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SOLIDSHRILLE

NEW SERIES OF SOLID CARBIDE DRILLS
FOR STEEL, STAINLESS STEEL AND TITANIUM

D 140° split point, 4-facet geometry - available in 3xD - 8xD lengths

d Grade IN2205 - Nano-layered PVD-TIAICN

D 135° split point, 4-facet geometry - available in 16xD - 50xD lengths

» Grade IN2005 - Nano-layered PVD-TIAIN

» Double margin provides excellent stability, straightness and surface finish
» No pilot drilling required up to 8xD

No. 247 E/01-2026
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SOUIDITHRILL= SOLID CARBIDE DRILLS FOR STEEL, STAINLESS STEEL AND TITANIUM

PRODUCT OVERVIEW

Ingersoll is pleased to introduce a new, comprehensive line of solid carbide drills for general use.

These 2-flute double margin drills are perfect for day-to-day or high production applications in ferrous materials and titanium.
Standard drills are available in 3xD - 8xD and 16xD - 50xD lengths.

Diameters range from 3,0 mm-20,0 mm. The coating provides excellent wear protection and ensures optimum chip flow.

TECHNICAL FEATURES AND ADVANTAGES

* 140° split point, 4-facet geometry - available in 3xD - 8xD lengths

e Grade IN2205 - Nano-layered PVD-TIAICN

* 135° split point, 4-facet geometry - available in 16xD- 50xD lengths

* Grade IN2005 - Nano-layered PVD-TIAIN

* Double margin provides excellent stability, straightness and surface finish

* No pilot drilling required up to 8xD
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SOUIDITHRILL= SOLID CARBIDE DRILLS FOR STEEL, STAINLESS STEEL AND TITANIUM

PART NUMBER IDENTIFICATION (AND TOLERANCES)
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Usable Length .
Adaption Code
Ex.1 DE 6,30 24 T0 R 01
Ex.2 DE 10,50 98 T2 R 01

Example 1: DE0635024TOR01 Adaption Code

« SolidDrill? DE series I Sy indiic)

* 6,30 mm Cutting Dia T0 8 mm Cylindrical
+ 24 mm Usable Length T1 10 mm Cylindrical
8 mm Shank

T2 12 mm Cylindrical
U8 14 mm Cylindrical

Example 2: DE1050098T2R01 T3 16 mm Cylindrical

* SolidDrill? DE series CEN REC T

+ 10,50 mm Cutting Dia T4 20 mm Cylindrical
98 mm Usable Length
* 12 mm Shank

Tolerances
o

Adaption Code Cut Shank |Diameter
(h6)

0-3mm  +0,000/-0,010 mm  +0,000/-0,006 mm
3,01-6mm  +0,000/-0,012mm  +0,000/-0,008 mm
6,01-10mm  +0,000/-0,015mm  +0,000/-0,009 mm
10,01-18 mm ~ +0,000/-0,018 mm ~ +0,000/-0,011 mm

Member IMC Group 3
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SOUIDITHRILL= SOLID CARBIDE DRILLS FOR STEEL, STAINLESS STEEL AND TITANIUM

OPERATING RECOMMANDATIONS - 3xD & 5xD

Tensil Material Feed rate fu (mm)
ensile - | Materia g
ISO| Material Condition Strength Group (i/ut:mg ?pge;i
(N/mm?) No. clmmimin 3,0-6,0 6,0-9,0 0-12,

<0.25%C  Annealed 420 125 1
>=0.25%C Annealed 650 190 2
Non-alloy
seeland  <0559c  ouenched 850 250 3
cast steel and tempered
Free cuttin
e 9 _055%C  Annealed 750 220 4
115 0,075-0,13 0,12-0,19 0,19-0,255
>0559c  Quenched 1000 300 5
and tempered
Annealed 600 200 6
Low alloy steel and cast steel 930 275 7
(less than 5% of alloying Quenched
elements) and tempered L I 8
1200 350 9
Annealed 680 200 10
High alloyed steel, cast steel, : : .
3 tool toel Quenched T I 80 0,075-0,13 0,12-0,19 0,19-0,255
and tempered
Stainless Steel Ferritic/
(410,416,420, 440) Martensitc ~ °%0 200 12
70 0,058-0,12 0,12-0,18 0,18-0,23
Stainless Steel (15-5, 17-4 PH) Martensitic 820 240 13
M  Stainless Steel (302, 303, 304)
Austenitic 600 180 14
Stainless Steel (310, 316, 321) 50-55 0,054-0,12 0,12-0,15 0,15-0,2
Duplex Stainless Steel Austenitic/
(323, 329, F55, 2205) Feritic 820 240 14 40-45 0,05-0,08 0,08-0,11 0,11-0,13
Rm400 110 36
Titanium Ti alloys TI1100,
H Aloha + Beta 40-45 0,05-0,07 0,07-0,1 0,1-0,13

TI6ALAV Rm 1050 310 37

alloys cured

For best results, reduce feed rate to 50% when breaking through the material.

4 Member IMC Group

Ifigérsoll

utting Tools



SOUIDITHRILL= SOLID CARBIDE DRILLS FOR STEEL, STAINLESS STEEL AND TITANIUM

OPERATING RECOMMANDATIONS - 8xD

Tensil Material Feed rate fu (mm)
ensile - | Materia g
ISO | Material Condition Strength Group (i/ut:mg ?pge;i
(N/mm?) No. clmmimin 3,0-60 6,0-9,0 0-12,

