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KDZ K-Series

Unique coating technology provides long tool life,
high precision and stable machining

Great for a wide range of drilling applications including
counterboring

Achieve high performance results from
an economical flat bottom drill

KDZ-HP type C with internal coolant
for stainless steel machining

%AEGACOAT
NANO EX | solid |




High performance flat bottom dirill

KDZ

Innovative,
cutting edge design

|




Two styles available

Sharp edge

KDZ-HP

Low resistance

Stability-oriented

KDZ

Tough edge

© Skt Regular ©shet | Regular
111 items 91 items Total 146 items Total 182 items
Drilling dia. 21.0 ~ 212.0 Drilling dia. 23.0 ~ 212.0 Drilling dia. 1.0~220.0 Drilling dia. 23.0~212.0
Long shank LS NEW Type C with internal
(23.0~212.0) coolant for stainless steel
machining NEW
(23.0~212.0)
Standard type for various machining High-precision and stable machining
applications with special chip thinning shape
. Flat land Speciﬁcations on corners o |mpr0ved maChInIng accuracy When entering the
. Excellent chip evacuation with special flute shape workpiece )
. Long tool life with MEGACOAT NANO EX coating . Long tool life with MEGACOAT NANO EX coating
technology technology

. Stable machining accuracy even when drilling into
cylindrical or curved surfaces. (KDZ-HP is recommended)

Stable machining
even in difficult
drilling situations

Flat Bottom finishing after drilling Counterboring on slant surface/ spotting for secondary process



M=GACOAT
NANO EX | solid |

on x multilayer lami

1. Improved toughness by optimizing the
lamination period of the film

2. Increased Cr content for excellent lubricity and
with adhesion resistance to suppress wear and
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Superior wear resistance
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General drilling challenge

Due to the difference in speed between the outside edge
and the center, different edge designs are required to
extend tool life

Corner

Chipping

Wear and chipping resistance is required

=
Center

Drilling
speed

Low

= Welding

Adhesion and chipping resistance is required

Cutting edge conditions comparison (ntermal evaluation)
KDZ (MEGACOAT NANO EX)

Corner

Center

KDZ with MEGACOAT NANO EX

Cutting conditions: Vc = 80 m/min, f = 0.06 mm/rev,
Cutting dia. @3, Drilling depth: 6 mm Wet (External coolant) Workpiece: S50C

Adhesion resistance Chipping resistance

Provides high resistance performance for precision drilling

Unique shape for excellent machining performance

KDZ .‘//—\\

. . A\ /
Excellent chip evacuation i L »
by large chip pockets , . h
| |
\ /
~ 7

KDZ-HP

Special design improves chip
thinning and discharge

Reducing the load on the
center of the cutting edge

B Rake face

There is no land and a rake face is formed from the cutting edge

Reduced impact forces when entering provides high-precision and
stable machining (~212)

Chipping simulation comparison (Image) el evaluation)

Finely breaks chips into small pieces

Conventional products




Drilling performance (internal evaluation)

Wear resistance comparison

0.1
£ 0075
£ .
.'g Competitor A
5 005 :
g Competitor B
=
2 0025 KDZ

0

0 200 400 600 600 800
Number of holes
6mm Edge condition

Competitor A

Competitor B

Cutting conditions: Vc = 80 m/min, f = 0.06 mm/rev, Cutting dia. 3, drilling depth: 6 mm Wet (External coolant) workpiece: S50C

KDZ restrains wear. Less welding and chipping, showing high wear resistance,
adhesion resistance and chipping resistance.

