305-NHA-D 0550 | D2305-CHA-D 0550 5.50 6.00 82 44 35 36
D2305-NHA-D 0555 | D2305-CHA-D 0555 5.55 6.00 82 44 35 36
D2305-NHA-D0580 | D2305-CHA-D 0580 5.80 6.00 82 44 35 36
D2305-NHA-D 0600 | D2305-CHA-D 0600 6.00 6.00 82 44 35 36
D2305-NHA-D0610 | D2305-CHA-D 0610 6.10 8.00 91 53 43 36
D2305-NHA-D 0620 | D2305-CHA-D 0620 6.20 8.00 91 53 43 36
D2305-NHA-D 0630 | D2305-CHA-D 0630 6.30 8.00 91 53 43 36
D2305-NHA-D 0650 | D2305-CHA-D 0650 6.50 8.00 91 53 43 36
D2305-NHA-D 0660 | D2305-CHA-D 0660 6.60 8.00 91 53 43 36
D2305-NHA-D 0680 | D2305-CHA-D 0680 6.80 M8 8.00 91 53 43 36
D2305-NHA-D 0690 | D2305-CHA-D 0690 6.90 8.00 91 53 43 36
D2305-NHA-D0700 | D2305-CHA-D 0700 7.00 M8X1 8.00 91 53 43 36
D2305-NHA-D0710 | D2305-CHA-D0710 7.10 8.00 91 53 43 36
D2305-NHA-D 0740 | D2305-CHA-D 0740 7.40 8.00 91 53 43 36
D2305-NHA-D0750 | D2305-CHA-D 0750 7.50 8.00 91 58} 43 36
Recommended cutting amounts are shown in P62

Size range D(m7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>36 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

033
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| Hole Cutting Tools

D2300Series-5D Straight Shank Twist

Drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Ferrtic Stainless Steel, i
Carbon steel, alloy steel(RC<3s) | teMCtaness tee, hardened steel | foundry iron

4,5,6 11 5 1,2,3,4
© most suitable O suitability

The workpiece material table can be found atP11

model number diameter of blade Thread Size  |diameter of handle| overall length trough length  Maximum depth of cut| shank length
outside cold internal cold d1(m7) M2 d2(h6) 1" 12 13 14
D2305-NHA-D0780 | D2305-CHA-D0780 7.80 8.00 91 53 43 36
D2305-NHA-D0800 | D2305-CHA-D0800 8.00 8.00 91 53] 43 36
D2305-NHA-D0810 | D2305-CHA-D0810 8.10 10.00 103 61 49 40
D2305-NHA-D0840 | D2305-CHA-D0840 8.40 10.00 103 61 49 40
D2305-NHA-D0850 | D2305-CHA-D0850 8.50 M10 10.00 103 61 49 40
D2305-NHA-D0860 | D2305-CHA-D0860 8.60 10.00 103 61 49 40
D2305-NHA-D0870 | D2305-CHA-D0870 8.70 10.00 103 61 49 40
D2305-NHA-D0880 | D2305-CHA-D0880 8.80 10.00 103 61 49 40
D2305-NHA-D0900 | D2305-CHA-D0900 9.00 M10X1 10.00 103 61 49 40
D2305-NHA-D0930 | D2305-CHA-D0930 9.30 10.00 103 61 49 40
D2305-NHA-D(0950 | D2305-CHA-D0950 9.50 10.00 103 61 49 40
D2305-NHA-D0960 | D2305-CHA-D0960 9.60 10.00 103 61 49 40
D2305-NHA-D0980 | D2305-CHA-D0980 9.80 10.00 103 61 49 40
D2305-NHA-D 1000 | D2305-CHA-D 1000 10.00 10.00 103 61 49 40
D2305-NHA-D1025 | D2305-CHA-D 1025 10.25 M12 12.00 118 71 56 45
D2305-NHA-D 1040 | D2305-CHA-D 1040 10.40 12.00 118 71 56 45
D2305-NHA-D1050 | D2305-CHA-D 1050 10.50 M12X1.5 12.00 118 71 56 45
D2305-NHA-D1060 | D2305-CHA-D 1060 10.60 12.00 118 71 56 45
D2305-NHA-D1080 | D2305-CHA-D 1080 10.80 12.00 118 71 56 45
D2305-NHA-D1100 | D2305-CHA-D 1100 11.00 12.00 118 71 56 45
D2305-NHA-D1120 | D2305-CHA-D 1120 11.20 12.00 118 71 56 45
D2305-NHA-D1150 | D2305-CHA-D 1150 11.50 12.00 118 71 56 45
D2305-NHA-D1180 | D2305-CHA-D 1180 11.80 12.00 118 71 56 45
D2305-NHA-D1200 | D2305-CHA-D 1200 12.00 M14 12.00 118 71 56 45
D2305-NHA-D1220 | D2305-CHA-D 1220 12.20 14.00 124 77 60 45
D2305-NHA-D1225 | D2305-CHA-D 1225 12.25 14.00 124 7 60 45
D2305-NHA-D1250 | D2305-CHA-D 1250 12.50 M14X1.5 14.00 124 77 60 45
D2305-NHA-D 1270 | D2305-CHA-D 1270 12.70 14.00 124 77 60 45
D2305-NHA-D1275 | D2305-CHA-D 1275 12.75 14.00 124 77 60 45
D2305-NHA-D 1280 | D2305-CHA-D 1280 12.80 14.00 124 7 60 45
Recommended cutting amounts are shown in P62

Size range D(m?7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>3-6 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

Hole Cutting Tools | JINOOIi&iG

D2300Series-5D Straight Shank Twist

Drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Carbon steel, alloy steel(HRC<35) | FertcStinlessSteel | |hardened steel || foundry iron
Martensitic Stainless Steel
4,5,6 11 5 1,2,3,4
O O O O
© mostsuitable O suitability

The workpiece material table can be found atP11

i B 0 3
nano

model number diameter of blade|  Thread Size  |diameter of handle| overall length trough length  Maximum depth of cuf ~ shank length
outside cold internal cold d1(m7) M2 d2(h6) 1" 12 13 14
D2305-NHA-D1300 | D2305-CHA-D1300 13.00 14.00 124 77 60 45
D2305-NHA-D1350 | D2305-CHA-D1350 13.50 14.00 124 7 60 45
D2305-NHA-D1380 | D2305-CHA-D1380 13.80 14.00 124 77 60 45
D2305-NHA-D1400 | D2305-CHA-D1400 14.00 M16 14.00 124 7 60 45
D2305-NHA-D1425 | D2305-CHA-D1425 14.25 16.00 133 83 63 48
D2305-NHA-D1450 | D2305-CHA-D1450 14.50 M16X1.5 16.00 133 83 63 48
D2305-NHA-D1475 | D2305-CHA-D1475 14.75 16.00 133 83 63 48
D2305-NHA-D1480 | D2305-CHA-D1480 14.80 16.00 133 83 63 48
D2305-NHA-D1500 | D2305-CHA-D1500 15.00 16.00 133 83 63 48
D2305-NHA-D1510 | D2305-CHA-D1510 15.10 16.00 133 83 63 48
D2305-NHA-D1550 | D2305-CHA-D1550 15.50 16.00 133 83 63 48
D2305-NHA-D1580 | D2305-CHA-D1580 15.80 16.00 133 83 63 48
D2305-NHA-D1600 | D2305-CHA-D1600 16.00 16.00 133 83 63 48
D2305-NHA-D1650 | D2305-CHA-D1650 16.50 18.00 143 93 7 48
D2305-NHA-D1675 | D2305-CHA-D1675 16.75 18.00 143 93 71 48
D2305-NHA-D1680 | D2305-CHA-D1680 16.80 18.00 143 93 7 48
D2305-NHA-D1700 | D2305-CHA-D1700 17.00 18.00 143 93 71 48
D2305-NHA-D1750 | D2305-CHA-D1750 17.50 18.00 143 93 71 48
D2305-NHA-D1780 | D2305-CHA-D1780 17.80 18.00 143 93 71 48
D2305-NHA-D1800 | D2305-CHA-D1800 18.00 18.00 143 93 4l 48
D2305-NHA-D1850 | D2305-CHA-D1850 18.50 20.00 153 101 77 50
D2305-NHA-D1900 | D2305-CHA-D1900 19.00 20.00 153 101 7 50
D2305-NHA-D1950 | D2305-CHA-D1950 19.50 20.00 153 101 7 50
D2305-NHA-D1980 | D2305-CHA-D1980 19.80 20.00 153 101 77 50
D2305-NHA-D2000 | D2305-CHA-D2000 20.00 20.00 153 101 7 50
Recommended cutting amounts are shown in P62

Size range D(m?7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>36 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

035
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| Hole Cutting Tools

D2300Series-8D internal cold twist drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Ferritc Stainless Steel, i
Carbon steel, alloy steel(RC<3s) | teMCtaness tee, hardened steel | foundry iron
4,56 11 5 1,2,3,4
© @) le)

© most suitable

The workpiece material table can be found atP11

O suitability

Hole Cutting Tools | JINOOIi&iG

D2300Series-8D internal cold twist drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Carbon steel,alloy steel(HRC<35) | FerticStanlessStesl | hardened steel | foundry iron
Martensitic Stainless Steel
4,5,6 11 5 1,2,3,4
@ @) © (@)
© most suitable O suitability

The workpiece material table can be found atP11

m @ 0
nano

model number diameter of blade |  Diameter of handle overall length trough length shank length
d1(m7) d2(hé) 11 12 14
D2308-CHA-D 03000 3 6 72 34 36
D2308-CHA-D 03100 3.1 6 72 34 36
D2308-CHA-D 03200 3.2 6 72 34 36
D2308-CHA-D 03300 3.3 6 72 34 36
D2308-CHA-D 03400 34 6 72 34 36
D2308-CHA-D 03500 315 6 72 34 36
D2308-CHA-D 03600 3.6 6 72 34 36
D2308-CHA-D 03700 3.7 6 72 34 36
D2308-CHA-D 03800 3.8 6 81 43 36
D2308-CHA-D 03900 3.9 6 81 43 36
D2308-CHA-D 04000 4 6 81 43 36
D2308-CHA-D 04100 4.1 6 81 43 36
D2308-CHA-D 04200 4.2 6 81 43 36
D2308-CHA-D 04300 43 6 81 43 36
D2308-CHA-D 04400 4.4 6 81 43 36
D2308-CHA-D 04500 4.5 6 81 43 36
D2308-CHA-D 04600 4.6 6 81 43 36
D2308-CHA-D 04700 4.7 6 81 43 36
D2308-CHA-D 04800 4.8 6 95 57 36
D2308-CHA-D 04900 4.9 6 95 57 36
D2308-CHA-D 05000 5 6 95 57 36
D2308-CHA-D 05100 E:1 6 95 57 36
D2308-CHA-D 05200 5.2 6 95 57 36
D2308-CHA-D 05300 5.3 6 95 57 36
D2308-CHA-D 05400 54 6 95 57 36
D2308-CHA-D 05500 5.5 6 95 57 36
D2308-CHA-D 05600 5.6 6 95 57 36
D2308-CHA-D 05700 5.7 6 95 57 36
D2308-CHA-D 05800 5.8 6 95 57 36
D2308-CHA-D 05900 5.9 6 95 57 36

Recommended cutting amounts are shown in P62
Size range D(m7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>3-6 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

modeinumben diameter of blade|  Diameter of handle overall length trough length shank length
d1(m7) d2(h6) 1 12 14
D2308-CHA-D 06000 6 6 95 57 36
D2308-CHA-D 06100 6.1 8 114 76 36
D2308-CHA-D 06200 6.2 8 114 76 36
D2308-CHA-D 06300 6.2 8 114 76 36
D2308-CHA-D 06400 6.4 8 114 76 36
D2308-CHA-D 06500 6.5 8 114 76 36
D2308-CHA-D 06600 6.6 8 114 76 36
D2308-CHA-D 06700 6.7 8 114 76 36
D2308-CHA-D 06800 6.8 8 114 76 36
D2308-CHA-D 06900 6.9 8 114 76 36
D2308-CHA-D 07000 7 8 114 76 36
D2308-CHA-D 07100 71 8 114 76 36
D2308-CHA-D 07200 7.2 8 114 76 36
D2308-CHA-D 07300 7.3 8 114 76 36
D2308-CHA-D 07400 7.4 8 114 76 36
D2308-CHA-D 07500 75 8 114 76 36
D2308-CHA-D 07600 7.6 8 114 76 36
D2308-CHA-D 07700 7.7 8 114 76 36
D2308-CHA-D 07800 7.8 8 114 76 36
D2308-CHA-D 07900 7.9 8 114 76 36
D2308-CHA-D 08000 8 8 114 76 36
D2308-CHA-D 08100 8.1 10 142 95 40
D2308-CHA-D 08200 8.2 10 142 95 40
D2308-CHA-D 08300 8.3 10 142 95 40
D2308-CHA-D 08400 8.4 10 142 95 40
D2308-CHA-D 08500 8.5 10 142 95 40
D2308-CHA-D 08600 8.6 10 142 95 40
D2308-CHA-D 08700 8.7 10 142 95 40
D2308-CHA-D 08800 8.8 10 142 95 40
D2308-CHA-D 08900 8.9 10 142 95 40

Recommended cutting amounts are shown in P62
Size range D(m?7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>3-6 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

037



JINOOiEiE

| Hole Cutting Tools

D2300Series-8D internal cold twist drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Ferrtic Stainless Steel, i
Carbon steel, alloy steel(RC<3s) | teMCtaness tee, hardened steel | foundry iron