<0.25%C  Annealed 420 125 1
>=0.25%C Annealed 650 190 2
Non-alloy
seeland  <0559c  ouenched 850 250 3
cast steel and tempered
Free cutting
steel >=0.55%C Annealed 750 220 4
115 0,075-0,13 0,12-0,19 0,19-0,255
>0559c  Quenched 1000 300 5
and tempered
Annealed 600 200 6
Low alloy steel and cast steel 930 275 7
(less than 5% of alloying Quenched
elements) and tempered L I 8
1200 350 9
Annealed 680 200 10
High alloyed steel, cast steel, : : .
3 tool dtoel Quenched T I 80 0,075-0,13 0,12-0,19 0,19-0,255
and tempered
Stainless Steel Ferritic/
(410,416,420, 440) Martensitc ~ °%0 200 12
70 0,058-0,12 0,12-0,18 0,18-0,23
Stainless Steel (15-5, 17-4 PH) Martensitic 820 240 13
M Stainless Steel (302, 303, 304)
Austenitic 600 180 14
Stainless Steel (310, 316, 321) 50-55 0,054-0,12 0,12-0,15 0,15-0,2
Duplex Stainless Steel Austenitic/
(323, 329, F55, 2205) Feritic 820 240 14 40-45 0,05-0,08 0,08-0,11 0,11-0,13
Rm 400 110 36
g TlanumTialosT00, e+ Bt 40-45 0,05-0,07 0,07-0,1 01-013
alloys cured Rm 1050 310 37

For best results, reduce feed rate to 50% when breaking through the material.
For optimal chip evacuation, use high pressure coolant for deep holes.
Inspect run-out and tool alignment before running 8xD drills. Pecking can be applied in cases where chip formation/evacuation is a problem.

Member IMC Group 5
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SOUIDITHRILLS SOLID CARBIDE DRILLS FOR STEEL, STAINLESS STEEL AND TITANIUM

OPERATING RECOMMANDATIONS - 16-25xD

Tensil Material Feed rate fu (mm)
ensile - | Materia g
ISO| Material Condition Strength Group (i/ut:mg ?pge;i
(N/mm?) No. clmmimin 3,0-6,0 6,0-9,0 0-12,

<0.25%C  Annealed 420 125 1
>=0.25%C Annealed 650 190 2
Non-alloy
seeland  <055oc  ouenched 850 250 3
cast steel and tempered
Free cutting
steel >=0.55%C Annealed 750 220 4
115 0,05-0,012 0,09-0,17 0,17-0,2
>0550c  Quenched 1000 300 5
and tempered
Annealed 600 200 6
Low alloy steel and cast steel 930 275 7
(less than 5% of alloying Quenched
elements) and tempered L I 8
1200 350 9
Annealed 680 200 10
High alloyed steel, cast steel, : : .
nd tool toel Quenched T I 80 0,06-0,12 0,1-0,15 0,15-0,2
and tempered
Stainless Steel Ferritic/
(410,416,420, 440) Martensitc ~ °%0 200 12
70 0,05-0,11 0,08-0,16 0,12-0,2
Stainless Steel (15-5, 17-4 PH) Martensitic 820 240 13
M  Stainless Steel (302, 303, 304)
Austenitic 600 180 14
Stainless Steel (310, 316, 321) 50-55 0,054-0,1 0,12-0,15 0,15-0,2
Duplex Stainless Steel Austenitic/
(323, 329, F55, 2205) Fenitic 820 240 14 40-45 0,05-0,08 0,08-0,11 0,11-0,13
Rm400 110 36
Titanium Ti alloys TI1100
S ! 40-45 0,05-0,07 0,07-0,1 0,1-0,13
TI6ALAV Alpha + Beta BRIk B2 bU=C
alloys cured Rm 1050 310 37

For best results, reduce feed rate to 50% when breaking through the material.
For optimal chip evacuation, use high pressure coolant for deep holes.
Inspect run-out and tool alignment before running 16-25xD drills. Pecking can be applied in cases where chip formation/evacuation is a problem.

6 Member IMC Group
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SOUIDITHRILLS SOLID CARBIDE DRILLS FOR STEEL, STAINLESS STEEL AND TITANIUM

OPERATING RECOMMANDATIONS - 30-50xD

Tensil Material Feed rate fu (mm)
ensile - | Materia g
ISO | Material Condition Strength Group (i/ut:mg ?pge;i
(N/mm?) No. clmmimin 3,0-6,0 6,0-9,0 0-10,

<0.25%C  Annealed 420 125 1
>=0.25%C Annealed 650 190 2
Non-alloy
seeland  <0559c  ouenched 850 250 3
cast steel and tempered
Free cutting
steel >=0.55%C Annealed 750 220 4
115 0,05-0,012 0,09-0,17 0,17-0,2
>0559c  Quenched 1000 300 5
and tempered
Annealed 600 200 6
Low alloy steel and cast steel 930 275 7
(less than 5% of alloying Quenched
elements) and tempered L I 8
1200 350 9
Annealed 680 200 10
High alloyed steel, cast steel, : : .
2nd tool toel Quenched T I 80 0,06-0,12 0,1-0,15 0,15-0,2
and tempered
Stainless Steel Ferritic/
(410,416,420, 440) Martensitc ~ °%0 200 12
70 0,05-0,11 0,08-0,16 0,12-0,2
Stainless Steel (15-5, 17-4 PH) Martensitic 820 240 13
M  Stainless Steel (302, 303, 304)
Austenitic 600 180 14
Stainless Steel (310, 316, 321) 50-55 0,054-0,1 0,12-0,15 0,15-0,2
Duplex Stainless Steel Austenitic/
(323, 329, F55, 2205) Feritic 820 240 14 40-45 0,05-0,08 0,08-0,11 0,11-0,13
Rm400 110 36
Titanium Ti alloys TI1100
S ! 40-45 0,05-0,07 0,07-0,1 0,1-0,13
TI6ALAV Alpha + Beta BRI B2 bU=C
alloys cured Rm 1050 310 37

For best results, reduce feed rate to 50% when breaking through the material.
For optimal chip evacuation, use high pressure coolant for deep holes.
Inspect run-out and tool alignment before running 30-50xD drills. Pecking can be applied in cases where chip formation/evacuation is a problem.