Case studies

Automotive parts S25C

n=6,00 min" (Vc =55 m/min)
Vf=115 mm/min (f = 0.02 mm/rev)
Drilling depth 3 mm Wet (External coolant) KDZ0300X3.0SO60N

Number of Workpieces

Good
o: T 4

condition
Edge condition
KDz Competitor C

KDZ provides superior wear resistance and stable machining

(User evaluation)



KDZ-HP type C with internal coolant

High-precision, stable machining with five advantages

Both sharpness and edge strength, which are difficult to
achieve with conventional tools

n Special chip thinning design di

High rigidity and excellent chip control '-.H

| ™, |
Corner: ; . .
e i Unique flute shape di ..‘
Flat land specifications d i ) 4 q P .
Sharpness and chipping resistance '-.,‘_'h H ’ Optimized chip evacuation and rigidity v ’
~

e ™
B Micro honing i -"-‘_,_ B Double Margin '.l: »_ ,
Maintains sharpness and improves wear resistance i H ’ High-precision machining with guiding action "“xi ,

Solution Excellent wear resistance in stainless steel machining

Wear resistance comparison (Internal evaluation)

Flank wear condition (After 1,232 holes drilling)

0.08
B KDZ-HP (Type C) KDZ-HP g
W Competitor D (Type C) good
g 006 I Competitor E
= X i o ALY
£ Competitor D S, "l.::.'ﬁ .
o L r
1S
; 0,04
v — Competitor E
QE) (After 924 holes drilling)
o)
5
< 002 Cutting conditions: Vc = 80 m/min, f = 0.07 mm/rev, H = 12 mm, Internal coolant
o] Workpiece: SUS304
=
KDZ-HP (Type C) showed less adhesion to the

cutting edge
Provides excellent wear resistance

0 350 700 1,050 1,400
Number of holes

Cutting force comparison (ntemal evaluation) Burr Formation Comparison (ntemal evaluation)

KDZ-HP (Type C)

Many discs (Burr height: 0.28 mm)

Few discs (Burr height: 0.16 mm)

Cutting conditions: n = 3,180 min"!, Vf = 795 mm/min, Drilling depth 10 mm, Cutting Conditions: n = 3,800 min-!, Vf = 950 mm/min, Drilling Depth 12 mm,
Wet (Internal Coolant) Cutting Dia. 10mm Workpiece: S50C Wet (Internal Coolant) Cutting Dia. 10mm Workpiece: S50C

KDZ-HP (Type C) is lower in cutting force. There is few remaining discs and the sharpness is good.
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KDZ Short

i No
Coating  Coolant Holes

MEGACOAT

*

% NANOEX
)
a
Shank Dia.
Helix Angle  DCON Tolerance
LN 20°
OAL ~
(DC=~012)
> Dimension (mm) = Dimension (mm)
Description 3 Outside Description 2 Outside
S DC | dia. | LCF | LN | DCON | OAL S DC | dia. | LCF | LN | DCON | OAL
<< <<
Tolerance Tolerance
KDZ0100X1.55040N ® | 10 -gmo 3 4 4 50 KDZ0370X1.55060N ® | 37
KDZ0110X1.55040N ® | 0 KDZ0380X1.55060N ® | 38 |
oot0] 35 | 45 4 50 02| 12 13 6 60
KDZ0120X1.55040N ® | 1.2 | KDZ0390X1.55060N ® | 39 :
KDZ0130X1.55040N ® | 13 _8010 4 5 4 | 50 KDZ0400X1.55060N ® | 40
Kozovdox1ssoaoN | @ | 14 | 0o a5 | ss | o4 | 50 e ® |
: 0
KDZ0420X1.55060N ® | 42 | . B | 14 6 60
KDZ0150X1.55040N ® | 15 |, . . . 0 0.012
KDZ0160X1.55040N ® | 15 | 000 KDZ0430X1.55060N ® | 43
KDZ0170X1.55040N ® | 17 g 00| 55 | 65 4 50 KDZ0440K1.55060N o .
KDZ0450X1.55060N 45 % |15 6 60
KDZ0180X1.55040N ® | 138 = -0.012
KDZ0460X1.55060N 46
KDZ0190X1.55040N ® | 19 -8010 6 7 4 50 _
’ KDZ0470X1.55060N 47
KDZ0200X1.55040N ® | 20 b )
KDZ0480X1.55060N 48 15| 16 6 60
KDZ0210X1.55040N o | b -0.012
KDZ0490X1.55060N 49
KDZ0220X1.55040N e | 2 g o0l 7 8 4 50 b
' KDZ0500X1.55060N 5.0
KDZ0230X1.55040N ® | 23 =
KDZ0510X1.55060N 5.1
KDZ0240X1.5S040N [ ) 24 hd g o 16 17 6 60
0 KDZ0520X1.55060N ® | 52 |
KDZ0250X1.55040N ® | 25 | o0l 8 9 4 50
: KDZ0530X1.55060N ® | 53
KDZ0260X1.55040N ® | 26
KDZ0540X1.55060N ® | 54
KDZ0270X1.55040N ® | 27
KDZ0550X1.55060N ® | 55 _3012 17 | 18 6 60
KDZ0280X1.55040N ® | 28 |, 4 50 .
- 9 10 KDZ0560X1.55060N 56
KDZ0290X1.55040N ® | 29 | 000 bt
KDZ0570X1.55060N ® | 57
KDZ0300X1.55060N ® | 30 6 60
KDZ0580X1.55060N ® | 538 _8012 18 | 19 6 60
KDZ0310X1.55060N ® | 31 .
0 KDZ0590X1.55060N ® | 59
KDZ0320X1.55060N ® | 32 | jpp| 0| T 6 60
) @ Available
KDZ0330X1.55060N ® | 33
KDZ0340X1.55060N ® | 34
0
KDZ0350X1.55060N ® | 35 | ol T ) 6 60
KDZ0360X1.55060N ® | 36