4,5,6 11 5 1,2,3,4
© most suitable O suitability

The workpiece material table can be found atP11

=Jolla
nano

diameter of blade | Diameterof handle | overall length trough length shank length
20 T d1(m7) d2(h6) I 2 14
D2308-CHA-D 09000 9 10 142 95 40
D2308-CHA-D 09100 9.1 10 142 95 40
D2308-CHA-D 09200 9.2 10 142 95 40
D2308-CHA-D 09300 9.3 10 142 95 40
D2308-CHA-D 09400 9.4 10 142 95 40
D2308-CHA-D 09500 9.5 10 142 95 40
D2308-CHA-D 09600 9.6 10 142 95 40
D2308-CHA-D 09700 9.7 10 142 95 40
D2308-CHA-D 09800 9.8 10 142 95 40
D2308-CHA-D 09900 9.9 10 142 95 40
D2308-CHA-D 10000 10 10 142 95 40
D2308-CHA-D 10200 10.2 12 162 114 45
D2308-CHA-D 10300 10.3 12 162 114 45
D2308-CHA-D 10500 10.5 12 162 114 45
D2308-CHA-D 10800 10.8 12 162 114 45
D2308-CHA-D 11000 11 12 162 114 45
D2308-CHA-D 11200 11.2 12 162 114 45
D2308-CHA-D 11500 11.5 12 162 114 45
D2308-CHA-D 11600 11.6 12 162 114 45
D2308-CHA-D 11800 11.8 12 162 114 45
D2308-CHA-D 12000 12 12 162 114 45
D2308-CHA-D 12100 12.1 14 182 133 45
D2308-CHA-D 12200 12.2 14 182 133 45
D2308-CHA-D 12500 125 14 182 133 45
D2308-CHA-D 12800 12.8 14 182 133 45
D2308-CHA-D 13000 13 14 182 133 45
D2308-CHA-D 13500 135 14 182 133 45
D2308-CHA-D 13800 13.8 14 182 133 45
D2308-CHA-D 14000 14 14 182 133 45
D2308-CHA-D 14200 14.2 16 203 152 48

Recommended cutting amounts are shown in P62
Size range D(m7) d(he)

22-3 +0.002/+0.012 0.000/-0.006

>3-6 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

Hole Cutting Tools | JINOOIiI&i&G

D2300Series-8D internal cold twist drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Ferrtic Stainless Steel, i
Carbon steel, alloy steel(HRC<3s) | FeMclanesstee,  —hardened steel foundry iron
4,56 11 5 1,2,3,4
o @) (e} 0
O mostsuitable O suitability

The workpiece material table can be found atP11

=Rolla
nano

diameter of blade | Diameterof handle | overall length trough length shank length
model number
d1(m7) d2(h6) 1" 12 14
D2308-CHA-D 14500 14.5 16 203 152 48
D2308-CHA-D 14800 14.8 16 203 152 48
D2308-CHA-D 15000 15 16 203 152 48
D2308-CHA-D 15500 155 16 203 152 48
D2308-CHA-D 15800 15.8 16 203 152 48
D2308-CHA-D 15900 15.9 16 203 152 48
D2308-CHA-D 16000 16 16 203 152 48
Recommended cutting amounts are shown in P62
Size range D(m7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>36 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)




JINOOiEiE

| Hole Cutting Tools

D2300Series-12D internal cold twist drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Ferritc Stainless Steel, i
Carbon steel, alloy steel(RC<3s) | teMCtaness tee, hardened steel | foundry iron
4,56 11 5 1,2,3,4

o)

© most suitable

The workpiece material table can be found atP11

O suitability

diameter of blade | Diameterof handle | overall length trough length shank length
20 T d1(h7) d2(h6) 1 2 14
D2312-CHA-D 03000 3 6 90 50 36
D2312-CHA-D 03100 3.1 6 90 50 36
D2312-CHA-D 03200 3.2 6 90 50 36
D2312-CHA-D 03300 3.3 6 90 50 36
D2312-CHA-D 03400 3.4 6 90 50 36
D2312-CHA-D 03500 35 6 90 50 36
D2312-CHA-D 03600 3.6 6 90 50 36
D2312-CHA-D 03700 37 6 90 50 36
D2312-CHA-D 03800 3.8 6 102 64 36
D2312-CHA-D 03900 3.9 6 102 64 36
D2312-CHA-D 04000 4 6 102 64 36
D2312-CHA-D 04100 4.1 6 102 64 36
D2312-CHA-D 04200 42 6 102 64 36
D2312-CHA-D 04300 43 6 102 64 36
D2312-CHA-D 04400 4.4 6 102 64 36
D2312-CHA-D 04500 45 6 102 64 36
D2312-CHA-D 04600 46 6 102 64 36
D2312-CHA-D 04700 47 6 102 64 36
D2312-CHA-D 04800 48 6 116 78 36
D2312-CHA-D 04900 4.9 6 116 78 36
D2312-CHA-D 05000 5 6 116 78 36
D2312-CHA-D 05100 5.1 6 116 78 36
D2312-CHA-D 05200 5.2 6 116 78 36
D2312-CHA-D 05300 5.3 6 116 78 36
D2312-CHA-D 05400 5.4 6 116 78 36
D2312-CHA-D 05500 55 6 116 78 36
D2312-CHA-D 05600 5.6 6 116 78 36
D2312-CHA-D 05700 5.7 6 116 78 36
D2312-CHA-D 05800 5.8 6 116 78 36
D2312-CHA-D 05900 5.9 6 116 78 36
D2312-CHA-D 06000 6 6 116 78 36

Recommended cutting amounts are shown in P62 Size range D(h7) d(h6)

22-3 0/-0.01 0.000/-0.006

>3-6 0/-0.012 0.000/-0.008

>6-10 0/-0.015 0.000/-0.009

>10-18 0/-0.018 0.000/-0.011

>18-20 0/-0.021 0.000/-0.013

unit(mm)

Hole Cutting Tools | JINOOIH

£ g

alG

D2300Series-12D internal cold twist drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

B @ 0
nano

Ferritic Stainless Steel, i
Carbon steel, alloy steel(HRC<35) it s el hardened steel | ~ foundry iron
4,56 11 5 1,234
© most suitable O suitability

The workpiece material table can be found atP11

model number

diameter of blade

Diameter of handle

overall length

trough length

shank length

d1(h7) d2(h6) 1 12 14
D2312-CHA-D 06100 6.1 8 146 108 36
D2312-CHA-D 06200 6.2 8 146 108 36
D2312-CHA-D 06300 6.2 8 146 108 36
D2312-CHA-D 06400 6.4 8 146 108 36
D2312-CHA-D 06500 6.5 8 146 108 36
D2312-CHA-D 06600 6.6 8 146 108 36
D2312-CHA-D 06700 6.7 8 146 108 36
D2312-CHA-D 06800 6.8 8 146 108 36
D2312-CHA-D 06900 6.9 8 146 108 36
D2312-CHA-D 07000 7 8 146 108 36
D2312-CHA-D 07100 71 8 146 108 36
D2312-CHA-D 07200 7.2 8 146 108 36
D2312-CHA-D 07300 7.3 8 146 108 36
D2312-CHA-D 07400 7.4 8 146 108 36
D2312-CHA-D 07500 7.5 8 146 108 36
D2312-CHA-D 07600 7.6 8 146 108 36
D2312-CHA-D 07700 7.7 8 146 108 36
D2312-CHA-D 07800 7.8 8 146 108 36
D2312-CHA-D 07900 7.9 8 146 108 36
D2312-CHA-D 08000 8 8 146 108 36
D2312-CHA-D 08100 8.1 10 162 120 40
D2312-CHA-D 08200 8.2 10 162 120 40
D2312-CHA-D 08300 8.3 10 162 120 40
D2312-CHA-D 08400 8.4 10 162 120 40
D2312-CHA-D 08500 8.5 10 162 120 40
D2312-CHA-D 08600 8.6 10 162 120 40
D2312-CHA-D 08700 8.7 10 162 120 40
D2312-CHA-D 08800 8.8 10 162 120 40
D2312-CHA-D 08900 8.9 10 162 120 40
D2312-CHA-D 09000 9 10 162 120 40
D2312-CHA-D 09100 9.1 10 162 120 40

Recommended cutting amounts are shown in P62 Size range D(h7) d(h6)

223 0/-0.01 0.000/-0.006
>36 0/-0.012 0.000/-0.008
>6-10 0/-0.015 0.000/-0.009
>10-18 0/-0.018 0.000/-0.011
>18-20 0/-0.021 0.000/-0.013

unit(mm)




JINOOiEiE

| Hole Cutting Tools

D2300Series-12D internal cold twist drill

AITiN-nano coating Straight edge, flat back angle

Applicable materials: steel, cast iron, etc.

Ferritc Stainless Steel, i
Carbon steel, alloy steel(RC<3s) | teMCtaness tee, hardened steel | foundry iron
45,6 11 5 1,2,3,4

© most suitable

The workpiece material table can be found atP11

O suitability

model number diameter of blade | Diameter of handle overall length trough length shank length
d1(h7) d2(h6) 11 12 14
D2312-CHA-D 09200 9.2 10 162 120 40
D2312-CHA-D 09300 9.3 10 162 120 40
D2312-CHA-D 09400 9.4 10 162 120 40
D2312-CHA-D 09500 9.5 10 162 120 40
D2312-CHA-D 09600 9.6 10 162 120 40
D2312-CHA-D 09700 9.7 10 162 120 40
D2312-CHA-D 09800 9.8 10 162 120 40
D2312-CHA-D 09900 9.9 10 162 120 40
D2312-CHA-D 10000 10 10 162 120 40
D2312-CHA-D 10200 10.2 12 204 156 45
D2312-CHA-D 10500 10.5 12 204 156 45
D2312-CHA-D 11000 11 12 204 156 45
D2312-CHA-D 11500 11.5 12 204 156 45
D2312-CHA-D 12000 12 12 204 156 45
D2312-CHA-D 12500 12.5 14 230 182 45
D2312-CHA-D 12700 12.7 14 230 182 45
D2312-CHA-D 13000 13 14 230 182 45
D2312-CHA-D 13500 13.5 14 230 182 45
D2312-CHA-D 14000 14 14 230 182 45
D2312-CHA-D 14500 14.5 16 260 208 48
D2312-CHA-D 15000 15 16 260 208 48
D2312-CHA-D 15500 {515 16 260 208 48
D2312-CHA-D 16000 16 16 260 208 48
D2312-CHA-D 16500 16.5 18 285 234 48
D2312-CHA-D 17000 17 18 285 234 48
D2312-CHA-D 17500 17.5 18 285 234 48
D2312-CHA-D 18000 18 18 285 234 48
D2312-CHA-D 18500 18.5 20 310 258 50
D2312-CHA-D 19000 19 20 310 258 50
D2312-CHA-D 19500 19.5 20 310 258 50
D2312-CHA-D 20000 20 20 310 258 50

Recommended cutting amounts are shown in P62 Size range D(h7) d(h6)

223 0/-0.01 0.000/-0.006

>36 0/-0.012 0.000/-0.008

>6-10 0/-0.015 0.000/-0.009

>10-18 0/-0.018 0.000/-0.011

>18-20 0/-0.021 0.000/-0.013

unit(mm)

Hole Cutting Tools | JINOOIi&iG

D3000Series-15D internal cold deep hole twist [
drill P B & 6

AITiN-nano coating Curved edge, flat back angle, 4 edged strip

AN
i 135”

‘ |
Applicable materials: steel, cast iron, non-ferrous metals, etc. I2 ‘

[] K I N “

Ferritic Stainless Steel, i r
steel Martensitic Stainless Steel foundry iron | non-ferrous metals
1,2,4,5,6 11 1,2,3,4 1,2,3,4,5,10
— — — — —

© mostsuitable O suitability

The workpiece material table can be found atP11

i diameter of blade| Diameterofhandle | overall length trough length shank length
oEE L nch d1(h7) d2(h6) 1 2 14
D3015-CHA-D 03000 3 6 95 55 36
D3015-CHA-D03170 1/8 3.17 6 106 67 36
D3015-CHA-D 03500 35 6 116 76 36
D3015-CHA-D 03570 9/64 3.57 6 116 76 36
D3015-CHA-D 03970 5/32 3.97 6 116 76 36
D3015-CHA-D 04000 4 6 116 76 36
D3015-CHA-D 04370 11/64 4.37 6 133 93 36
D3015-CHA-D 04500 45 6 133 93 36
D3015-CHA-D 04760 3/16 4.76 6 133 93 36
D3015-CHA-D 05000 5 6 133 93 36
D3015-CHA-D 05100 5.1 6 150 110 36
D3015-CHA-D 05160 13/64 5.16 6 150 110 36
D3015-CHA-D 05410 5.41 6 150 110 36
D3015-CHA-D 05500 5.5 6 150 110 36
D3015-CHA-D 05560 7/32 5.56 6 150 110 36
D3015-CHA-D 05950 15/64 5.95 6 150 110 36
D3015-CHA-D 06000 6 6 150 110 36
D3015-CHA-D 06350 1/4 6.35 8 167 127 36
D3015-CHA-D 06500 6.5 8 167 127 36
D3015-CHA-D 06750 17/64 6.75 8 167 127 36
D3015-CHA-D 07000 7 8 167 127 36
D3015-CHA-D 07140 9/32 7.14 8 183 143 36
D3015-CHA-D 07500 75 8 183 143 36
D3015-CHA-D07510 19/64 7.54 8 183 143 36
D3015-CHA-D 07940 5/16 7.94 8 183 143 36
D3015-CHA-D 08000 8 8 183 143 36
D3015-CHA-D 08330 21/64 8.33 10 204 160 40
D3015-CHA-D 08500 8.5 10 204 160 40
D3015-CHA-D 08730 11/32 8.73 10 204 160 40
D3015-CHA-D 09000 9 10 204 160 40
D3015-CHA-D 09130 23/64 9.13 10 221 177 40

Recommended cutting amounts are shown in P65 Size range D(h7) d(h6)

22-3 0/-0.01 0.000/-0.006

>3-6 0/-0.012 0.000/-0.008

>6-10 0/-0.015 0.000/-0.009

>10-18 0/-0.018 0.000/-0.011

>18-20 0/-0.021 0.000/-0.013

unit(mm)




JINOO}
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| Hole Cutting Tools

D3000Series-15D internal cold deep hole twist

drill

Applicable materials: steel, cast iron, non-ferrous metals, etc.