Member IMC Group 7
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S@&ﬂ@@ﬁ?ﬂ&.&g SOLID CARBIDE DRILL 3D Z=2 @3,0-5,9

ADAPTION ACC. TO DIN 6535 HA \@L‘

LT

L1 ]

Gade J QUM | L i @

IN2205 4 + A

= Preferred choice  © Second choice W Roughing W'W Pre-finishing WW'W Finishing

DE0300015T7R01 3,0 b 62 15,5 0,55 140 2 v 0,03
DE0310015T7R01 3,1 6 62 154 0,56 140 2 v 0,03
DE0320015T7R01 3,2 6 62 15,2 0,58 140 2 v 0,03
DE0330015T7R01 3,3 b 62 151 0,60 140 2 4 0,03
DE0340014T7R01 3,4 6 62 149 0,62 140 2 v 0,03
DE0350014T7R01 3,5 b 62 14,7 0,64 140 2 v 0,03
DE0360014T7R01 3,6 6 62 14,6 0,66 140 2 v 0,03
DE0370014T7R01 3,7 6 62 145 0,67 140 2 v 0,03
DE0380018T7R01 3,8 6 66 183 0,69 140 2 v 0,03
DE0390018T7R01 3,9 6 66 182 0,71 140 2 v 0,03
DE0400018T7R01 4,0 6 66 180 0,73 140 2 v 0,03
DE0410017T7R01 41 6 66 179 0,75 140 2 v 0,03
DE0420017T7R01 4,2 6 66 17,7 0,76 140 2 v 0,03
DE0430017T7R01 4,3 6 66 17,6 0,78 140 2 v 0,03
DE0440017T7R01 4,4 6 66 174 0,80 140 2 v 0,03
DE0450017T7R01 4,5 6 66 17,2 0,82 140 2 v 0,03
DE0460017T7R01 4,6 6 66 17,1 0,84 140 2 v 0,03
DE0470017T7R01 4,7 6 66 170 086 140 2 v 0,03
DE0480020T7R01 4,8 6 66 20,8 0,87 140 2 v 0,03
DE0490020T7R01 4,9 6 66 20,7 089 140 2 4 0,03
DE0500020T7R01 50 6 66 20,5 091 140 2 4 0,03
DE0510020T7R01 51 6 66 204 093 140 2 4 0,03
DE0520020T7R01 52 6 66 20,2 0,93 140 2 v 0,03
DE0530020T7R01 53 6 66 20,0 0,96 140 2 v 0,03
DE0540019T7R01 54 6 66 199 098 140 2 v 0,03
DE0550019T7R01 55 b 66 198 1,00 140 2 v 0,03
DE0560019T7R01 56 6 66 19,7 1,02 140 2 v 0,03
DE0570019T7R01 57 6 66 19,5 1,04 140 2 v 0,03
DE0580019T7R01 58 6 66 19,3 1,06 140 2 v 0,03
DE0590019T7R01 59 6 66 191 1,07 140 2 v 0,03
° ® liigérsoll
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S@&ﬂ@@ﬁ?ﬂ&.&g SOLID CARBIDE DRILL 3D Z=2 @6,0-8,9

ADAPTION ACC. TO DIN 6535 HA \@;‘

LT

Lo | N [ T D @

IN2205 4+ + )
= Preferred choice  © Second choice W Roughing W'¥ Pre-finishing WW'W Finishing

DE0600019T7R01 6,0 6 66 190 1,09 140 2 v 0,05
DE0610024TORO1 6,1 8 79 248 111 140 2 v 0,05
DE0620024TORO1 6,2 8 79 247 113 140 2 v 0,05
DE0630024TORO1 6,3 8 79 246 115 140 2 v 0,05
DE0640024TORO1 6,4 8 79 244 116 140 2 v 0,05
DE0650024TORO1 6,5 8 79 243 1,18 140 2 v 0,05
DE0660024TORO1 6,6 8 79 241 120 140 2 v 0,05
DE0670023TORO1 6,7 8 79 239 122 140 2 v 0,05
DE0680023TORO1 6,8 8 79 238 124 140 2 v 0,05
DE0690030TORO1 6,9 8 79 30,7 126 140 2 v 0,05
DE0700030TORO1 7,0 8 79 305 1,27 140 2 v 0,05
DE0710030TORO1 71 8 79 304 129 140 2 v 0,05
DE0720030TORO1 7,2 8 79 302 1,31 140 2 v 0,05
DE0730030TORO1 73 8 79 301 1,33 140 2 v 005
DE0740029TORO1 7.4 8 79 299 1,35 140 2 v 0,05
DE0750029TORO1 7,5 8 79 298 1,37 140 2 v 0,05
DE0770029TORO1 7,7 8 79 295 140 140 2 v 0,05
DE0780029TORO1 7,8 8 79 293 142 140 2 v 0,05
DE0790029TORO1 7,9 8 79 292 144 140 2 v 0,05
DE0800029TORO1 8,0 8 79 290 146 140 2 v 0,05
DE0810034T1RO01 8,1 10 89 349 147 140 2 v 0,07
DE0820034T1R01 8,2 10 89 347 149 140 2 v 0,07
DE0830034T1R01 83 10 89 345 151 140 2 v 007
DE0840034T1R01 84 10 89 344 153 140 2 v 007
DE0850034T1R01 8,5 10 89 343 155 140 2 v 007
DE0860034T1R01 8,6 10 89 341 157 140 2 v 007
DE0870034T1R01 8,7 10 89 340 158 140 2 v 007
DE0880033T1R01 88 10 89 338 160 140 2 v 0,07
DE0890033T1R01 89 10 89 336 163 140 2 v 007

® /rigersoll

Cutting Tools



SOLIDIT,RILLE SOLID CARBIDE DRILL 3D Z=2 9,0-12,0

ADAPTION ACC. TO DIN 6535 HA \@L‘

LT

L1 ]