The standard drilling depth is 1.5 D (1.5 x DQ).



KDZ Short

) No
Coating  Coolant Holes

n@E e

N =

sl B>l Sk
LCF —1 Shank Dia.
Helix Angle  DCON Tolerance
20°
LN _——
OAL
(DC=~212)

= Dimension (mm) = Dimension (mm)
Description E Outside Description EE Outside

T | 0C | da | LF | IN | DCON | OAL T | 0C | da | LE | N | DCON | OAL

Tolerance Tolerance

kozosoox1sso6oN | @ | 60 | oo 6 | 6 KDZOS20K1.55100N | @ | 92
omsionssoson | @ |61 | |9 onsonssoon | @ | 93 |y,
KDzos20X15s08N | @ | 62 | 0P kozosdoxissioon | @ | 94 | OO
KDZ0630X155080N | @ | 63 KDZO9SOKISSIOON | @ | 95
omsonssoson | @ |64 | || KDZOS6OKI.SSIOON | @ | 956
KoZossox1ssosoN | @ | 65 | OO Kozog7ox1ssTooN | @ | 97 | Oyl 30| 2 | 0 | &
KDZOGGOX1.5S080N | @ | 656 KDZOJBOKI.5SIOON | @ | 98
KDZO670X1.55080N | @ | 67 Kozo990x1.5s1008 | @ | 99 | ol s
Kozo6s01Sso8N | @ | 68 | Oyl 21| B | 8 | 7 koziooox1.ssioo | @ | 100 | 9P| 31 | 33
KDZO69OX1.5S080N | @ | 69 Koziolox1.ss12oN | @ | 101 | o 12 | 10
KDZO70OK1.55080N | @ | 7.0 KDZI20K15S120N | @ | 102
kozoronsseson | @ | 71 | ol 2 | 2 | 8 | 7 Kozio3oisst2on | @ | 103 | Opel 32| 34 | 2 | 100
KDZO720X155080N | @ | 7. KDZIAOKISS12ON | @ | 104
KDZOT30X155080N | @ | 73 KDZIOSOKISS12N | @ | 105
Kozozaonissoson | @ | 74 | ol B | 5| 8 | 7 orosossoon | @ | ws |, |
KDZOTSOXT.SSOSN | @ | 75 kozioox1ssizon | @ | o7 | 008
KDZO76OK1.5S080N | @ | 7.6 KDZI0BOX15ST2N | @ | 108
owonssoson | @ | 17 | || ] KDZIO9OX15ST2N | @ | 109
kozoreoxissosoN | @ | 78 | 0P KoztooxtsszoN | @ | 10 | Qo] 3 | 36 | 12 | 100
KDZO790K1.55080N | @ | 7.9 KDZITIOKISS12ON | @ | 11
KDZOSOOXT.SSOSN | @ | 80 8 | 70 KDZIT20K15S120N | @ | 112
kozosiox1sstooN | @ | &1 | Spl 25 | 2 o | w Kozisoxisszon | @ | 3 | Sl 3| 7 | 12 | 10
KDZOB20X1.SSTOON | @ | 82 KDZIT4OKISSI2ON | @ | 114
KDZOB30XT.SSTOON | @ | 83 KDZITSOKISS12ON | @ | 115
kozoss0015s100N | @ | 84 | O 26 | 8 | 0 | & KDZIT60KISS120N | @ | 116
KDZOBSOXT.SSTOON | @ | 85 koznzonission | @ | n7 | Ogel 36 | 38 | 12 | 100
KDZOB6OXTSSIOON | @ | 86 KDZIT8OKISS12ON | @ | 118
kozososs1oon | @ | 87 | Ol 7 | 2 | 0 | & KDZI90KISS12N | @ | 119
KDZ0SBOX1SSTOON | @ | 88 Kozi2oonisst2on | @ | 20 | Opel 3 | 39 | 2 | 100
KDZOBYOXTSSIOON | @ | 89 ®: Available
kozo%0015s100N | @ | 90 | Oyl 28 | 30 | 0 | &
KDZOOTOX1SSTOON | @ | 9.1