Ferritc Stainless Steel, i -
steel Martensitic Stainless Steel foundry iron | non-ferrous metals
1,2,4,5,6 11 1,2,3,4 1,2,3,4,5,10
o o
© most suitable O suitability

The workpiece material table can be found atP11

diameter of blade

AITiN-nano coating Curved edge, flat back angle, 4 edged strip

\
i 135”

B @ 0
nano

Diameter of handle

overall length

trough length

shank length

Hole Cutting Tools | JINOOIi&iG

Ferritc Stainless e, i r
stee| | frictines e, [foundryiron | non-ferrous metals
124,56 1" 1,2,3,4 1,2,3,4,5,10
¢} o o
O mostsuitable O suitability

The workpiece material table can be found atP11

Applicable materials: steel, cast iron, non-ferrous metals, etc.

D3000Series-20D Internal Cold Deep Hole
Twist Drill

AITiN-nano coating Curved edge, flat back angle, 4 edged strip

B @ 0
nano

et Sl 7 ineh d1(h7) d2(h6) 1 2 14
D3015-CHA-D 09520 3/8 9.52 10 221 177 40
D3015-CHA-D 09920 25/64 9.92 10 221 177 40
D3015-CHA-D 10000 10 10 221 177 40
D3015-CHA-D 10320 13/32 10.32 12 247 198 45
D3015-CHA-D 10720 27/64 10.72 12 247 198 45
D3015-CHA-D 11000 11 12 247 198 45
D3015-CHA-D 11110 7116 11.11 12 263 214 45
D3015-CHA-D 11510 29/64 11.51 12 263 214 45
D3015-CHA-D 11910 15/32 11.91 12 263 214 45
D3015-CHA-D 12000 12 12 263 214 45
D3015-CHA-D 12300 31/64 12.3 14 297 248 45
D3015-CHA-D 12700 112 12.7 14 297 248 45
D3015-CHA-D 13100 33/64 13.1 14 297 248 45
D3015-CHA-D 13490 17132 13.49 14 297 248 45
D3015-CHA-D 13890 35/64 13.89 14 297 248 45
D3015-CHA-D 14000 14 14 297 248 45

Recommended cutting amounts are shown in P65
Size range D(h7) d(h6)
22-3 0/-0.01 0.000/-0.006
>36 0/-0.012 0.000/-0.008
>6-10 0/-0.015 0.000/-0.009
>10-18 0/-0.018 0.000/-0.011
>18-20 0/-0.021 0.000/-0.013

unit(mm)

e Gl diameter of blade inch pommel diameter | overall length | troughlength | Maximumdepthofcut|  shank length
d1(h7) d2(h6) ] 12 13 14
D3020-CHA-D03000 3 6 107 65 60 36
D3020-CHA-D03175 3.175 1/8 6 134 92 86 36
D3020-CHA-D03500 3.5 6 134 92 86 36
D3020-CHA-D03572 3.572 9/64 6 134 92 86 36
D3020-CHA-D03969 3.969 5/32 6 134 92 86 36
D3020-CHA-D04000 4 6 134 92 86 36
D3020-CHA-D04500 4.5 6 158 118 110 36
D3020-CHA-D04763 4.763 3/16 6 158 118 110 36
D3020-CHA-D04800 4.8 6 158 118 110 36
D3020-CHA-D05000 5 6 158 118 110 36
D3020-CHA-D05500 5.5 6 170 132 123 36
D3020-CHA-D05556 5.556 7/32 6 182 144 135 36
D3020-CHA-D05800 5.8 6 182 144 135 36
D3020-CHA-D06000 6 6 182 144 135 36
D3020-CHA-D06100 6.1 8 200 162 151 36
D3020-CHA-D06350 6.35 1/4 8 200 162 151 36
D3020-CHA-D06500 6.5 8 200 162 151 36
D3020-CHA-D06800 6.8 8 200 162 151 36
D3020-CHA-D07000 7 8 200 162 151 36
D3020-CHA-D07144 7.144 9/32 8 222 184 172 36
D3020-CHA-D07400 74 8 222 184 172 36
D3020-CHA-D07500 5 8 222 184 172 36
D3020-CHA-D07938 7.938 5/16 8 222 184 172 36
D3020-CHA-D08000 8 8 222 184 172 36
D3020-CHA-D08300 8.3 10 240 198 184 40
D3020-CHA-D08500 8.5 10 240 198 184 40
D3020-CHA-D08731 8.731 11/32 10 240 198 184 40
D3020-CHA-D09000 9 10 240 198 184 40
D3020-CHA-D09525 9.525 3/8 10 262 220 205 40
D3020-CHA-D09800 9.8 10 262 220 205 40
Recommended cutting amounts are shown in P65

Size range D(h7) d(h6)

223 0/-0.01 0.000/-0.006

>3-6 0/-0.012 0.000/-0.008

>6-10 0/-0.015 0.000/-0.009

>10-18 0/-0.018 0.000/-0.011

>18-20 0/-0.021 0.000/-0.013

unit(mm)




JINOOiEiE

| Hole Cutting Tools

D3000Series-20D Internal Cold Deep Hole

Twist Drill

AITiN-nano coating Curved edge, flat back angle, 4 edged strip
A

Applicable materials: steel, cast iron, non-ferrous metals, etc.

steel [ericSissie,  foundryiron hon-ferrous metals
124,56 1 1,2,3,4 1,2,3,4,5,10
© ©) e)
© mostsuitable O suitability

The workpiece material table can be found atP11

diameter of blade oh pommel diameter | overall length | trough length | Maximumdepthofcut|  shank length
model number d1(h7) e d2(h6) 1 12 13 14
D3020-CHA-D10000 10 10 262 220 205 40
D3020-CHA-D10200 10.2 12 289 242 225 45
D3020-CHA-D10319 10.319 13/32 12 289 242 225 45
D3020-CHA-D11000 11 12 289 242 225 45
D3020-CHA-D11113 11.113 7/16 12 311 264 246 45
D3020-CHA-D11500 11.5 12 311 264 246 45
D3020-CHA-D11800 11.8 12 311 264 246 45
D3020-CHA-D11906 11.906 15/32 12 311 264 246 45
D3020-CHA-D12000 12 12 311 264 246 45
Recommended cutting amounts are shown in P65

Size range D(h7) d(h6)

223 0/-0.01 0.000/-0.006

>36 0/-0.012 0.000/-0.008

>6-10 0/-0.015 0.000/-0.009

>10-18 0/-0.018 0.000/-0.011

>18-20 0/-0.021 0.000/-0.013

unit(mm)

Hole Cutting Tools | JINOOIi&iG

D3000Series-25D Internal Cold Deep Hole

Twist Drill

Applicable materials: steel, cast iron, non-ferrous metals, etc.

see | [ZEAE, oo | ronferos et
1,2,4,5,6 1 1234 | 1234510
o o) ¢
© most suitable O suitability

The workpiece material table can be found atP11

d1]135°

B @ 0
nano

diameter of blade ) Diameter of handle | overall length | trough length shank length
model number d1(h7) inch d2(h6) 1 12 W
D3025-CHA-D03000 3 6 125 85 36
D3025-CHA-D03100 3.1 6 141 101 36
D3025-CHA-D03500 3.5 6 156 116 36
D3025-CHA-D03800 3.8 6 156 116 36
D3025-CHA-D03970 3.97 5/32 6 156 116 36
D3025-CHA-D04000 4 6 156 116 36
D3025-CHA-D04200 4.2 6 183 143 36
D3025-CHA-D04500 4.5 6 183 143 36
D3025-CHA-D04760 4.76 3/15 6 183 143 36
D3025-CHA-D05000 5 6 183 143 36
D3025-CHA-D05100 5.1 6 210 170 36
D3025-CHA-D05500 55 6 210 170 36
D3025-CHA-D05560 5.56 7132 6 210 170 36
D3025-CHA-D06000 6 6 210 170 36
D3025-CHA-D06300 6.3 8 237 197 36
D3025-CHA-D06350 6.35 1/4 8 237 197 36
D3025-CHA-D06500 6.5 8 237 197 36
D3025-CHA-D07000 7 8 237 197 36
D3025-CHA-D07140 714 9/32 8 263 223 36
D3025-CHA-D07500 7.5 8 263 223 36
D3025-CHA-D08000 8 8 263 223 36
D3025-CHA-D08500 8.5 10 294 250 40
D3025-CHA-D08800 8.8 10 294 250 40
D3025-CHA-D09000 9 10 294 250 40
D3025-CHA-D10000 10 10 321 277 40
D3025-CHA-D11000 11 12 359 310 40
D3025-CHA-D12000 12 12 386 337 40

Recommended cutting amounts are shown in P65
Size range D(h7) d(he)

223 0/-0.01 0.000/-0.006

>3-6 0/-0.012 0.000/-0.008

>6-10 0/-0.015 0.000/-0.009

>10-18 0/-0.018 0.000/-0.011

>18-20 0/-0.021 0.000/-0.013

unit(mm)




"NOO]ﬂE]ﬁ | Hole Cutting Tools Hole Cutting Tools | "Nocﬂiﬁlﬁ

D3000Series-30D internal cold deep hole twist [I D3000Series-40D internal cold deep hole twist [T
drill . m B drill . m ﬂ

AITiN-nano coating Curved edge, flat back angle, 4 edged strip AITiN-nano coating Curved edge, flat back angle, 4 edged strip
di fras?| ¢ [ Joo #'@E@
Applicable materials: steel, cast iron, non-ferrous metals, etc. : l2 | ‘ ‘ ls Applicable materials: steel, cast iron, non-ferrous metals, etc.
I
[17] N P N
steel ﬁ;ﬂ?ﬁ:{f{'gﬁ;fe‘;e‘sml oundry iron ~ |non-ferrous metals steel | FCHESSE. | foundryiron| non-fermous metals
1,2,4,5,6 11 1,2,3,4 1,2,3,4,5,10 1,2,4,5,6 11 1,2,34 1,2,3,4,5,10
o © o) = = = = = = = = o o = = = = = = = -
© most suitable O suitability O mostsuitable O suitability
The workpiece material table can be found atP11 The workpiece material table can be found atP11
diameter of blade ) Diameter of handle | overall length | trough length shank length diameter of blade ) Diameter of handle| overalllength | trough length shank length
model number inch model number inch
d1(h7) d2(h6) I 12 14 d1(h7) d2(h6) 1" 12 14
D3030-CHA-D03000 3 6 140 100 36 D3040-CHA-D03000 3 6 170 130 36
D3030-CHA-D03100 3.1 6 158 118 36 D3040-CHA-D03100 3.1 6 193 153 36
D3030-CHA-D03500 35 6 176 136 36 D3040-CHA-D03500 3.17 1/8 6 193 153 36
D3030-CHA-D03800 3.8 6 176 136 36 D3040-CHA-D03800 315) 6 193 153 36
D3030-CHA-D03970 3.97 5/32 6 176 136 36 D3040-CHA-D03970 3.8 6 216 176 36
D3030-CHA-D04000 4 6 176 136 36 D3040-CHA-D04000 3.97 5/32 6 216 176 36
D3030-CHA-D04200 4.2 6 208 168 36 D3040-CHA-D04200 4 6 216 176 36
D3030-CHA-D04500 4.5 6 208 168 36 D3040-CHA-D04500 4.2 6 238 198 36
D3030-CHA-D04760 4.76 3/16 6 208 168 36 D3040-CHA-D04760 4.5 6 238 198 36
D3030-CHA-D05000 5 6 208 168 36 D3040-CHA-D05000 4.76 3/16 6 258 218 36
D3030-CHA-D05100 5.1 6 240 200 36 D3040-CHA-D05100 5 6 258 218 36
D3030-CHA-D05500 5.5 6 240 200 36 D3040-CHA-D05500 5.1 6 280 240 36
D3030-CHA-D05560 5.56 7132 6 240 200 36 D3040-CHA-D05560 55 6 280 240 36
D3030-CHA-D06000 6 6 240 200 36 D3040-CHA-D06000 5.56 7/32 6 300 260 36
D3030-CHA-D06300 6.3 8 272 232 36 D3040-CHA-D06300 6 6 300 260 36
D3030-CHA-D06350 6.35 1/4 8 272 232 36 D3040-CHA-D06350 6.3 8 322 282 36
D3030-CHA-D06500 6.5 8 272 232 36 D3040-CHA-D06500 6.35 1/4 8 322 282 36
D3030-CHA-D07000 7 8 272 232 36 D3040-CHA-D07000 6.5 8 322 282 36
D3030-CHA-D07140 7.14 9/32 8 303 263 36 D3040-CHA-D07140 7 8 342 302 36
D3030-CHA-D07500 7.5 8 303 263 36 D3040-CHA-D07500 714 9/32 8 363 323 36
D3030-CHA-D08000 8 8 303 263 36 D3040-CHA-D08000 7.5 8 363 323 36
D3030-CHA-D08500 8.5 10 339 295 40 D3040-CHA-D08500 8 8 383 343 36
D3030-CHA-D08800 8.8 10 339 295 40
D3030-CHA-D09000 9 10 339 205 40 Recommended cutting amounts are shown in P65
D3030-CHA-D10000 10 10 371 327 40
Recommended cutting amounts are shown in P65
Size range D(h7) d(h6) Size range D(h7) d(h6)
223 0/-0.01 0.000/-0.006 223 0/-0.01 0.000/-0.006
>3-6 0/0.012 0.000/-0.008 >36 0/-0.012 0.000/-0.008
>6-10 0/-0.015 0.000/-0.009 >6-10 0/-0.015 0.000/-0.009
>10-18 0/0.018 0.000/-0.011 >10-18 0/-0.018 0.000/-0.011
>18-20 0/-0.021 0.000-0.013 >1820 0/-0.021 0.000/-0.013
unit(mm) unit(mm)