Gade J QUM | L i @

IN2205 4+ + )
= Preferred choice  © Second choice W Roughing W'W Pre-finishing WW'W Finishing

DE0900033T1RO1 9,0 10 89 335 1,64 140 2 v 0,08
DE0910033T1RO1 9.1 10 89 33,3 1,65 140 2 v 0,08
DE0920033T1R01 9,2 10 89 33,2 1,67 140 2 v 0,08
DE0930033T1RO1 9,3 10 89 33,0 1,69 140 2 4 0,08
DE0940033T1R01 9,4 10 89 326 1,71 140 2 v 0,08
DE0950032T1R01 9,5 10 89 328 1,73 140 2 v 0,08
DE0960032T1R01 9,6 10 89 326 1,75 140 2 v 0,08
DE0970032T1RO1 9,7 10 89 324 1,76 140 2 v 0,08
DE0980032T1R01 9,8 10 89 323 1,78 140 2 v 0,08
DE0990032T1R01 9,9 10 89 32,1 1,80 140 2 v 0,08
DE1000032T1R01 10,0 10 89 320 1,82 140 2 v 0,08
DE1010039T2R01 10,1 12 102 399 1,84 140 2 v 0,09
DE1020039T2R01 10,2 12 102 397 1,86 140 2 v 0,09
DE1030039T2R01 10,3 12 102 396 1,87 140 2 v 0,09
DE1040039T2R01 10,4 12 102 394 1,89 140 2 v 0,09
DE1050039T2R01 10,5 12 102 393 191 140 2 v 0,09
DE1060039T2R01 10,6 12 102 38,8 1,93 140 2 v 0,12
DE1070039T2R01 10,7 12 102 38,8 1,95 140 2 v 0,12
DE1080039T2R01 10,8 12 102 38,8 1,97 140 2 v 0,12
DE1100038T2R01 11,0 12 102 38,3 2,00 140 2 4 0,12
DE1111038T2R01 111 12 102 38,3 2,02 140 2 4 0,12
DE1120038T2R01 11,2 12 102 38,2 2,04 140 2 v 0,12
DE1130038T2R01 11,3 12 102 382 2,05 140 2 v 0,12
DE1140038T2R01 114 12 102 382 2,06 140 2 v 0,12
DE1150037T2R01 11,5 12 102 37,7 2,09 140 2 v 0,15
DE1160038T2R01 11,6 12 102 37,6 2,10 140 2 v 0,15
DE1170037T2R01 11,7 12 102 375 213 140 2 v 0,15
DE1180037T2R01 11,8 12 102 373 215 140 2 v 0,15
DE1190037T2R01 11,9 12 102 371 217 140 2 v 0,15
DE1200037T2R01 12,0 12 102 370 218 140 2 v 0,15
10 ® liigérsoll
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S@Lﬂ@@ﬁ?ﬂ&.&g SOLID CARBIDE DRILL 5D Z=2 @3,0-5,9

ADAPTION ACC. TO DIN 6535 HA \@;‘

LT

Lo | N [ T D @

IN2205 4+ + )
= Preferred choice  © Second choice W Roughing W'¥ Pre-finishing WW'W Finishing

DE0300023T7R01 3,0 6 66 235 055 140 2 v 0,04
DE0310023T7R01 3,1 6 66 234 056 140 2 v 0,04
DE0320023T7R01 3,2 6 66 232 058 140 2 v 0,04
DE0330023T7R01 33 6 66 23,1 060 140 2 v 004
DE0340022T7R01 34 6 66 229 062 140 2 v 0,04
DE0350022T7R01 35 6 66 228 064 140 2 v 004
DE0360022T7R01 3,6 6 66 226 066 140 2 v 0,04
DE0370022T7R01 37 6 66 224 067 140 2 v 004
DE0380030T7R01 38 6 74 30,3 0,69 140 2 v 0,04
DE0390030T7R01 39 6 74 302 071 140 2 v 004
DE0400030T7R01 4,0 6 74 300 073 140 2 v 004
DE0410029T7R01 4,1 6 74299 075 140 2 v 0,04
DE0420029T7R01 4,2 6 74 29,7 0,76 140 2 v 004
DE0430029T7R01 43 6 74296 078 140 2 v 004
DE0440029T7R01 4.4 6 74294 080 140 2 v 004
DE0450029T7R01 4,5 6 74292 082 140 2 v 004
DE0460029T7R01 4,6 6 74291 084 140 2 v 004
DE0470029T7R01 4,7 6 74 290 086 140 2 v 004
DE0480036T7R01 4,8 6 82 368 087 140 2 v 004
DE0490036T7R01 49 6 82 367 089 140 2 v 0,04
DE0500036T7R01 5,0 6 82 365 091 140 2 v 0,04
DE0510036T7R01 51 6 82 363 093 140 2 v 0,04
DE0520036T7R01 5,2 6 82 362 095 140 2 v 004
DE0530036T7R01 53 6 82 361 096 140 2 v 004
DE0540035T7R01 54 6 82 359 098 140 2 v 004
DE0550035T7R01 55 6 82 358 100 140 2 v 004
DE0560035T7R01 5,6 6 82 356 1,02 140 2 v 004
DE0570035T7R01 57 6 82 355 1,04 140 2 v 0,04
DE0580035T7R01 58 6 82 353 1,06 140 2 v 004
DE0590035T7R01 59 6 82 352 107 140 2 v 0,04
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S@Lﬂ@@ﬁ?ﬂ&.&g SOLID CARBIDE DRILL 5D Z=2 @6,0-8,9

ADAPTION ACC. TO DIN 6535 HA \@L‘

LT

L1 ]

Gade J QUM | L i @

IN2205 4+ + )
= Preferred choice  © Second choice W Roughing W'W Pre-finishing WW'W Finishing
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Designation