The standard drilling depth is 1.5 D (1.5 x DQ).



KDZ Regular

. No
Coating  Coolant Holes

. — z o BD 3
PrIiE=—>[g |
LCF 0 Shank Dia.
Helix Angle DCON Tolerance
LN 0
fig.1 OAL o
=~0
= Dimension (mm) = Dimension (mm)
Description f; Outside dia Shape Description E Outside dia Shape
T | oc | Qutsdeda e |y pcon | oL T [ oc | Qutideda e |y ocon| oaL
KDZ0300X3.05060N | @ |30 O KDZO4SOX3.05060N | @ |48
gl Son | 2| 6| 60 | fign
KI310G0SEN | @ |31 |15 | 6 | 60| fign KDZ0490X3.05060N | @ | 49|
kozo320x3.05060N | @ |32| 00 KDZOSO0X3.05060N | @ |50
K2030G0S6N | @ |33 fozos10G0s06N | @ (51| O, | 3| 24| 6 | 60 | fig
) 1516 6 | 60 | figl :
KDZ0340X3.05060N | @ | 34| 00 KDZ05203.05060N | @ |52
KDZO350X3.05060N | @ |35 ONS06I6N | @ |53
] % | 25| 6 | 60| figl
KDZO360X3.05060N | @ |36 KDZ0540X3.05060N | @ | 54| 0012
Kozo370X3.0060N | @ (37| Q0 | 7| 8| 6 | 60 | fig KOZ0S50X3.0506N | @ (55| Q0 | 25| 26 | 6 | 60 | fig
KDZO380X3.05060N | @ |38 KDZOSGOX3.05060N | @ |56
KDZO390X3.05060N | @ |39 OUSTOGIN | @ |57 |
! % | 27| 6 | 60 | figl
OIMOGISEN | @ |40 kDzossox3.05060N | @ |58 | 002
) 19120 | 6 | 60| fign
kpzo4103.05060N | @ |41| 092 KDZ0S90X3.05060N | @ |59
KDZOA20X3.05060N | @ |42 Kozos00x3.0506N | @ |60| O 8| 6 | 6
Kozos0GoeN | @ (43| O | 20| 21| 6 |60 | figd KDZOGT0X3.05080N | @ | 6.1
KDZOA4OX3.05060N | @ |44 ODROGOEN | @ |62] 2 fig.1
0| 8|70
KDZO4SOX3.05060N | @ | 45 KDZ0630X3.05080N | @ | 63| OO
KOZO460IB.05060N | @ |46 o, | 21 | 2| 6 | 60 | fig KDZOG40X3.05080N | @ | 64
KDZOATOX3.05060N | @ |47 KOZO6S0I3.05080N | @ |65 Spis | 30 [ 31| 8 | 70 | figl
The standard drilling depth is 2.0 D (2.0 x DC). @: Available