048 049
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D2500Series-5D Straight Shank Twist Drill D2500Series-5D Straight Shank Twist Drill

Uncoated Curved edge, flat back angle

Uncoated Curved edge, flat back angle

B 0 £3

Applicable materials: aluminum alloy, copper, etc. # # d1[ 140° (A NP H—-—-—-—- —dzl Applicable materials: aluminum alloy, copper, etc. # & d1] 140° ( A N > P —-——-—- ——dzl
la la
PR N g [P g
steel [stainless steels | foundry iron | non-ferrous metals steel |stainless steels| foundryiron| non-ferrous metals
1,2,3,4,5,10 . - w- —————— 1,2,3,4,5,10 w— —————
- o ; il - o ; v — =

© most suitable

O suitability

The workpiece material table can be found atP11

© most suitable

O suitability

The workpiece material table can be found atP11

model number diameter of blade |  Thread Size | pommel diameter |  overall length | trough length | Maximumdepthofcut| ~ shank length model number diameter of blade | Thread Size | pommel diameter|  overall length | trough length | Maximumdepthofcut  shank length
outside cold internal cold d1(m7) M2l d2(h6) 1 12 13 14 outside cold internal cold d1(m7) M2 d2(h6) I 12 13 14
D2505-NHA-D0300 | D2505-CHA-D 0300 3.00 6.00 66 28 23 36 D2505-NHA-D0780 | D2505-CHA-D0780 7.80 8.00 91 53 43 36
D2505-NHA-D 0325 | D2505-CHA-D 0325 3.25 6.00 66 28 23 36 D2505-NHA-D0800 | D2505-CHA-D0800 8.00 8.00 91 53 43 36
D2505-NHA-D0330 | D2505-CHA-D 0330 3.30 M4 6.00 66 28 23 36 D2505-NHA-D0810 | D2505-CHA-D0810 8.10 10.00 103 61 49 40
D2505-NHA-D 0340 | D2505-CHA-D 0340 3.40 6.00 66 28 23 36 D2505-NHA-D0840 | D2505-CHA-D0840 8.40 10.00 103 61 49 40
D2505-NHA-D0350 | D2505-CHA-D 0350 3.50 6.00 66 28 23 36 D2505-NHA-D0850 | D2505-CHA-D0850 8.50 M10 10.00 103 61 49 40
D2505-NHA-D 0370 | D2505-CHA-D 0370 3.70 6.00 66 28 23 36 D2505-NHA-D0860 | D2505-CHA-D0860 8.60 10.00 103 61 49 40
D2505-NHA-D0400 | D2505-CHA-D 0400 4.00 6.00 74 36 29 36 D2505-NHA-D0870 | D2505-CHA-D0870 8.70 10.00 103 61 49 40
D2505-NHA-D0420 | D2505-CHA-D 0420 4.20 M5 6.00 74 36 29 36 D2505-NHA-D0880 | D2505-CHA-D0880 8.80 10.00 103 61 49 40
D2505-NHA-D 0430 | D2505-CHA-D 0430 4.30 6.00 74 36 29 36 D2505-NHA-D0900 | D2505-CHA-D0900 9.00 M10X1 10.00 103 61 49 40
D2505-NHA-D0450 | D2505-CHA-D 0450 4.50 6.00 74 36 29 36 D2505-NHA-D0930 | D2505-CHA-D0930 9.30 10.00 103 61 49 40
D2505-NHA-D 0465 | D2505-CHA-D 0465 4.65 6.00 74 36 29 36 D2505-NHA-D0950 | D2505-CHA-D0950 9.50 10.00 103 61 49 40
D2505-NHA-D 0480 | D2505-CHA-D 0480 4.80 6.00 82 44 35 36 D2505-NHA-D0960 | D2505-CHA-D0960 9.60 10.00 103 61 49 40
D2505-NHA-D 0500 | D2505-CHA-D 0500 5.00 M6 6.00 82 44 35 36 D2505-NHA-D0980 | D2505-CHA-D0980 9.80 10.00 103 61 49 40
D2505-NHA-D0510 | D2505-CHA-D0510 5.10 6.00 82 44 35 36 D2505-NHA-D1000 | D2505-CHA-D1000 10.00 10.00 103 61 49 40
D2505-NHA-D0520 | D2505-CHA-D 0520 5.20 6.00 82 44 35 36 D2505-NHA-D1025 | D2505-CHA-D1025 10.25 M12 12.00 118 7 56 45
D2505-NHA-D0550 | D2505-CHA-D 0550 5.50 6.00 82 44 35 36 D2505-NHA-D1040 | D2505-CHA-D 1040 10.40 12.00 118 7 56 45
D2505-NHA-D0555 | D2505-CHA-D 0555 5.55 6.00 82 44 35 36 D2505-NHA-D1050 | D2505-CHA-D1050 10.50 M12X1.5 12.00 118 7 56 45
D2505-NHA-D 0580 | D2505-CHA-D 0580 5.80 6.00 82 44 35 36 D2505-NHA-D1060 | D2505-CHA-D 1060 10.60 12.00 118 71 56 45
D2505-NHA-D0600 | D2505-CHA-D 0600 6.00 6.00 82 44 35 36 D2505-NHA-D1080 | D2505-CHA-D1080 10.80 12.00 118 71 56 45
D2505-NHA-D 0610 | D2505-CHA-D0610 6.10 8.00 91 53 43 36 D2505-NHA-D1100 | D2505-CHA-D1100 11.00 12.00 118 71 56 45
D2505-NHA-D0620 | D2505-CHA-D 0620 6.20 8.00 91 53 43 36 D2505-NHA-D1120 | D2505-CHA-D1120 11.20 12.00 118 71 56 45
D2505-NHA-D0630 | D2505-CHA-D 0630 6.30 8.00 91 53 43 36 D2505-NHA-D1150 | D2505-CHA-D1150 11.50 12.00 118 71 56 45
D2505-NHA-D0650 | D2505-CHA-D 0650 6.50 8.00 91 53 43 36 D2505-NHA-D1180 | D2505-CHA-D1180 11.80 12.00 118 7 56 45
D2505-NHA-D0660 | D2505-CHA-D 0660 6.60 8.00 91 53 43 36 D2505-NHA-D1200 | D2505-CHA-D 1200 12.00 M14 12.00 118 7 56 45
D2505-NHA-D 0680 | D2505-CHA-D 0680 6.80 M8 8.00 91 53 43 36 D2505-NHA-D1220 | D2505-CHA-D 1220 12.20 14.00 124 77 60 45
D2505-NHA-D0690 | D2505-CHA-D 0690 6.90 8.00 91 53 43 36 D2505-NHA-D1225 | D2505-CHA-D 1225 12.25 14.00 124 7 60 45
D2505-NHA-D0700 | D2505-CHA-D0700 7.00 M8X1 8.00 91 53 43 36 D2505-NHA-D1250 | D2505-CHA-D1250 12.50 M14X1.5 14.00 124 77 60 45
D2505-NHA-D0710 | D2505-CHA-D0710 7.10 8.00 91 53 43 36 D2505-NHA-D1270 | D2505-CHA-D1270 12.70 14.00 124 7 60 45
D2505-NHA-D0740 | D2505-CHA-D0740 7.40 8.00 91 53 43 36 D2505-NHA-D1275 | D2505-CHA-D1275 12.75 14.00 124 7 60 45
D2505-NHA-D0750 | D2505-CHA-D0750 7.50 8.00 91 53 43 36 D2505-NHA-D1280 | D2505-CHA-D 1280 12.80 14.00 124 77 60 45
Recommended cutting amounts are shown in P63 Recommended cutting amounts are shown in P63

Size range D(m7) d(h6) Size range D(m7) d(h6)

223 +0.002/+0.012 0.000/-0.006 >2-3 +0.002/+0.012 0.000/-0.006

>36 +0.004/+0.016 0.000/-0.008 >36 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+0.021 0.000/-0.009 >6-10 +0.006/+0.021 0.000/-0.009

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

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

uni t(mm) unit(mm)

050 051
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| Hole Cutting Tools

D2500Series-5D Straight Shank Twist Drill

Uncoated Curved edge, flat back angle

Applicable materials: aluminum alloy, copper, etc.

P M

steel stainless steels | foundry iron | non-ferrous metals

1,2,3,4,5,10

@]

© most suitable

O suitability

The workpiece material table can be found atP11

o 0

model number diameter of blade |  Thread Size | pommel diameter |  overall length | trough length | Maximumdepthofcut| ~ shank length
outside cold internal cold d1(m7) M d2(h6) I 12 13 14
D2505-NHA-D1300 | D2505-CHA-D1300 13.00 14.00 124 77 60 45
D2505-NHA-D1350 | D2505-CHA-D1350 13.50 14.00 124 77 60 45
D2505-NHA-D1380 | D2505-CHA-D1380 13.80 14.00 124 77 60 45
D2505-NHA-D1400 | D2505-CHA-D1400 14.00 M16 14.00 124 77 60 45
D2505-NHA-D1425 | D2505-CHA-D1425 14.25 16.00 133 83 63 48
D2505-NHA-D1450 | D2505-CHA-D1450 14.50 M16X1.5 16.00 133 83 63 48
D2505-NHA-D1475 | D2505-CHA-D1475 14.75 16.00 133 83 63 48
D2505-NHA-D1480 | D2505-CHA-D1480 14.80 16.00 133 83 63 48
D2505-NHA-D1500 | D2505-CHA-D1500 15.00 16.00 133 83 63 48
D2505-NHA-D1510 | D2505-CHA-D1510 15.10 16.00 133 83 63 48
D2505-NHA-D1550 | D2505-CHA-D1550 15.50 16.00 133 83 63 48
D2505-NHA-D1580 | D2505-CHA-D1580 15.80 16.00 133 83 63 48
D2505-NHA-D1600 | D2505-CHA-D1600 16.00 16.00 133 83 63 48
D2505-NHA-D1650 | D2505-CHA-D1650 16.50 18.00 143 93 71 48
D2505-NHA-D1675 | D2505-CHA-D1675 16.75 18.00 143 93 7 48
D2505-NHA-D1680 | D2505-CHA-D1680 16.80 18.00 143 93 71 48
D2505-NHA-D1700 | D2505-CHA-D1700 17.00 18.00 143 93 7 48
D2505-NHA-D1750 | D2505-CHA-D1750 17.50 18.00 143 93 71 48
D2505-NHA-D1780 | D2505-CHA-D1780 17.80 18.00 143 93 7 48
D2505-NHA-D1800 | D2505-CHA-D1800 18.00 18.00 143 93 71 48
D2505-NHA-D1850 | D2505-CHA-D1850 18.50 20.00 153 101 77 50
D2505-NHA-D1900 | D2505-CHA-D1900 19.00 20.00 153 101 7 50
D2505-NHA-D1950 | D2505-CHA-D1950 19.50 20.00 153 101 77 50
D2505-NHA-D1980 | D2505-CHA-D1980 19.80 20.00 153 101 7 50
D2505-NHA-D2000 | D2505-CHA-D2000 20.00 20.00 153 101 77 50
Recommended cutting amounts are shown in P63

Size range D(m7) d(h6)

223 +0.002/+0.012 0.000/-0.006

>36 +0.004/+0.016 0.000/-0.008

>6-10 +0.006/+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

unit(mm)

Hole Cutting Tools | JINOOIi&iG

D5200Series-3D Externally cooled straight
shank three-flute drills

TiAIN coatings Straight edge, flat back angle

o fle

Applicable materials: steel, cast iron, cast aluminum alloy, etc. d1| 150° d2|
13 )
E M 12
steel |stainlesssteels| foundryiron | non-ferrous metals I1
1,2,4,5,6 1,24 1,2,3,4
o)
© most suitable O suitability
The workpiece material table can be found atP11
model number diameter of blade Thread Size pommel diameter overall length trough length Maximum depth of cut
d1(h7) M2 d2(h6) 1" 12 13
D5203-NYZ-D0300 3.00 3.00 46 16 12
D5203-NYZ-D0310 3.10 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 3.50 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 3.80 3.80 55 22 17
D5203-NYZ-D0400 4.00 4.00 55 22 17
D5203-NYZ-D0410 4.10 4.10 55 22 17
D5203-NYZ-D0420 4.20 4.20 55 22 17
D5203-NYZ-D0450 4.50 4.50 58 24 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 5.20 5.20 62 26 20
D5203-NYZ-D0530 5.30 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 6.00 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 6.40 70 31 23
D5203-NYZ-D0650 6.50 6.50 70 31 23
D5203-NYZ-D0670 6.70 6.70 70 31 23
D5203-NYZ-D0680 6.80 6.80 74 34 25
D5203-NYZ-D0700 7.00 7.00 74 34 25
D5203-NYZ-D0710 7.10 7.10 74 34 25
D5203-NYZ-D0740 7.40 7.40 74 34 25
Recommended cutting amounts are shown in P66
053
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| Hole Cutting Tools

D5200Series-3D Externally cooled straight
shank three-flute drills

TiAIN coatings Straight edge, flat back angle

Applicable materials: steel, cast iron, cast aluminum alloy, etc.