DE0600035T7R01 60 6 82 350 109 140 2 v 006
DE0610043TORO1 6,1 8 91 438 1,11 140 2 v 0,06
DE0620043TOR01 6,2 8 91 437 113 140 2 v 0,06
DE0630043TORO1 6,3 8 91 43,6 1,15 140 2 v 0,06
DE0640043TORO1 64 8 91 434 1,16 140 2 v 0,06
DE0650043TOR01 65 8 91 433 118 140 2 v 0,06
DE0660043T0R01 66 8 91 431 120 140 2 v 006
DE0670042TORO01 67 8 91 429 122 140 2 v 006
DE0680042TORO01 68 8 91 428 124 140 2 v 006
DE0690042TORO1 6,9 8 91 426 126 140 2 v 0,06
DE0700042TORO1 7,0 8 91 425 127 140 2 v 0,06
DE0710042TORO1 7.1 8 91 424 129 140 2 v 0,06
DE0720042TORO1 7.2 8 91 422 1,31 140 2 v 0,06
DE0730042TORO1 7.3 8 91 420 1,33 140 2 v 0,06
DE0740041TORO1 74 8 91 419 135 140 2 v 0,06
DE0750041TORO1 7,5 8 91 M7 1,37 140 2 v 0,06
DE0760041TORO1 7,6 8 91 41,6 138 140 2 v 0,06
DE0770042TORO1 1,1 8 91 41,5 1,40 140 2 v 0,06
DE0780041TORO1 7,8 8 91 41,3 1,42 140 2 v 0,06
DE0790041TORO1 7,9 8 91 412 144 140 2 v 0,06
DE0800041TORO1 8,0 8 91 41,0 146 140 2 v 0,06
DE0810048T1R01 8,1 10 103 489 147 140 2 v 0,08
DE0820048T1RO01 82 10 103 487 149 140 2 v/ 008
DE0830048T1RO01 83 10 103 485 151 140 2 v/ 008
DE0840048T1RO01 84 10 103 484 163 140 2 v 008
DE0850048T1R01 85 10 103 483 155 140 2 v 0,08
DE0860048T1RO01 86 10 103 481 157 140 2 v/ 008
DE0870048T1R01 87 10 103 480 158 140 2 v 008
DE0880047T1R01 88 10 103 478 160 140 2 v 008
DE0890047T1R01 89 10 103 47,6 1,62 140 2 v 0,08
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SOLIDIT,RILLE SOLID CARBIDE DRILL 5D Z=2 #9,0-12,0

ADAPTION ACC. TO DIN 6535 HA \@;‘

LT

Lo | N [ T D @

IN2205 4+ + )
= Preferred choice  © Second choice W Roughing W'¥ Pre-finishing WW'W Finishing