Pecking is recommended when drilling depth is 2D or over

Advantages of flat bottom drill

[ Bur Drilling in slant surface
KDZ
: Stable
Almost Minimizes { (Lowered
T— even burrs i the feed)
Standard %% gg
drill v . — ﬁB i
ame as urr i Unstable
L bottom Burr build-up }
shape ‘




KDZ Regular

) No
Coating  Coolant Holes

DmER

= =
sl B>l ik
LCF L Shank Dia.
~ - Helix Angle  DCON Tolerance
LN 20°
fig.1 OAL
(DC=~212)

= Dimension (mm) > Dimension (mm)
Description é Outside dia Shape Description E Outside dia Shape
T | oc | Qutideda | yep |y pcon | oaL E | oc | Qutsdeda e |y pcon | oa
KOZ6OB00BN | @ |66 KDZ0950X3.05100N | @ |95
) 0|31 ] 8 | 70| figl
kozog7ox3.0s080N | @ |67 OO KDZ096OX3.05100N | @ |96
OISOG0S0EN | @ |68] Koz0703.05100N | @ (97| Qo5 | 2| 43| 10 | 80 | figd
) || 8 | 70 figl :
KDZ0Go0X3.05080N | @ | 69| OO KDZ0980X3.05100N | @ |98
KDZO700X3.05080N | @ | 7.0 KDZ0990X3.05100N | @ |99
KDZOTIOB.05080N | @ | 7.1 Kozioo.oston | @ [100] Qo 5] 10 | 80
tozo72030508N | @ |72| Sp | 32| 33| 8 | 70| fig onoossN | @ |1 45 fig.
' 46 | 12 | 100
KDZO30X3.05080N | @ |73 koz1020x305120N | @ |102| 00”8
KDZOTAOK3.05080N | @ |74 onoBossN | @ |13 |
e |46 | 47| 12 | 00| fig
KDZOTS0X3.05080N | @ |75 KDZ1040X3.05120N | @ |104]
KDZOT60X3.05080N | @ | 7.6 KDZ10S0X3.05120N | @ |105
tozo770305080N | @ (77| Ops | 34| 35| 8 | 70 | fig KDZ1060X3.05120N | @ | 106
KDZO7S0X3.05080N | @ |78 KzI070Gos2N | @ 107 Ope | 47| 48| 12 | 100 | fig
KDZO790X3.05080N | @ | 7.9 KDZ1080X3.05120N | @ | 1038
KDZOS00X3.05080N | @ |80 3% | 8 | 70 KDZ1090X3.05120N | @ | 109
KDZOBI0X3.05100N | @ |81 KDZ1100X305120N | @ | 110
J 2| ig. J .
K0Z0820/3.05100N | @ (82| Q6 | 36 fig1 KDZ1110K3.05120N | @ |11
: 37 | 10| 8
KDZOB30X3.05100N | @ |83 Kz10cosN | @ (12| Qe | 51| 52 | 12 | 0] figd
KDZOB4OX3.05100N | @ |84 KDZ1130X3.05120N | @ |13
KDZOBSOX3.05100N | @ |85 KDZ1140K3.05120N | @ |114
KOZOBGOX3.0S100N | @ (86| Ups | 38 | 39| 10 | 80 | fig KDZ1150K3.05120N | @ | 115
KDZOSTOX3.0ST100N | @ |87 KDZ1160X3.05120N | @ | 116
OD80G0STON | @ |88] Kz170Gos2N | @ (17| Oy | 53| s | 12 | 00| fig
] 39 | 40 | 10 | 80 | fig :
KDzogoox3.0s100N | @ |89 | OO KDZ1180X3.05120N | @ | 118
KDZO0OX3.05100N | @ |90 KDZ1190X3.05120N | @ | 119
KDZO910Y3.0STON | @ | 9.1 Koz12003.05120N | @ |120| Ope | 54 | 54 | 12 | 100 | fig
020203051008 | @ | 92| Qo | 40 | 41| 10 | 80 | fig ®: Available
KDZOS30X3.05100N | @ |93
KDZOS4OX3.05100N | @ |94