P M

steel stainless steels | foundry iron

non-ferrous metals

1,2,4,5,6 1,2,4 1,2,34
o o) o
© most suitable O suitability

The workpiece material table can be found atP11

d1| 150°

D@0

v

diameter of blade Thread Size pommel diameter overall length trough length Maximum depth of cut

et i £ d1(h7) YN d2(h6) 1 12 13
D5203-NYZ-D0750 7.50 7.50 74 34 25
D5203-NYZ-D0780 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
D5203-NYZ-D0820 8.20 8.20 79 37 27
D5203-NYZ-D0840 8.40 8.40 79 37 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 29
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 31
D5203-NYZ-D1000 10.00 10.00 89 43 31
D5203-NYZ-D1010 10.10 10.10 89 43 31
D5203-NYZ-D1020 10.20 10.20 89 43 31
D5203-NYZ-D1040 10.40 10.40 89 43 31
D5203-NYZ-D1050 10.50 10.50 89 43 31
D5203-NYZ-D1100 11.00 11.00 95 47 33
D5203-NYZ-D1200 12.00 12.00 102 51 35
D5203-NYZ-D1300 13.00 13.00 102 51 35
D5203-NYZ-D1400 14.00 14.00 107 54 37
D5203-NYZ-D1500 15.00 15.00 111 54 37
D5203-NYZ-D1750 17.50 17.50 123 62 40
D5203-NYZ-D1950 19.50 19.50 131 66 42
D5203-NYZ-D2000 20.00 20.00 131 66 42

Recommended cutting amounts are shown in P66

Hole Cutting Tools | JINOOI
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D7200Series-5D External Cooling Straight Shank

Straight Groove Drill

Uncoated Straight edge, flat back angle

Applicable materials: steel, cast iron, cast aluminum alloy, etc.

P M

steel stainless steels | foundry iron

non-ferrous metals

12,34

1,2,3,4,5,10

© most suitable

O suitability

The workpiece material table can be found atP11

o)

B (3

,7,+ ,,,,,,,, |

d2

o Tl diameter of blade Thread Size | pommel diameter|  overall length trough length | Maximum depthof cut ~ shank length
d1(k) M d2(h6) " 12 13 14
D7205-NHA-D0400 4.00 6.00 74 36 29 36
D7205-NHA-D0420 4.20 M5 6.00 74 36 29 36
D7205-NHA-D0500 5.00 M6 6.00 82 44 35 36
D7205-NHA-D0600 6.00 6.00 82 44 35 36
D7205-NHA-D0680 6.80 M8 8.00 91 53 43 36
D7205-NHA-D0700 7.00 M8X1 8.00 91 53 43 36
D7205-NHA-D0800 8.00 8.00 91 53 43 36
D7205-NHA-D0850 8.50 M10 10.00 103 61 49 40
D7205-NHA-D0900 9.00 M10X1 10.00 103 61 49 40
D7205-NHA-D1000 10.00 10.00 103 61 49 40
D7205-NHA-D1025 10.25 M12 12.00 118 71 56 45
D7205-NHA-D1100 11.00 12.00 118 71 56 45
D7205-NHA-D1200 12.00 M14 12.00 118 71 56 45
D7205-NHA-D1300 13.00 14.00 124 77 60 45
D7205-NHA-D1400 14.00 M16 14.00 124 7 60 45
D7205-NHA-D1500 15.00 16.00 133 83 63 48
D7205-NHA-D1550 15.50 16.00 133 83 63 48
D7205-NHA-D1600 16.00 16.00 133 83 63 48
D7205-NHA-D1700 17.00 18.00 143 93 7 48
D7205-NHA-D1750 17.50 18.00 143 93 71 48
D7205-NHA-D1800 18.00 18.00 143 93 7 48
D7205-NHA-D1950 19.50 20.00 153 101 7 50
D7205-NHA-D2000 20.00 20.00 153 101 7 50
Recommended cutting amounts are shown in P67

Size range D(k6) d(h6)

223 +0.006/+0.000 0.000/-0.006

>3-6 +0.009/+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

unit(

mm)

055
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| Hole Cutting Tools

D7200Series-5D Internal Coolant Straight
Shank Straight Groove Drill

TiAIN coatings Straight edge, sharpened back angle

D o

d1|130i2°<> R T — =
Applicable materials: steel, cast iron, non-ferrous metals, etc. B ‘
2 l4
PR :
steel |[stainless steels| foundry iron | non-ferrous metals
1,2,34 |1,2,3,45,10
© most suitable O suitability
The workpiece material table can be found atP11
ok ey diameter of blade Thread Size | pommel diameter | overalllength | trough length | Maximum depthofcut| ~ shank length
d1(k8) AN d2(h6) 1" 12 13 14
D7205-CHA-D0400 4.00 6.00 74 36 29 36
D7205-CHA-D0420 4.20 M5 6.00 74 36 29 36
D7205-CHA-D0500 5.00 M6 6.00 82 44 35 36
D7205-CHA-D0600 6.00 6.00 82 44 35 36
D7205-CHA-D0680 6.80 M8 8.00 91 53 43 36
D7205-CHA-D0700 7.00 M8X1 8.00 91 53 43 36
D7205-CHA-D0800 8.00 8.00 91 53 43 36
D7205-CHA-D0850 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 49 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 M16 14.00 124 7 60 45
D7205-CHA-D1500 15.00 16.00 133 83 63 48
D7205-CHA-D1550 15.50 16.00 133 83 63 48
D7205-CHA-D1600 16.00 16.00 133 83 63 48
D7205-CHA-D1700 17.00 18.00 143 93 7 48
D7205-CHA-D1750 17.50 18.00 143 93 71 48
D7205-CHA-D1800 18.00 18.00 143 93 7 48
D7205-CHA-D1950 19.50 20.00 153 101 77 50
D7205-CHA-D2000 20.00 20.00 153 101 77 50
Recommended cutting amounts are shown inP67
Size range D(k6) d(h6)
223 +0.006/+0.000 0.000/-0.006
>36 +0.009/+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
unit (mm)
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D9100Series - Externally cooled straight shank NC u
centre drills

TiAIN coatings Straight edge, sharpened back angle

=== 1l

Applicable materials: steel, cast iron, non-ferrous metals, etc.

P M S

Ferrtic Stainless Steel, Martensitic | .. High temperature ; g
steel Sainless Steel stainless steels a\l%ys, titsniumalloyx foundryiron | non-ferrous metals
1,2,4,5,6 11 1,24 1,2,3,11 1,2,34 | 1,2,3,4,5,10

© most suitable O suitability

The workpiece material table can be found atP11

model number diameter of blade Thread Size pommel diameter overall length trough length

90° 120° d1(hé) M2 d2(h6) 11 12
D9100-090-D0500 | D9100-120-D0500 5.00 5.00 62 10
D9100-090-D0600 | D9100-120-D0600 6.00 6.00 66 15
D9100-090-D0800 | D9100-120-D0800 8.00 8.00 79 17
D9100-090-D1000 | D9100-120-D1000 10.00 10.00 89 20
D9100-090-D1200 | D9100-120-D1200 12.00 12.00 102 25
D9100-090-D1400 | D9100-120-D1400 14.00 14.00 107 30
D9100-090-D1600 | D9100-120-D 1600 16.00 16.00 115 35
D9100-090-D2000 | D9100-120-D2000 20.00 20.00 131 40

Recommended cutting amounts are shown in P68
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Drill Failure Analysis

Possible causes

Drill
Failure
Analysis

impunity countermeasures
our customers driller itself
Cutting speed too low Selection of reasonable cutting parameters
cumulative Inadequate cooling and lubrication Internal cooling to increase the oil content of the coolant.
izlrf\gitri Cutting edge not sharp Correct resharpening
uncoated Selection of coated drill bits
Feed too fast Selection of reasonable cutting parameters
Cutting speed too low Selection of reasonable cutting parameters
(l:)qufjhing The rear corner is small Correct resharpening
ade

Improper selection, cross blade

Correct choice. Strengthen the crossbar.

Inappropriate drill material

Replacement of drill material

point of a sword

High tip runout creates single-edge cuts

Improved system rigidity, drill tip runout <0.02

High cutting speed

Selection of reasonable cutting parameters

Insufficient cooling

Adoption of internal cooling, adjustment of
external cooling direction

main blade (of blade)

Unstable drilling process

Improved system rigidity, drill tip runout <0.02

End of life, overused

Correctly set resharpening intervals

Inadequate selection, main blade

Correct selection, strengthen the main blade

Abnormal tip wear

End of life, overused

Correctly set resharpening intervals

Drill tip not coinciding with spindle centre (lathe)

Corrective spindles

High cutting speed

Reduced feed

Inappropriate type of cutting fluid

Replacement of cutting fluid

Improperly shaped blade

Selection of suitable blade shape

Inappropriate drill material

Replacement of drill material

chipped edge

Unstable drilling process

Improved system rigidity, drill tip runout <0.02

High cutting speed

Selection of reasonable cutting parameters

Insufficient cooling

Adoption of internal cooling, adjustment of external cooling direction

Guide bush oversize, pre-drilled holes oversize

Checking and replacing suitable guide bushings, checking for large
pre-drilled outer diameters

Improper selection, too wide edges

Correct selection, reduce edges

Tmproper selection, too small a prismatic
chamfer

Correct selection, larger inverted cone

Cutting Wrap

Cutting too long, cutting stagnation

Change of cutting parameters and drill re-selection

Abnormal vibration
sound

the back angle is too big

Correct resharpening

Insufficient rigidity of the drill

Imﬂrove rigidity by choosing the right drill bit and adjusting the flute
or helix angle.

broken knife

Ty

rammer

Reduced operational errors

Excessive feed, low cutting speeds

Selection of reasonable cutting parameters

End of life, overused

Correctly set resharpening intervals

Clogged chip conveyor

Selection of the right drill bit, adjustment of the flute or helix angle,
optimisation of the feed parameters, pecking, improved cooling:

It's not good to eat knives.

Improvement of tool rigidity, mention of workpiece mounting rigidity,
Bre-drillin of centre holes, pre-drilling of holes, use of guide
ushings for drills

The rear corner is small

Resurfacing correction

Improper selection

Correct Selection

Torn edges, hanging chippings leading to
tangles

Timely grinding to avoid chipping of edges
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Drill Failure Analysis

impunity

Possible causes

our customers

driller itself

countermeasures

out of
specific
ation

heavy load

Improper selection, large core thickness

Reduce core thickness by correct selection

Improper selection, improper edge
treatment

Sharper edge with the right selection

hole is too small

Unstable drilling process, poor straightness of
ole slant, failure to pass gauge

Improved system rigidity, drill tip runout <0.02,
improved workpiece support

Feed too fast, hole slant

Reduced feed

the hole is too big

Unstable drilling process and poor
mounting of parts

Low precision of spindle shank connection, high
tool tip runout.

Improvement of system rigidity, selection of good quality shanks, pre-
drilling of centre holes, pre-drilling of holes.

Machining of the draft surface to a flat surface, requiring a tip runout
of <0.02 per clamping.

Eccentridéy of the cross blade, asymmetry of the
main edge, large difference in edge heights

Correct manufacturing and resharpening

Large tolerance on drill diameter

Reduced drill diameter

Poor hole
position
accuracy

A#R

Poorly clamped drills, high runout of the
spindle itself

Choose a good qéjallty shank, straighten the spindle, and require a drill
tip runout of <0.02 per clamping.

Deviation in tool eating

Improvement of system rigidity, use of good
draft drills, pre-drilling of centre holes, pre-
drilling of holes, machining of draft surfaces into

flat surfaces, use of guide bushings for drills.

Poor straightness or
perpendicularity of
holes

High tool wear

Sharpening Dirill Bits

Poor accuracy of centre hole

Improved positional accuracy of centre holes

lit. eating knife noodles is not flat

Pre-drilling of the centre hole, machining of the draft surface into a flat
surface, use of a guide bush for the drill bit

Asymmetric sharpness angle, high edge height
difference, eccentricity of transverse edge

Resharpening the drill

Insufficient rigidity of the drill

Improvement of drill rigidity

Poor surface
quality

Low precision of spindle shank connection and
high drill tip runout.

Improved system rigidity, drill tip runout <0.02

Insufficient cooling

Adoption of internal cooling, adjustment of external cooling direction

Inadequate lubrication

Increase the oil content of the coolant, or increase the flow rate.