DE0900047T1RO1 90 10 103 475 1,64 140 2 v 0,09
DE0910047T1RO1 9.1 10 103 473 1,65 140 2 v 0,09
DE0920047T1RO1 9.2 10 103 472 1,67 140 2 v 0,09
DE0930047T1RO01 93 10 103 471 1,69 140 2 v 0,09
DE0940047T1RO01 94 10 103 469 1,71 140 2 v 0,09
DE0950046T1R01 9.5 10 103 468 1,73 140 2 v 0,09
DE0960046T1RO1 96 10 103 466 1,75 140 2 v 0,09
DE0970046T1RO1 9.7 10 103 464 1,76 140 2 v 0,09
DE0980046T1R01 98 10 103 463 1,78 140 2 v 0,09
DE0990046T1RO1 9,9 10 103 461 1,80 140 2 v 0,09
DE1000046T1R01 100 10 103 460 1,82 140 2 v 0,09
DE1010055T2R01 101 12 118 559 1,84 140 2 v 010
DE1020055T2R01 102 12 118 557 1,86 140 2 v 010
DE1030055T2R01 103 12 118 556 1,87 140 2 v 0,10
DE1040055T2R01 104 12 118 554 1,89 140 2 v 010
DE1050055T2R01 105 12 118 553 1,91 140 2 v 0,10
DE1060055T2R01 106 12 118 551 1,92 140 2 v 0,10
DE1070055T2R01 107 12 118 549 194 140 2 v 0,10
DE1080054T2R01 108 12 118 548 1,97 140 2 v 013
DE1090054T2R01 109 12 118 546 198 140 2 v 013
DE1100054T2R01 110 12 118 545 2,00 140 2 v 013
DE1110054T2R01 11 12 118 544 202 140 2 v 013
DE1120054T2R01 112 12 118 542 2,04 140 2 v 013
DE1130054T2R01 113 12 118 539 207 140 2 v 016
DE1140054T2R01 114 12 118 538 2,08 140 2 v 016
DE1150053T2R01 15 12 118 537 209 140 2 v 016
DE1160053T2R01 116 12 118 536 211 140 2 v 016
DE1170053T2R01 1,7 12 118 535 2,13 140 2 v 016
DE1180053T2R01 118 12 118 533 215 140 2 v 016
DE1190053T2R01 19 12 118 531 217 140 2 v 0,16
DE1200053T2R01 120 12 118 530 218 140 2 v 016
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DE0300029T7R01 3,0 b 66 295 055 140 2 v 0,04
DE0310029T7R01 3,1 6 66 294 056 140 2 v 0,04
DE0320029T7R01 3,2 6 66 292 0,60 140 2 v 0,04
DE0330029T7R01 3,3 b 66 291 0,62 140 2 4 0,04
DE0340028T7R01 3,4 6 66 289 064 140 2 v 0,04
DE0350028T7R01 3,5 b 66 288 0,66 140 2 v 0,04
DE0360028T7R01 3,6 6 74 28,6 0,69 140 2 v 0,04
DE0370028T7R01 3,7 6 74 285 0,71 140 2 v 0,04
DE0380037T7R01 3,8 6 74 37,3 0,73 140 2 v 0,04
DE0390037T7R01 3,9 6 74 37,2 0,75 140 2 v 0,04
DE0400037T7R01 4,0 6 74 370 0,78 140 2 v 0,04
DE0410036T7R01 41 6 74 369 080 140 2 v 0,04
DE0420036T7R01 4,2 6 74 36,7 082 140 2 v 0,05
DE0430036T7R01 4,3 6 74 36,6 084 140 2 v 0,05
DE0440036T7R01 4,4 6 82 364 087 140 2 v 0,05
DE0450036T7R01 4,5 6 82 362 089 140 2 v 0,05
DE0460036T7R01 4,6 6 82 361 091 140 2 v 0,05
DE0470036T7R01 4,7 6 82 36,0 095 140 2 v 0,05
DE0480049T7R01 4,8 6 82 498 0,98 140 2 v 0,05
DE0490049T7R01 4,9 6 82 49,6 1,00 140 2 4 0,05
DE0500049T7R01 50 6 82 49,5 1,02 140 2 4 0,05
DE0510049T7R01 51 6 82 49,3 1,04 140 2 4 0,05
DE0520049T7R01 52 6 82 492 1,09 140 2 v 0,05
DE0530049T7R01 53 8 91 490 1,11 140 2 v 0,06
DE0540048T7R01 54 8 91 489 1,13 140 2 v 0,06
DE0550048T7R01 55 8 91 48,8 1,15 140 2 v 0,06
DE0560048T7R01 56 8 91 48,6 1,20 140 2 v 0,06
DE0570048T7R01 57 8 91 485 1,22 140 2 v 0,06
DE0580048T7R01 58 8 91 48,1 1,24 140 2 v 0,06
DE0590048T7R01 59 8 91 48,0 1,26 140 2 v 0,06
b ® liigérsoll
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DE0600048T7R01 6,0 8 91 480 129 140 2 v 006
DE0610066TORO1 6,1 8 91 668 131 140 2 v/ 0,06
DE0620066TOR01 6,2 8 91 667 133 140 2 v 0,06
DE0630066TOR01 6,3 8 91 666 135 140 2 v 006
DE0640066TOR01 6.4 8 91 664 140 140 2 v 006
DE0650066TOR01 6,5 8 91 663 142 140 2 v 006
DE0660066TORO01 6,6 8 91 661 144 140 2 v 006
DE0670065TOR01 6,7 8 91 659 146 140 2 v 0,06
DE0680065TOR01 68 10 103 658 149 140 2 v 0,006
DE0690065TORO1 69 10 103 656 1,51 140 2 v 0,006
DE0700065TOR01 70 10 103 655 153 140 2 v 0,06
DE0710065TOR01 71 10 103 653 155 140 2 v 0,06
DE0720065TOR01 72 10 103 652 158 140 2 v 0,06
DE0730065TORO1 73 10 103 650 1,60 140 2 v 0,06
DE0740064TOR01 74 10 103 649 1,64 140 2 v 0,06
DE0750064TORO1 75 10 103 647 1,67 140 2 v 0,06
DE0770064TOR01 7710 103 645 175 140 2 v 0,06
DE0780065TOR01 78 10 103 643 1,78 140 2 v 0,06
DE0790064TOR01 79 10 103 642 18 140 2 v/ 0,06
DE0800064TOR01 80 12 118 640 184 140 2 v/ 0,006
DE0810082T1R01 81 12 118 828 186 140 2 v/ 0,08
DE0820082T1R01 82 12 118 827 187 140 2 v/ 0,08
DE0830082T1R01 83 12 118 826 189 140 2 v/ 0,08
DE0840082T1R01 84 12 118 824 197 140 2 v 0,08
DE0850082T1R01 85 12 118 823 2 140 2 v/ 0,08
DE0860082T1RO01 86 12 118 821 202 140 2 v/ 0,08
DE0870082T1R01 87 12 118 820 204 140 2 v/ 0,08
DE0880081T1RO1 88 12 118 819 213 140 2 v/ 0,08