The standard drilling depth is 2.0 D (2.0 x DQ).
Pecking is recommended when Drilling Depth is 2D or over
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KDZ-HP Short

30°(23~:60°)

) No
Coating  Coolant Holes

; MEGACOAT
{ 2 *
LCF
LN Y ShankDia. ~ ShankDia.
Helix Angle DCON Tolerance DCON Tolerance

DC
[l
|
|
BN
|
|
|
|
|
|
|
DCON

fig.1 OAL 2
——

(DC=~212) (DC=012.5~)

LCF(LN)

fig.2 OAL ‘

= Dimension (mm) > Dimension (mm)
Description EE: Outside dia. Shape Description E Outside dia. Shape
T | 0| Tojrance. | ICF | LN | DCON | OAL T | 0| Tojerance. | 'CF | LN | DCON| OAL
KDZ0100X1.55040N-HP | @ | 1.0 G0 |35 43| 4 | 50 | fign KDZ0440X1.55060N-HP | @ | 4.4
KDZ0110X1.55040N-HP | @ | 11| S0 |39 47| 4 | 50 | figa KDZO4SOX1.5S06ON-HP | @ | 45| oy | M4 | 15 | 6 | 60 | fig
KDZ0120X1.55040N-HP | @ | 12| Qo | 4351 | 4 | 50 | fig KDZ0460X1.55060N-HP | @ | 4.6
KDZOT30X1.55040N-HP | @ 13| Sp0 |47 [ 55| 4 | 50 | fig KDZ0470K1.55060N-HP | @ | 4.7 .
KDZ0140X1.55040N-HP | @ | 1.4 _8010 51159 4 | 50 | fig KDZ0480K1.5S06ON-HP | @ | 48| gopp | 15| 76| 6 | 60 ) figl
0 . KDZ0490X1.5S060N-HP | @ | 4.9
KDZO150X1.55040N-HP | @ | 1.5| 00 | 5.5 |63 | 4 | 50 | fig
3 KDZ0500X1.5S060N-HP | @ | 5.0
KDZOT60X1.55040N-HP | @ | 1.6| O 010 | 57| 65| 4 | 50 | fig
3 KDZOS10X1.55060N-HP | @ | 5.1| I S I
KDZ0170X1.55040N-HP 1.7 5.9 67| 4 | 50 | fig1 i ig.
hd L0 9 KDZ0520X1.55060N-HP | @ |5.2| 0012
KDZO80X1.5S040N-HP | @ | 1.8| 070 | 61 (6.9 | 4 | 50 | fign et o | 52
0 )
KDZOT90X1.55040N-HP | @ | 1.9| Q70 | 63| 7.1 | 4 | 50 | fign KDZ0540X1.5S060NHP | @ | 5.4
0 )
KDZ0200X1.5S040N-HP ® 20 -0.010 65|73 4 50 | fig.1 KDZ0550X1.55060N-HP ® |55 _8.012 17 | 18 6 60 | fig.1
KDZ0210X1.55040N-HP | @ | 2.1 Qo0 | 69| 77| 4 | 50 | fig KDZ0560X1.5S060N-HP | @ | 5.6
KDZ20220X1.55040N-HP | @ |2.2| Q0 | 73] 81| 4 | 50 | figa KDZ0570X1.55060N-HP | @ | 5.7
KDZ0230X1.5S040N-HP | @ | 2.3 _%.010 7.7 | 85| 4 | 50 | fig KDZ0580X1.5S060N-HP | @ | 5.8 _8.012 1819 6 | 60 fig