Feed too fast

Reduced feed

Cutting Wrap

timely sharpening

Chopping blockage

Reselecting the drill, adjusting the flute or helix angle, optimising the
machining parameters

Severe sticking on the edge of the belt prism

Selection of coated drill bits

Improper selection, uncoated

Correct selection, drill coating
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Recommended Cutting Capacity: D2100 Series Twist Drill for Steel Recommended Cutting Capacity: D2200 Series Twist Drill for Steel
cutting speedVc ) cutting speedVc )
. Brinell | Rockwell (mimin) Feed per revolution fn(mm/rev) . Brinell | Rockwell (m/min) Feed per revolution fn(mm/rev)
materia ] . hardness |hardness materia i ) hardness | hardness
Workpiece materials Gooling method Drill diameter d Workpiece materials Gooling method Bl s |
1ISO HB HRC outsid  |internal 3 4 6 8 10 12 14 16 18 20 1ISO HHB HRC outsid | internal 3 4 6 8 10 12 14 16 18 20
ecold |cold ecold | cold
P1 | Easy Cutting Steel <125 90 100 007 01 013 0.16 018 02 022 025 028 03 P1 | Easy Cutting Steel <125 9 100 0.07 01 0.13 0.16 0.18 02 022 025 028 03
P2 | mild steel ( C<0.25% ) <125 90 100 0.07 01 0.13 0.16 0.18 02 022 025 028 03 P2 | mild steel ( C<0.25% ) <125 90 100 0.07 0.1 013 0.16 0.18 02 022 025 028 0.3
P - P ;
w | Pa | medim carbonsteel (0.25%<C<0.60% ) . <220 | <25 | 85 100 007 01 013 016 018 02 022 025 028 03 w | pa4 | Mmedium carbonsteel {0.25%<C<0.60% ) <220 | <25 | 85 100 007 01 013 016 018 02 022 025 028 03
= low alloy steel b low alloy steel
o] o
3 P5 | Alloy steel, tempered steel <330 28-35 85 100 0.07 01 013 0.16 0.18 0.2 022 025 028 03 5 P5 | Alloy steel, tempered steel <330 28-35 85 100 007 01 013 016 018 02 022 025 028 0.3
9’ -
= o
% P6 | high carbon steel ( C>0.6% ) 370-750 | 4565 | — - & | P6 | highcarbon steel ( C>0.6%) 370-750 | 45-65 - -
‘T w
P11 | Ferritic Stainless Steel, Martensitic Stainless Steel | 250-450 | 38-50 — 60 007 01 0.12 0.14 0.16 0.18 0.2 022 024 0.26 P11 | Feritic Stainless Steel, Martensitic Stainless Steel | 250-450 | 38-50 — 60 007 01 0.12 0.14 016 0.18 0.2 0.22 024 0.26
tempered steel 3540 | 45 60 0.07 01 012 014 0.16 0.18 0.2 022 024 026 tempered steel 35-40 — —
bearing steel 56-64 — — bearing steel 56-64 — —
Tool steel, high speed steel 38-64 — — Tool steel, high speed steel 38-64 — —
Hardened Stainless Steel 33-50 — 45 0.05 0.06 0.08 011 0.13 0.15 0.17 0.18 0.19 0.2 Hardened Stainless Steel 33-50 - 45 005 006 008 0.11 013 0.15 017 0.18 0.19 0.2
manganese steel 35-64 — — manganese steel 35-64 — —
M | M1 | austenitic stainless steel <150 — 60 007 01 012 0.14 015 018 02 022 024 0.26 '\‘f M1 | austenitic stainless steel <150 — 60 007 0.1 012 014 0.15 018 02 022 024 0.26
g =)
% M2 | High strength austenitic stainless steel | 150-230 - 55 007 01 012 014 015 018 0.2 022 024 0.26 % M2 | High strength austenitic stainless steel | 150-230 - 55 0.07 01 012 014 015 0.18 0.2 022 0.24 0.26
g M4 | Duplex stainless steel 135-275 - 45 0.05 0.06 0.08 0.11 0.13 0.15 0.17 0.18 0.19 0.2 § M4 | Duplex stainless steel 135-275 - 45 005 0.06 0.08 011 0.13 0.15 0.17 0.18 0.19 0.2
S | s1 | Iron-based high-temperature alloys  |160-260 | 25-48 — — NSI S1 | Iron-based high-temperature alloys  |160-260 | 25-48 — 25 004 0.05 0.06 008 01 012 0.14 0.15 0.16 0.17
ST 3=
g3 | S2 Cobalt-based high temperature alloys |250-450 | 25-48 — — g2 | S2 | Cobalt-based high temperature alloys |250-450 | 25-48 — 25 004 005 006 008 01 012 014 015 0.16 0.17
=0 o
5 33
;="§ S3 | Nickel-based high-temperature alloys |160-450| <48 — — =2 | S3 | Nickel-based high-temperature alloys |160-450 | <48 — —
S = S =
S 3 =
§ S11 | Titanium alloy (low alloy) 250-350 | 33-38 — — % S11 | Titanium alloy (low alloy) 250-350 | 33-38 - 40 0.05 006 006 008 011 013 015 0.16 0.18 0.2
m
o o
%_‘ Titanium alloy (high alloy) 300-400| 36-48 — — g S13 | Titanium alloy (high alloy) 300-400 | 36-48 - -
gray castiron 120-290| <32 90 100 0.07 01 013 0.16 018 02 022 025 028 03 gray castiron 120-290 | <32 9 100 0.07 0.1 013 0.16 0.18 02 022 025 028 03
K K
oy peristaltic cast iron 120-290 | <32 90 100 0.07 01 0.13 0.16 0.18 0.2 022 025 028 03 3 peristaltic cast iron 120-290 | <32 90 100 0.07 0.1 013 0.16 018 02 022 025 028 0.3
c c
=}
_3‘_ malleable iron 130-260 | <28 90 100 0.07 0.1 0.13 0.16 0.18 0.2 022 025 028 03 5- malleable iron 130-260 | <28 90 100 0.07 0.1 013 0.16 018 02 022 025 028 0.3
< —
§ ductile iron 180-350 | <43 70 8 007 01 013 016 0.18 02 022 025 028 03 S ductile iron 180-350 | <43 70 8 007 0.1 013 0.16 0.18 02 022 025 028 0.3
N1 | Aluminum-silicon alloy, silicon content<9%| 60-90 N1 | Aluminum-silicon alloy, silicon content<9%| 60-90
N | N2 | Silicon Aluminum Alloy.9%«silicon content<16% | 70-100 N} N2 | Silicon Aluminum Alloy.9%<silicon content<16% | 70-100
SE= 33
2 g, N3 | Silicon Aluminum Alloy, Silicon Content>16% | 90-150 = = | N3 | Silicon Aluminum Alloy, Silicon Content>16% | 90-150
o L)
é N4 | Casting Aluminum Alloy 60-120 2 | N4 | Casting Aluminum Alloy 60-120
3 w
N5 | Forged Aluminum Alloy 60-90 N5 | Forged Aluminum Alloy 60-90
N10 | Duplex stainless steel N10 | Duplex stainless steel
N11  copper alloy 120-200 N11  copper alloy 120-200
caveat: : : H ithin +900, caveat: ; : H ithin +
1.Please use a machine with good rigidity. Hydraulic toolholders, heat-shrinkable toolholders, and precision strong spring toolholders are cumng speed Veandfeed per r€V0|UtIOSef ne(:g"? ¢ gﬂj\l:[:)trek?nwncl(])lrr]]dﬁég]? 1.Please use a machine with good rigidity. Hydraulic toolholders, heat-shrinkable toolholders, and precision strong spring toolholders are Cuttlng Speed Veandfeed per I'EVO|UlI03ef necna(?ir? ¢ gﬁj\%ﬁgnw@:dﬁé%
recommended.; P 9 9 ' recommended.; P 9 9 '
2.The tool should be mounted in such a way that the radial runout of the drill tip is less than 0.02mm; 2.The tool should be mounted in such a way that the radial runout of the drill tip is less than 0.02mm;
3.this standard cutting condition is applicable to water-soluble cutting fluid; 3.this standard cutting condition is applicable to water-soluble cutting fluid;
4.for tool specifications not in this table, please refer to the closest cutting edge diameter specifications to select cutting parameters, and 4 for tool specifications not in this table, please refer to the closest cutting edge diameter specifications to select cutting parameters, and
also adjust the cutting parameters appropriately according to the broken pin and spindle load; also adjust the cutting parameters appropriately according to the broken pin and spindle load;
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Recommended Cutting Capacity: D2300 Series Twist Drill for Steel Recommended Cutting Capacity: D2500 Series Twist Drill for Aluminum Alloy
et hardness |hardness e hardness | hardness
Workpiece materials Gooling method Drill diameter d Workploce material Cooling method Drill diameter d
1SO HB HRC gtégsllg icr:’tlzrnal 3 4 6 8 10 12 14 16 18 20 ISO HB HRC gté:)sliéi icr:)tlgrnal 3 4 6 8 10 12 14 16 18 20
P1 | Easy Cutting Steel <125 80 | 100 | 0.07 | 0.1 | 0.13|0.16 | 018 | 0.2 | 0.22 | 0.25|0.28 | 0.3 P1 | Easy Cutting Steel <125
b P2 | mild steel ( C<0.25% ) <125 80 | 100 | 0.07| 0.1 | 013 | 0.16 | 0.18 | 0.2 | 0.22 | 0.25 | 0.28 | 0.3 b P2 | mild steel ( C<0.25% ) <125
g P4 <220 <25 80 | 100 | 0.07| 0.1 | 013 | 0.16 | 0.18 | 0.2 | 0.22 | 0.25 | 0.28 | 0.3 % P4 <220 <25
g P5 | Alloy steel, tempered steel <330 28-35 70 | 80 | 0.07| 0.1 |0.13|0.16 | 0.18 | 0.2 |0.22 | 0.25|0.28 | 0.3 ; P5 | Alloy steel, tempered steel <330 28-35
S
% P6 | high carbon steel ( C>0.6% ) 370-750 | 45-65 % P6 | high carbon steel ( C>0.6% ) 370-750 | 45-65
P11 | Fenitic Stainless Steel, Martensitic Stainless Steel | 250-450 | 38-50 | 45 | 60 | 0.07 | 0.1 | 0.12 | 0.14 | 0.16 | 0.18 | 0.2 | 0.22 | 0.24 | 0.26 P11 | Ferritic Stainless Steel, Martensitic Stainless Steel {250-450 | 38-50
tempered steel 35-40 45 | 60 | 0.07| 0.1 | 0.12]0.14 | 0.16 | 0.18 | 0.2 | 0.22 | 0.24 | 0.26 tempered steel 35-40
bearing steel 56-64 45 | 60 | 0.05| 0.06 | 0.08 | 0.11 | 0.13 | 0.15 | 0.17 | 0.18 | 0.19 | 0.2 bearing steel 56-64
Tool steel, high speed steel 3864 | 45 | 60 | 0.05| 0.06 | 0.08 | 0.11 | 0.13 | 0.15 | 0.17 | 0.18 | 0.19 | 0.2 Tool steel, high speed steel 38-64
Hardened Stainless Steel 33-50 35 | 45 | 0.05| 0.06 | 0.08 | 0.11 | 0.13 | 0.15 | 0.17 | 0.18 | 0.19 | 0.2 Hardened Stainless Steel 33-50
manganese steel 35-64 45 | 60 | 0.05| 0.06 | 0.08 | 0.11 | 0.13 | 0.15 | 0.17 | 0.18 | 0.19 | 0.2 manganese steel 35-64
M M1 | austenitic stainless steel <150 ':f M1 | austenitic stainless steel <150
& L
E M2 | High strength austenitic stainless steel | 150-230 % M2 | High strength austenitic stainless steel | 150-230
g M4 | Duplex stainless steel 135-275 é M4 | Duplex stainless steel 135-275
g.S:: S1 | Iron-based high-temperature alloys  |160-260 | 25-48 :.SI S1 | Iron-based high-temperature alloys ~ [160-260 | 25-48
g Sz
%g S2 | Cobalt-based high temperature alloys [250-450 | 25-48 %g S2 | Cobalt-based high temperature alloys |250-450 | 25-48
22
= § S3 | Nickel-based high-temperature alloys [160-450| <48 % S3 | Nickel-based high-temperature alloys |160-450 | <48
3 =
;;:, S11 | Titanium alloy (low alloy) 250-350 | 33-38 % S11 | Titanium alloy (low alloy) 250-350 | 33-38
2 S13 | Titanium alloy (high alloy) 300-400| 36-48 g S13 | Titanium alloy (high alloy) 300-400 | 36-48
gray castiron 120-290| <32 90 | 120 | 013 0.15| 0.18 | 0.2 | 0.22 | 025 |0.28 | 0.3 |0.32 | 0.35 NG gray cast iron 120-290 | <32
gn peristaltic cast iron 120-290| <32 80 | 100 | 0.11 | 0.13 | 0.15|0.18 | 0.2 | 0.22 | 0.25 | 0.28 | 0.3 | 0.32 I; I peristaltic cast iron 120-290 | <32
=
é‘ malleable iron 130-260 | <28 80 | 100 | 0.11 | 0.13 | 0.15|0.18 | 0.2 | 0.22 | 0.25 | 0.28 | 0.3 | 0.32 ;Q:' [ malleable iron 130-260 | <28
§ ductile iron 180-350 | <43 70 80 0.09 | 0.11 | 013 | 0.16 | 0.18 | 0.2 | 0.22 | 0.25 | 0.28 | 0.3 §. (W ductile iron 180-350 | <43
Aluminum-silicon alloy, silicon content<9%| 60-90 N1 | Aluminum-silicon alloy, silicon content<9% | 60-90 80 | 90 | 0.13 | 0.15| 0.18 | 0.24 | 0.3 | 0.35 | 0.38 | 043 | 046 | 0.5
3N= N2 | Silicon Aluminum Alloy.9%<silicon content<16% | 70-100 N | N2 | Silicon Aluminum Alloy.9%<silicon content<16% | 70-100 80 | 90 | 0.13|0.15| 0.18 | 0.24 | 0.3 | 0.35 | 0.38 | 043 | 046 | 0.5
=
g 2., N3 | Silicon Aluminum Alloy, Silicon Content>16% 90-150 § 2’- N3 | Silicon Aluminum Alloy, Silicon Content>16% 90-150 80 90 | 0.13] 015|018 | 024 | 03 |0.35|0.38 | 043|046 | 0.5
é N4 | Casting Aluminum Alloy 60-120 é N4 | Casting Aluminum Alloy 60-120 80 | 90 | 0.13|0.15|0.18 | 0.24 | 0.3 | 0.35 | 0.38 | 0.43 | 046 | 0.5
N5 | Forged Aluminum Alloy 60-90 N5 | Forged Aluminum Alloy 60-90 80 90 | 0.13]015|018 | 024 | 03 | 035|038 | 043|046 | 05
N10 | Duplex stainless steel N10 | Duplex stainless steel 80 | 90 | 0.13|0.15|0.18 | 0.24 | 0.3 | 0.35|0.38 | 043 | 046 | 0.5
N11  copper alloy 120-200 N11  copper alloy 120-200 70 | 80 | 0.04 | 0.05|0.06 |0.08| 01 |0.12|0.14 | 0.15|0.16 | 0.17
TI;II:::; use a machine with good rigidity. Hydraulic toolholders, heat-shrinkable toolholders, and precision strong spring toolholders are Cutting speed Veandfeed per revolutiogefgec:g"?ge gﬂj\:]l;trelgnvéltcly:dﬁé?? TF"/I:aaste: use a machine with good rigidity. Hydraulic toolholders, heat-shrinkable toolholders, and precision strong spring toolholders are Cutting Speed Veand feed per I'EVO|Uti03JSe(na(?ir?g€ gﬁj\:gﬁ(?nvélzr:)l:dﬁé???
recommended.; : recommended.; )
2.The tool should be mounted in such a way that the radial runout of the drill tip is less than 0.02mm; 2.The tool should be mounted in such a way that the radial runout of the drill tip is less than 0.02mm;
3.this standard cutting condition is applicable to water-soluble cutting fluid; 3.this standard cutting condition is applicable to water-soluble cutting fluid;
4.for tool specifications not in this table, please refer to the closest cutting edge diameter specifications to select cutting parameters, and 4 for tool specifications not in this table, please refer to the closest cutting edge diameter specifications to select cutting parameters, and
also adjust the cutting parameters appropriately according to the broken pin and spindle load; also adjust the cutting parameters appropriately according to the broken pin and spindle load;
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Recommended Cutting Capacity: D2600 Series Twist Drill for Stainless Steel Recommended Cutting Capacity: D3000 Series Deep Hole Drill
cutting speedVc . cutting speedVc .
. Brinell  [Rockwell (mimin) Feed per revolution fn(mm/rev) . Brinell  Rockwell (mimin) Feed per revolution fn(mm/rev)
matera ) ) hardness |hardness materia ) ) hardness hardness
Workpiece materials Cooling method Drill diameter d Workpiece materials Cooling method Drill diameter d
1ISO HB HRC outsid  |internal 3 4 6 8 10 12 14 16 18 20 ISO HB HRC |outsid |nternal 3 4 6 8 10 12 14 16 18 20
ecold |cold ecold ¢old
P1  Easy Cutting Steel <125 80 | 90 | 007 | 01 | 013 | 0.16 | 0.18 | 0.2 | 022 | 025 | 0.28 | 0.3 P1 | Easy Cutting Steel <125 70 | 0.06|008| 0.1 |0.12]0.16 | 0.2 | 0.25
P2 mild steel ( C<0.25% ) <125 80 90 0.07 0.1 0.13 | 0.16 | 0.18 0.2 0.22 0.25 | 0.28 0.3 P2 mild steel ( C<0.25% ) <125 70 0.06 | 0.08 0.1 0.12 | 0.16 0.2 | 0.25
P P
v | P4 medium carbon steel (0.25%<C<0.60%) | <220 <25 | P4 | medium carbon steel (0.25%<C<0.60% ) | <220 <25 70 | 0.06|008| 0.1 | 012]0.16| 0.2 | 0.25
§ low alloy steel 2 low alloy steel ) ) ) ) ) ) )
= [
3 P5  Alloy steel, tempered steel <330 | 28-35 3 | PS5 | Alloy steel, tempered steel <330 | 28-35 70 | 0.06 | 0.08| 0.1 | 0.12]0.16 | 0.2 | 0.25
Y
f=r -
1) o
& | P6 high carbon steel ( C>0.6% ) 370-750 | 45-65 = | P6 | high carbon steel (C>0.6% ) 370-750 | 45-65
@ Iy
Ferritic Stainless Steel, Martensitic Stainless Steel| 250-450 | 38-50 | 50 | 75 | 0.07 | 0.1 | 012 | 0.14 | 0.16 | 0.18 | 02 | 022 | 0.24 | 0.26 P11 | Fenitic Stainless Steel, Martensitic Stainless Steel | 250-450 | 38-50 70 | 0.06 | 0.08 | 0.1 | 012]0.16 | 0.2 | 0.25
tempered steel 35-40 tempered steel 35-40 60 | 0.06|008| 01 |012|0.16| 0.2 |0.25
bearing steel 56-64 bearing steel 56-64
Tool steel, high speed steel 38-64 Tool steel, high speed steel 38-64
Hardened Stainless Steel 33-50 35 50 | 0.05 | 0.06 | 0.08 | 0.11 | 0.13 | 0.15 | 0.17 | 0.18 | 0.19 | 0.2 Hardened Stainless Steel 33-50
manganese steel 35-64 manganese steel 35-64
M M1 austenitic stainless steel <150 50 75 007 | 01 | 012 | 014 | 015 | 0.18 | 02 | 022 | 0.24 | 0.26 M| M1 | austenitic stainless steel <150 50 | 0.06|0.08| 0.1 |0.12]0.16 | 0.2 | 0.25
g g
% M2 High strength austenitic stainless steel| 150-230 40 | 60 | 007 | 01 | 012 | 014 | 015 | 018 | 02 | 0.22 | 0.24 | 0.26 ;T M2 | High strength austenitic stainless steel| 150-230 50 | 0.06|0.08 0.1 |012]0.16 | 0.2 | 0.25
€ | M4  Duplexstainless steel 135-275 35 | 50 | 0.05 | 006 | 0.08 | 0.11 | 0.13 | 015 | 0.17 | 0.18 | 0.19 | 0.2 @ | M4 | Duplex stainless steel 135-275 50 | 0.06|008| 01 |012|0.16| 0.2 |0.25
_’SI S1  Iron-based high-temperature alloys | 160-260 | 25-48 - 25 | 004 | 005 | 006 | 0.08 | 0.1 | 012 | 0.14 | 0.15 | 0.16 | 0.17 S | s1 | Iron-based high-temperature alloys  |160-260 | 25-48
== =
55 g
§§ S2  Cobalt-based high temperature alloys | 250-450 | 25-48 - 25 0.04 | 005 | 006 | 008 | 01 | 012 | 014 | 0.15 | 0.16 | 0.17 55 S2 | Cobalt-based high temperature alloys [250-450 | 25-48
s |
2 52
2 g S3  Nickel-based high-temperature alloys | 160-450 | <48 - 25 | 004 | 005 | 006 | 008 | 01 | 012 | 0.14 | 015 | 0.16 | 0.17 = § S3 | Nickel-based high-temperature alloys |160-450 | <48
3 =
m m
% S11  Titanium alloy (low alloy) 250-350 | 33-38 - 40 | 0.05 | 006 | 006 | 0.08 | 011 | 013 | 015 | 0.16 | 0.18 | 0.2 £ | S11 | Titanium alloy (low alloy) 250-350 | 33-38
@ =
2 | S13  Titanium alloy (high alloy) 300-400 | 36-48 - 35 0.05 | 006 | 0.06 | 008 | 011 | 013 | 015 | 0.16 | 0.18 | 0.2 2 | 813 | Titanium alloy (high alloy) 300-400 | 36-48
gray castiron 120-290 | <32 gray cast iron 120-290 | <32 70 | 0.06|0.08 01 |012]0.16 | 0.2 | 0.25
K K
o peristaltic cast iron 120-290 | <32 oy peristaltic cast iron 120-290 | <32 70 | 0.06 | 008 | 0.1 |0.12]0.16 | 0.2 | 0.25
= =
>
= malleable iron 130-260 | <28 _3‘_ malleable iron 130-260 | <28 70 | 0.06 | 0.08| 0.1 | 0.12]0.16 | 0.2 | 0.25
< <
S ductile iron 180-350 | <43 § ductile iron 180-350 | <43 70 | 0.06 | 0.08| 0.1 | 012 | 0.16 | 0.2 | 0.25
60-90 60-90 90 | 008 | 0.1 | 012 |0.16 | 0.2 |0.25 | 0.3
N1 'N2  Silicon Aluminum Alloy.9%<silicon content<16% | 70-100 N | N2 | Silicon Aluminum Alloy.9%<silicon content<16% | 70-100 9 | 0.08| 01 |012|016| 02 | 025 03
= 33
°
& 1 N3 Silicon Aluminum Alloy, Silicon Content>16% | 90-150 g' 3. N3 | Silicon Aluminum Alloy, Silicon Content>16% | 90-150 90 | 0.08| 0.1 | 012|016 | 0.2 |025| 0.3
oo oo
§ N4 Casting Aluminum Alloy 60-120 é N4 | Casting Aluminum Alloy 60-120 90 | 0.08| 01 |012 016 | 0.2 | 025 | 0.3
w w
N5 Forged Aluminum Alloy 60-90 N5 | Forged Aluminum Alloy 60-90 90 | 0.08| 01 |012 016 | 0.2 | 025 | 0.3
N10  Duplex stainless steel N10 | Duplex stainless steel 90 | 0.08| 01 |012|0.16 | 0.2 | 0.25| 0.3
N11  copperalloy 120-200 N11  copper alloy 120-200 80 | 0.06 | 0.08 | 0.1 | 0.12 | 0.16 | 0.2 | 0.25
caveat: 1 1 i ithin 709 caveat: 1 1 i ithin +
1.Please use a machine with good rigidity. Hydraulic toolholders, heat-shrinkable toolholders, and precision strong spring toolholders are Cuttlng speed Veandfeed per r€V0|UtIOSef ne(:g"? ¢ gﬂj\:]l;trelgnwncly:dﬁé?]? 1.Please use a machine with good rigidity. Hydraulic toolholders, heat-shrinkable toolholders, and precision strong spring toolholders are Cuttlng Speed Veand feed per I'EVO|UlI03ef necna(?i: ¢ gﬁj\:gﬁ(?nW|zglndﬁ|€?19?
recommended.; P g 9 : recommended.; p 9 g )
2.The tool should be mounted in such a way that the radial runout of the drill tip is less than 0.02mm; 2.The tool should be mounted in such a way that the radial runout of the drill tip is less than 0.02mm;
3.this standard cutting condition is applicable to water-soluble cutting fluid; 3.this standard cutting condition is applicable to water-soluble cutting fluid;
4.for tool specifications not in this table, please refer to the closest cutting edge diameter specifications to select cutting parameters, and 4 for tool specifications not in this table, please refer to the closest cutting edge diameter specifications to select cutting parameters, and
also adjust the cutting parameters appropriately according to the broken pin and spindle load; also adjust the cutting parameters appropriately according to the broken pin and spindle load;
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Recommended Cutting Capacity: D5200 Series Triple-Edge Drills