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DE0900081T1RO1 9,0 10 103 81,8 1,66 140 2 v 0,10
DE0920081T1RO1 9,2 10 103 815 1,67 140 2 v 0,10
DE0930081T1R01 93 10 103 81,2 1,69 140 2 v 0,10
DE0940081T1RO1 9,4 10 103 81,1 1,73 140 2 4 0,10
DE0950080T1R01 9,5 10 103 80,8 1,74 140 2 v 0,10
DE0960080T1R01 9,6 10 103 80,7 1,75 140 2 v 0,10
DE0970080T1R01 9,7 10 103 80,6 1,76 140 2 v 0,10
DE0980080T1R01 9,8 10 103 80,3 1,78 140 2 v 0,10
DE0990080T1R01 9,9 10 103 80,1 1,81 140 2 v 0,10
DE1000080T1R01 10,0 10 103 80,0 1,82 140 2 v 0,10
DE1010098T2R01 10,1 12 118 989 1,84 140 2 v 0,10
DE1020098T2R01 10,2 12 118 98,7 1,86 140 2 v 0,11
DE1030098T2R01 10,3 12 118 98,6 1,87 140 2 4 0,11
DE1040098T2R01 10,4 12 118 98,5 1,89 140 2 7 0,11
DE1050098T2R01 10,5 12 118 984 191 140 2 v 0,11
DE1060098T2R01 10,6 12 118 98,3 1,93 140 2 v 0,11
DE1070098T2R01 10,7 12 118 98,1 1,94 140 2 v 0,11
DE1080097T2R01 10,8 12 118 97,8 1,95 140 2 v 0,11
DE1090097T2R01 10,9 12 118 97,7 1,97 140 2 v 0,14
DE1100097T2R01 11,0 12 118 97,6 2 140 2 v 0,14
DE1110097T2R02 111 12 118 97,5 2,02 140 2 4 0,14
DE1120097T2R01 11,2 12 118 974 2,04 140 2 v 0,14
DE1130097T2R01 11,3 12 118 97,3 2,05 140 2 v 0,14
DE1140097T2R01 11,4 12 118 97,2 2,06 140 2 v 0,17
DE1150096T2R01 11,5 12 118 96,7 2,09 140 2 v 0,17
DE1160096T2R01 11,6 12 118 96,6 21 140 2 v 0,17
DE1170096T2R01 11,7 12 118 964 213 140 2 v 0,17
DE1180096T2R01 11,8 12 118 96,3 2,15 140 2 v 0,17
DE1190096T2R01 11,9 12 118 96,1 217 140 2 v 0,17
DE1200096T2R01 12,0 12 118 96,0 2,18 140 2 v 0,17
10 ® liigérsoll
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DE0300056T7R01 30 6 100 56 055 135 2 v 003
DE0320055T7R01 32 6 100 55 058 135 2 v 003
DE0330055T7R01 33 6 100 55 060 135 2 v 003
DE0350055T7R01 35 6 100 55 064 135 2 v 003
DE0380069T7R01 38 6 115 69 069 135 2 v 003
DE0400069T7R01 4,0 6 115 69 070 135 2 v 003
DE0410069T7R01 41 6 115 69 075 135 2 v 003
DE0420069T7R01 42 6 115 69 076 135 2 v 003
DE0450083T7R01 45 6 130 8 08 135 2 v 003
DE0470083T7R01 4,7 6 130 8 086 135 2 v 003
DE0480083T7R01 4.8 6 130 8 087 135 2 v 003
DE0500082T7R01 5,0 6 130 8 091 135 2 v 003
DE0550100T7R01 55 6 150 100 1,00 135 2 v 003
DE0580099T7R01 58 6 150 99 106 135 2 v 003
DE0600099T7R01 6,0 6 150 99 109 135 2 v 003
DE0650115TORO1 6,5 8 165 115 118 135 2 v 003
DE0680115TOR01 6,8 8 165 115 124 135 2 v 003
DE0700115TORO1 7,0 8 165 115 127 135 2 v 003
DE0750129TORO1 7,5 8 180 129 137 135 2 v 003
DE0780128TOR01 7.8 8 180 128 142 135 2 v 003
DE0800128TOR01 8,0 8 180 128 146 135 2 v 003
DE0850147T1R01 85 10 205 147 155 135 2 v 003
DE0880147T1R01 88 10 205 147 160 135 2 v 003
DE0900147T1R01 90 10 205 147 164 135 2 v 003
DE0980165T1R01 98 10 225 165 1,78 135 2 v 0,03
DE1000165T1RO01 100 10 225 165 1,82 135 2 v 0,03
DE1020157T2R01 102 12 240 175 186 135 2 v/ 003
DE1080174T2R01 108 12 240 174 197 135 2 v 003
DE1100173T2R01 110 12 240 173 200 135 2 v 003
DE1150198T2R01 115 12 265 198 209 135 2 v 003
DE1200197T2R01 120 12 265 197 218 135 2 v 005
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DE0300076T7R01 3,0 b 120 76 055 135 2 v 0,03
DE0320075T7R01 3,2 6 120 75 0,58 135 2 v 0,03
DE0330075T7R01 33 6 120 75 0,60 135 2 v 0,03
DE0350075T7R01 3,5 b 120 75 0,64 135 2 4 0,03
DE0380084T7R01 3,8 6 130 84 0,69 135 2 v 0,03
DE0400084T7R01 4,0 b 130 84 0,70 135 2 v 0,03
DE0410104T7R01 41 6 160 104 0,75 135 2 v 0,03
DE0420104T7R01 4,2 6 160 104 0,76 135 2 v 0,03
DE0450103T7R01 4,5 6 160 103 0,82 135 2 v 0,03
DE0470113T7R01 4,7 6 160 113 086 135 2 v 0,03
DE0480113T7R01 4,8 6 160 113 0,87 135 2 v 0,03
DE0500112T7R01 50 6 160 112 0,91 135 2 v 0,03
DE0550132T7R01 55 6 185 132 1,00 135 2 v 0,03
DE0580131T7R01 58 6 185 131 1,06 135 2 v 0,03
DE0600131T7R01 6,0 6 185 131 1,09 135 2 v 0,03
DE0650150TORO1 6,5 8 210 150 1,18 135 2 v 0,03
DE0680150TORO1 6,8 8 210 150 1,24 135 2 v 0,03
DE0700149TORO1 7,0 8 210 149 1,27 135 2 v 0,03
DE0750169TORO1 75 8 230 169 1,37 135 2 v 0,03
DE0780168TORO1 7.8 8 230 168 1,42 135 2 4 0,03
DE0800168TORO1 8,0 8 230 168 1,46 135 2 4 0,03
DE0850182T1R01 8,5 10 260 182 155 135 2 4 0,03
DE0880217T1R01 8,8 10 290 217 1,60 135 2 v 0,03
DE0900217T1R01 9,0 10 290 217 1,64 135 2 v 0,03
DE0980215T1R01 9,8 10 290 215 1,78 135 2 v 0,03
DE1000215T1R01 10,0 10 290 215 182 135 2 v 0,03
DE1020253T2R01 10,2 12 315 253 186 135 2 v 0,03
