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Wide flute design
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Internal coolant
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Provide better initial bite
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Achieved high accurate drilling due to excellent chip control by wide flute design.
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Possible to shorten working process even if drilling slope surface and crossed hole,
due to reduces curve of the formed hole and burr.
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Achieved longer tool life by adopting “DV Coating” with fracture toughness & wear
resistance and smooth surface treatment.
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Widely applied from carbon & mold steel to stainless steel, cast iron & aluminum
alloy.
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1 Spot facing slope Spot facing Spot facing after chamfering part Drilling thin plate Drilling crossed hole Correcting hole
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Burr at hole exit
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Compared with competitor K, TLDSD type provides better initial bite: & small run-out, and
showed good surface roughness.

B SNCM#F M3 & 73X Drilling crossed hole for Ni-Cr-Mo steel
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d7.8F5udH Y 1MmAF v (0.2mmEL) IZTHhI After drilling crossed hole (45 holes), TLDSD type controlled burr and chips
¢ 7.8 guide hole 1mm step feed (return to 0.2mm) . when withdrawn, but flat drill of competitor E showed burr and chips.
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