i E:S‘EAL ) E::(I;r‘:\g esll cut(trl:/gns‘Fne)e dve Feed per revolution fn(mm/rev)
Workpiece materials e Drill diameter d
1SO HB HRC Z‘éff.ﬁ E:r:)tlemal 3 4 6 8 10 12 14 16 18 20
P1 | Easy Cutting Steel <125 100 | 0.11 | 014 | 0.2 | 0.26 | 0.32 | 0.35 | 04 | 045 | 0.5 | 0.55
P2 | mild steel (C<0.25% ) <125 100 | 0.11 | 0.14 | 0.2 | 0.26 | 0.32 | 0.35 | 0.4 | 045 | 0.5 | 0.55
; P4 Irg\?vd;lljlglycsatreg?nsmel(0'25%<C<0'60%)\ <220 <25 100 | 0.11 1 014 | 0.2 | 026 | 0.32 | 035 | 04 | 045 | 05 | 0.55
g PS5 | Alloy steel, tempered steel <330 | 28-35 100 | 0.11 | 0.14 | 0.2 | 0.26 | 0.32 | 0.35 | 04 | 045 | 0.5 | 0.55
£
% P6 | high carbon steel ( C>0.6% ) 370-750 | 45-65
Ferritic Stainless Steel, Martensitic Stainless Steel | 250-450 |  38-50
tempered steel 35-40 85 | 011,014 | 02 | 026|032 |035| 04 | 045 | 05 | 055
bearing steel 56-64
Tool steel, high speed steel 38-64
Hardened Stainless Steel 33-50
manganese steel 35-64
M M1 | austenitic stainless steel <150
§ M2 | High strength austenitic stainless steel | 150-230
E M4 | Duplex stainless steel 135-275
=.S:|: S1 | Iron-based high-temperature alloys | 160-260 | 25-48
§§ S2 | Cobalt-based high temperature alloys |250-450 | 25-48
g8
"’g S3 | Nickel-based high-temperature alloys |160-450 | <48
% S11 | Titanium alloy (low alloy) 250-350 | 33-38
2 S13 | Titanium alloy (high alloy) 300-400 | 36-48
gray castiron 120-290 | <32 100 | 0.11 | 0.14 | 0.2 | 0.26 | 0.32 | 0.35 | 0.4 | 045 | 0.5 | 0.55
I; peristaltic cast iron 120-290 | <32 100 | 0.11 | 0.14 | 0.2 | 0.26 | 0.32 | 0.35 | 04 | 045 | 0.5 | 0.55
g— malleable iron 130-260| <28 100 | 0.11 | 014 | 0.2 | 0.26 | 0.32 | 0.35 | 04 | 045 | 0.5 | 0.55
§. ductile iron 180-350 | <43 9 | 011,014 | 02 | 026 | 032|035 | 04 | 045 | 05 | 0.55
60-90
N1 N2 | Silicon Aluminum Alloy.9%<silicon content<16% | 70-100
3
gi N3 | Silicon Aluminum Alloy, Silicon Content>16% 90-150
@
é N4 | Casting Aluminum Alloy 60-120
N5 | Forged Aluminum Alloy 60-90
N10 | Duplex stainless steel
N11  copper alloy 120-200
caveat:

1.Please use a machine with good rigidity. Hydraulic toolholders, heat-shrinkable toolholders, and precision strong spring toolholders are

recommended.;

2.The tool should be mounted in such a way that the radial runout of the drill tip is less than 0.02mm;