DE1080252T2R01 10,8 12 315 252 197 135 2 v 0,03
DE1100252T2R01 11,0 12 315 252 2,00 135 2 v 0,03
DE1150251T2R01 11,5 12 315 251 2,09 135 2 v 0,03
DE1200250T2R01 12,0 12 315 250 218 135 2 v 0,05
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DE0300094T7R01 30 6 135 94 05 135 2 v 003
DE0320093T7R01 32 6 135 93 058 135 2 v 003
DE0330093T7R01 33 6 135 93 060 135 2 v 003
DE0350093T7R01 35 6 135 93 064 135 2 v 003
DE0380114T7R01 38 6 160 114 069 135 2 v 003
DE0400114T7R01 4,0 6 160 114 070 135 2 v 003
DE0420114T7R01 4,2 6 160 114 076 135 2 v 003
DE0450128T7R01 4,5 6 180 128 082 135 2 v 003
DE0470128T7R01 4,7 6 180 128 086 135 2 v 003
DE0480128T7R01 438 6 180 128 087 135 2 v 003
DE0500128T7R01 5,0 6 180 128 091 135 2 v 003
DE0550160T7R01 55 6 205 160 100 135 2 v 003
DE0580159T7R01 58 6 205 159 106 135 2 v 003
DE0600159T7R01 6,0 6 205 159 109 135 2 v 003
DE0650190TORO1 6,5 8 240 190 118 135 2 v 003
DE0680190TORO1 6,8 8 240 190 124 135 2 v 003
DE0700189TORO1 7,0 8 240 189 127 135 2 v 003
DE0750209TORO1 7,5 8 260 209 137 135 2 v 003
DE0780208TOR01 7.8 8 260 208 142 135 2 v 003
DE0800208TOR01 8,0 8 260 208 146 135 2 v 003
DE0850227T1R01 85 10 285 227 155 135 2 v 003
DE0880255T1R01 88 10 310 255 160 135 2 v 003
DE0900255T1R01 90 10 310 255 164 135 2 v 003
DE0980253T1R01 98 10 310 253 1,78 135 2 v 003
DE1000260T1R01 10 10 325 260 1,82 135 2 v 0,03
DE1020285T2R01 102 12 350 285 186 135 2 v 0,03
DE1080309T2R01 108 12 375 309 197 135 2 v/ 003
DE1100309T2R01 110 12 375 309 200 135 2 v 003
DE1150308T2R01 115 12 375 308 209 135 2 v 003
DE1190307T2R01 119 12 375 307 214 135 2 v 003
DE1200307T2R01 120 12 375 307 218 135 2 v 005
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DE0300101T7R01 3,0 6 150 101 0,55 135 2 v 003
DE0320100T7R01 32 6 150 100 0,58 135 2 v 003
DE0330130T7R01 33 6 185 130 0,60 135 2 v 003
DE0350130T7R01 35 6 185 130 0,64 135 2 v 0,03
DE0380129T7R01 38 6 185 129 0,69 135 2 v 0,03
DE0400129T7R01 4,0 6 185 129 0,70 135 2 v 003
DE0420129T7R01 4,2 6 185 129 0,76 135 2 v 003
DE0450158T7R01 4,5 6 215 158 082 135 2 v 003
DE0470158T7R01 4,7 6 215 158 086 135 2 v 003
DE0480158T7R01 4.8 6 215 158 0,87 135 2 v 003
DE0500158T7R01 50 6 215 158 0,91 135 2 v 003
DE0550172T7R01 55 6 230 172 1,00 135 2 v 003
DE0580171T7R01 58 6 230 171 1,06 135 2 v 003
DE0600171T7R01 6,0 6 230 171 1,09 135 2 v 003
DE0650205TORO1 6,5 8 280 205 1,18 135 2 v 003
DE0680220TORO1 6,8 8 280 220 1,24 135 2 v 003
DE0700219TORO1 7,0 8 280 219 1,27 135 2 v 0,03
DE0750219TORO1 7,5 8 280 219 1,37 135 2 v 003
DE0780253TORO1 7,8 8 315 253 1,42 135 2 v 003
DE0800253TORO01 8,0 8 315 253 1,46 135 2 v 003
DE0850282T1R01 8,5 10 350 282 155 135 2 v 003
DE0880317T1R01 8,8 10 380 317 1,60 135 2 v 003
DE0900317T1RO1 90 10 380 317 1,64 135 2 v 003
DE0980315T1RO1 98 10 380 315 1,78 135 2 v 003
DE1000315T1R01 100 10 380 315 1,82 135 2 v 003
2 0 Member IMC Group
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DE0300136T7R01 3,0 6 190 136 0,55 135 2 v 003
DE0380174T7R01 3.8 6 230 174 0,69 135 2 v 003
DE0400174T7R01 4,0 6 230 174 0,70 135 2 v 003
DE0420174T7R01 4,2 6 230 174 0,76 135 2 v 003
DE0450213T7R01 4,5 6 270 213 082 135 2 v 003
DE0470213T7R01 4,7 6 270 213 086 135 2 v 003
DE0480213T7R01 4,8 6 270 213 087 135 2 v 003
DE0500212T7R01 5,0 6 270 212 091 135 2 v 003
DE0550232T7R01 55 6 290 232 1,00 135 2 v 003
DE0580231T7R01 58 6 290 231 1,06 135 2 v 003
DE0600231T7R01 6,0 6 290 231 1,09 135 2 v 003
DE0650280TORO1 6,5 8 340 280 1,18 135 2 v 003
DE0680310TORO1 6,8 8 370 310 1,24 135 2 v 003
DE0700309TORO1 7,0 8 370 309 1,27 135 2 v 003
DE0750309TORO1 7,5 8 370 309 1,37 135 2 v 003
DE0780338TOR01 7.8 8 400 338 1,42 135 2 v 003
DE0800338TOR01 8,0 8 400 338 1,46 135 2 v 003
Member IMC Group
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DE0400249T7R01 4,0 6 270 225 0,70 135 2 v 003
DE0420219T7R01 4,2 6 270 225 0,76 135 2 v 003
DE0450268T7R01 4,5 6 320 275 082 135 2 v 003
DE0470268T7R01 4,7 6 320 275 086 135 2 v 003
DE0480268T7R01 4,8 6 320 275 087 135 2 v 003
DE0500268T7R01 5,0 6 320 275 091 135 2 v 003
DE0550302T7R01 55 6 360 310 1,00 135 2 v 003
DE0580301T7R01 58 6 360 310 1,06 135 2 v 003
DE0600301T7R01 6,0 6 360 310 1,09 135 2 v 003

2 2 Member mMc GmFSO
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