3.this standard cutting condition is applicable to water-soluble cutting fluid;

4.for tool specifications not in this table, please refer to the closest cutting edge diameter specifications to select cutting parameters, and
also adjust the cutting parameters appropriately according to the broken pin and spindle load;

Cutting speed Vic and feed per revolution fn can be adjusted within +20%
depending on working conditions.
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Recommended Cutting Capacity: D7200 Series Straight Groove Drill

Brinell  [Rockwell CUt(tri:lgr:F:)edVC Feed per revolution fn(mm/rev)
atsd hardness |hardness
Wit gotegomefisatl' Gooling method Drill diameter d
IS0 HB HRC glét)s;g icr:)ternal 9 4 6 8 10 | 12 | 14 | 16 | 18 | 20
P1 | Easy Cutting Steel <125
P2 | mild steel (C<0.25% ) <125
S, P4 | medium carbon steel (0.25%<C<0.60% ) . <220 <25
§ low alloy steel
3 P5 | Alloy steel, tempered steel <330 | 28-35
2
% P6 | high carbon steel ( C>0.6% ) 370-750 | 45-65
P11 | Ferritic Stainless Steel, Martensitic Stainless Steel | 250-450 | 38-50
tempered steel 35-40
bearing steel 56-64
Tool steel, high speed steel 38-64
Hardened Stainless Steel 33-50
manganese steel 35-64
“‘f M1 | austenitic stainless steel <150
% M2 | High strength austenitic stainless steel | 150-230
g M4 | Duplex stainless steel 135-275
:SI S1 | Iron-based high-temperature alloys  |160-260 | 25-48
%g S2 | Cobalt-based high temperature alloys {250-450 | 25-48
58
"‘g, S3 | Nickel-based high-temperature alloys |160-450 | <48
% 811 | Titanium alloy (low alloy) 250-350 | 33-38
g $13 | Titanium alloy (high alloy) 300-400 | 36-48
gray cast iron 120-290 | <32 80 100 | 015 | 0.2 | 0.22 | 0.26 | 0.3 | 0.32 | 0.36 | 0.38 | 0.4 | 0.45
:n peristaltic cast iron 120-290 | <32 80 100 | 015 | 0.2 | 0.22 | 026 | 0.3 | 0.32 | 0.36 | 0.38 | 0.4 | 0.45
f=
;‘; malleable iron 130-260 | <28 80 100 | 0.15| 0.2 | 0.22 | 0.26 | 0.3 | 0.32 | 0.36 | 0.38 | 0.4 | 0.45
§. ductile iron 180-350 | <43 75 90 | 015 | 0.2 | 022|026 | 03 | 032|036 038 | 04 | 045
60-90 80 100 | 015 | 0.2 | 0.22 | 0.26 | 0.3 | 0.32 | 0.36 | 0.38 | 0.4 | 0.45
N1 N2 | Silicon Aluminum Alloy.9%<silicon content<16% | 70-100 80 | 100 | 015 | 0.2 | 0.22 | 0.26 | 0.3 | 0.32 | 0.36 | 0.38 | 0.4 | 0.45
=
g% N3 | Silicon Aluminum Alloy, Silicon Content>16% 90-150 80 100 | 0.15| 0.2 | 022 | 026 | 0.3 | 0.32 | 0.36 | 0.38 | 0.4 | 0.45
©w I
g N4 | Casting Aluminum Alloy 60-120 80 | 100 | 0.15 | 0.2 | 022 | 026 | 0.3 | 0.32 |0.36 | 0.38 | 0.4 | 0.45
N5 | Forged Aluminum Alloy 60-90 80 100 | 0.15| 0.2 | 022 | 0.26 | 0.3 | 0.32 | 0.36 | 0.38 | 0.4 | 0.45
N10 | Duplex stainless steel 80 100 | 0.15| 0.2 | 022 | 0.26 | 0.3 | 0.32 | 0.36 | 0.38 | 0.4 | 0.45
N11  copper alloy 120-200
caveat:

1.Please use a machine with good rigidity. Hydraulic toolholders, heat-shrinkable toolholders, and precision strong spring toolholders are

recommended.;
2.The tool should be mounted in such a way that the radial runout of the drill tip is less than 0.02mm;

3.this standard cutting condition is applicable to water-soluble cutting fluid;

4 .for tool specifications not in this table, please refer to the closest cutting edge diameter specifications to select cutting parameters, and
also adjust the cutting parameters appropriately according to the broken pin and spindle load;

Cutting speed Vi and feed per revolution fn can be adjusted within +20%
depending on working conditions.
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Recommended Cutting Capacity: D9100 Series NC Center Drill

Hole Cutting Tools | JINOOIi&iG

cutting speed)

/

C

Feed per revolution fn(mm/rev)

g Brinell Rockwell (m/min)
i) hardness |hardness
Workpiece materials Gooling method Drill diameter d
1SO HB HRC 2‘253.'&‘ icr:ntlemal 3 4 6 8 10 12 14 16 18 20
P1 | Easy Cutting Steel <125 100 0.12 015|018 | 0.2 | 022 | 0.24 | 026 | 0.3 | 0.33 | 0.35
. P2 | mild steel ( C<0.25% ) <125 100 0.12 015|018 | 0.2 | 022 | 0.24 | 026 | 0.3 | 0.33 | 0.35
» | P4 | medium carbon steel (0.25%<C<0.60%) | <220 <25 | 100 0.12| 0.15| 0.18 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 |0.33 | 0.35
o low alloy steel
g P5 | Alloy steel, tempered steel <330 28-35 | 100 0.12 | 0.15| 018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
% P6 | high carbon steel ( C>0.6% ) 370-750 | 45-65 70 0.12 1 015|018 | 0.2 | 022 | 0.24 | 026 | 0.3 | 0.33 | 0.35
Ferritic Stainless Steel, Martensitic Stainless Steel | 250-450 | 38-50 80 0.12 015|018 | 0.2 | 022 | 0.24 | 026 | 0.3 |0.33 | 0.35
tempered steel 35-40 70 012 | 0.15| 018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
bearing steel 56-64 60 0.12 | 0.15| 018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
Tool steel, high speed steel 38-64 | 50 012 0.15| 0.18 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
Hardened Stainless Steel 33-50 | 60 0.12 | 0.15| 018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
manganese steel 35-64 50 0.12| 0.15| 0.18 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
'\i M1 | austenitic stainless steel <150 50 0.12 | 0.15| 0.18 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
% M2 | High strength austenitic stainless steel | 150-230 45 012 0.15| 0.18 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
g M4 | Duplex stainless steel 135-275 30 0121 0.15| 0.18 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
:I S1 | Iron-based high-temperature alloys  |160-260 | 25-48 | 30 0.12 | 0.15| 018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
%g S2 | Cobalt-based high temperature alloys {250-450 | 25-48 | 30 0.12 | 0.15| 0.18 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
5%
ﬁé S3 | Nickel-based high-temperature alloys |160-450 | <48 30 0.12 | 015|018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
=
? S11 | Titanium alloy (low alloy) 250-350 | 33-38 30 0.12 015|018 | 0.2 | 022 | 024 | 0.26 | 0.3 | 0.33 | 0.35
g S$13 | Titanium alloy (high alloy) 300-400 | 36-48 30 0.12 | 015| 0.18 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
gray cast iron 120-290 | <32 100 0.12 | 0.15| 018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
gn peristaltic cast iron 120-290| <32 100 0.12| 0.15| 0.18 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
é‘ malleable iron 130-260| <28 100 0.12 | 0.15| 018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
§. ductile iron 180-350 | <43 90 012 | 0.15| 018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
N1 60-90 120 0.12 | 0.15| 018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
3N= N2 | Silicon Aluminum Alloy.9%<silicon content<16% | 70-100 120 0.12| 015|018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
gi N3 | Silicon Aluminum Alloy, Silicon Content>16% 90-150 120 0.12 015|018 | 0.2 | 022 | 0.24 | 026 | 0.3 |0.33 | 0.35
g N4 | Casting Aluminum Alloy 60-120 120 012 | 0.15| 018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
N5 | Forged Aluminum Alloy 60-90 120 0.12 | 0.15| 018 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
N10 | Duplex stainless steel 120 0.12 | 0.15| 0.18 | 0.2 | 0.22 | 0.24 | 0.26 | 0.3 | 0.33 | 0.35
N11  copper alloy 120-200 90 0.12 015|018 | 0.2 | 022 | 0.24 | 026 | 0.3 | 0.33 | 0.35

caveat:

1.Please use a machine with good rigidity. Hydraulic toolholders, heat-shrinkable toolholders, and precision strong spring toolholders are

recommended.;

2.The tool should be mounted in such a way that the radial runout of the drill tip is less than 0.02mm;

3.this standard cutting condition is applicable to water-soluble cutting fluid;
4.for tool specifications not in this table, please refer to the closest cutting edge diameter specifications to select cutting parameters, and
also adjust the cutting parameters appropriately according to the broken pin and spindle load;

Cutting speed Vic and feed per revolution fn can be adjusted within +20%
depending on working conditions.
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Calculation of drilling parameters

Cutting speed Vc Spindle speed n

(m/min) (rpm)
Dex 1 xn Ve x 1000
VC: n=
1000 T x Dc
Feed per revolution fn (mmr) Feed rate Vf
(m/min)
Vi
frn= Vi= fn xn
n

Metal removal rate Q (cm¥min) Processing time Tc

(min)
I
Q-= Dc x fnx Ve To= m
4 Vs
formula:
Dc Drill Diameter (mm) Ve cutting speed  (m/min)
n  Spindle speed (rpm) tn  Feed per revolution(mm/rev)
Vi Feed rate(mm/min) Q Im  Drilling depth (mm)

Metal removal rate(cm®min) Tc processing time (min)

a constant (math.)=3.1415

example: D2605-CHA-D10

D2600 Twist drill for stainless steel

05 - The depth of cut is 5xDc 5 doubled blade
diameter (e.g. of a knife blade)

C - internal cold  HA-DIN6535HA straight handle

D10- $53%£ 7112 Dc=10

Machining austenitic stainless steel with this drill, from the
cutting table to find the recommended cutting amount: Cutting
speedVc=80 m/min Feed per revolutionfn=0.21 mm/rev

Drilling depth Im In this case5xDc=5x10=50 mm ,

Calculations: speed n, feed rate Vf, metal removal rate Q and
time to machine a hole Tc 1 Speed n.

n =Vcx1000/ w/Dc=80x1000/3.1415/10=2547 (rpm)

2 Feed rateVf:

Vf=fnxn=0.21x2547=535 (mm/min)
3 Metal removal rateQ:
Q=DcxfnxVc/4=10x0.21x80/4=42  (cm®min)

4 Time to machine a holeTc: Tc=Im/Vi=50/535=0.093 (min)
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Tensile strength, Brinell hardness, Rockwell hardness comparison table

N/mm? HV10 HB HRC N/mm? HV10 HB HRC
240 75 71 920 287 273 28
255 80 76 940 293 278 29
270 85 81 970 302 287 30
285 90 86 995 310 295 31
305 95 90 1020 317 301 32
320 100 95 1050 327 311 33
335 105 100 1080 336 319 34
350 110 105 1110 345 328 35
370 115 109 1140 355 337 36
385 120 114 1170 364 346 37
400 125 119 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
495 155 147 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
S 180 171 1620 497 472 49
595 185 176 1680 514 488 50
610 190 181 1730 527 501 &
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 615 584 56
705 220 209 2140 639 607 57
720 225 214 655 622 58
740 230 219 675 59
755 235 223 698 60
770 240 228 720 61
785 245 233 745 62
800 250 238 22 773 63
820 255 242 23 800 64
835 260 247 24 829 65
860 268 255 25 864 66
870 272 258 26 900 67
900 280 266 27 940 68

Hole Cutting Tools | JINOOIi&i&G

Shank Standard ] The structure of shank

DIN 6535-HA

d1

b1

e

h1

di

|

i
e
I1

d1=6~20mm

‘ et

d1=25~32mm

QY
AN

di

h2

(b2)
(b3)

d1=25~32mm

(hs)

d1h62‘3‘4‘5 6‘8 10 12‘14 16‘18 20 |25 |32
11 +% 28 36 40 45 48 50 |56 |60
DIN 6535-HB
d1 b1 e h1 1 12
he 0% 4 h11 K 5
6 4.2 18.0 5.1 36.0
8 5.5 18.0 6.9 36.0
10 7.0 20.0 8.5 40.0
12 8.0 22.5 10.4 45.0
14 8.0 22.5 12.7 45.0
16 10.0 24.0 14.2 48.0
18 10.0 24.0 16.2 48.0
20 11.0 25.0 18.2 50.0
25 12.0 32.0 23.0 56.0 17.0
32 14.0 36.0 30.0 60.0 19.0
DIN 6535-HE
d1 (b2) (b3) (h2) (h3) I la Is r2
6.0 43 - 5.1 - 36.0 25.0 18.0 1.2
8.0 55 - 6.9 - 36.0 25.0 18.0 1.2
10.0 71 - 8.5 - 40.0 28.0 20.0 1.2
12.0 8.2 - 10.4 - 45.0 33.0 225 1.2
14.0 8.1 - 12.7 - 45.0 33.0 22.5 1.2
16.0 10.1 - 14.2 - 48.0 36.0 24.0 1.6
18.0 10.8 - 16.2 - 48.0 36.0 24.0 1.6
20.0 1.4 - 18.2 - 50.0 38.0 25.0 1.6
25.0 13.6 9.3 23.0 241 56.0 44.0 32.0 1.6
32.0 15.5 9.9 30.0 31.2 60.0 48.0 35.0 1.6
071



	P1
	P2-11
	P12-23
	P24-39
	P40-55
	P56-65
	P66-71