KDZ0240X1.55040N-HP | @ | 2.4 % o0 | 81|89 | 4 | 50 | fig1 KDZ0590X1.55060N-HP | @ | 5.9
. 0 .
KDZ0250X1.55040N-HP | @ | 25| 80 | 85|93 | 4 | 50 | figa KDZ0600X1.55060N-HP | @ | 6.0 pgpp | 19 | 21| 6 | 60 | figd
KDZ0260X1.55040N-HP | @ |2.6| O 88 95| 4 | 50 | figl KDZ0610X1.55080N-HF | @ | 61|
0.010 Sois [ 9] 2| 8 | 70| fign
KDZ0270X1.55040N-HP | @ |27 | Qg | 91| 98| 4 | 50 | fig IR & (¢
0 : KDZ0630X1.55080N-HP | @ | 6.3
KDZ0280X1.55040N-HP | @ | 2.8| {070 | 93 [10.0| 4 | 50 | fig
0 KDZ0640X1.55080N-HP | @ | 6.4|
KDZ290X1.55040N-HP | @ 2.9 | D40 | 95 103 ] 4 | 50 | fig Sois |20 2 8 | 70| fig
v KDZ0650X1.55080N-HP | @ |6.5| O
KDZ0300X1.55060N-HP | @ [3.0| S0 | 9 | 10 | 6 | 60 | fig
- KDZ0660X1.55080N-HP | @ | 6.6
KDZ0310X1.55060N-HP | @ | 3.1
0 KDZ0670X1.55080N-HP | @ | 6.7
KDZ0320X1.55060N-HP | @ [3.2| Doy | 10 | 11| 6 | 60 | fig 0
~ KDZ0G80X1.55080N-HP | @ | 6.8| 0o0c | 21| 23 | 8 | 70 | fign
KDZ0330X1.55060N-HP | @ |3.3 :
KDZ0690X1.55080N-HP .
KDZ0340X1.55060N-HP | @ | 3.4 0690KT.55080 SN
KDZ0350X1.55060N-HP | @ [3.5| Q0 | 11| 12| 6 | 60 | fig KD0700X1.55080N-HP | @ | 7.0 )
KOZ03OK1SSOONP | @ | 3.6 KDZO710X1.55080N-HP | @ | 7.1| 0o | 2 | 24| 8 | 70 | figl
KDZ0370X1.55060N-HP | @ | 3.7 e ¢ |2
KDZ0380X1.55060N-HP | @ |3.8| | a2l nlelel i KDZ0730X1.55080N-HP | @ | 7.3
KDZ0390X1.55060N-HP | @ |3.9| "0-012 o KDZ0740X1.55080N-HP | @ [7.4| Qoo | 3| 25| 8 | 70 | fig
KDZ0400X1.55060N-HP | @ | 4.0 KDZ0750X1.55080N-HP | @ | 7.5
KDZ0410X1.55060N-HP | @ | 4.1 @®: Available
KDZ0420X1.55060N-HP | @ 42| S0 | 13| 14| 6 | 60 | figd
KDZ0430X1.55060N-HP | @ |43

The standard drilling depth is 1.5 D (1.5 x DC).
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KDZ-HP Short

) No
Coating  Coolant Holes

OF N1 | ____ . MEGACOAT
® WE==_ of -]t
LCF <7
LN Shank Dia. Shank Dia.
Helix Angle DCON Tolerance DCON Tolerance

fig.1 OAL
——

DCON

(DC=~012) (DC=012.5~)

@D

fig.2 OAL

0 ,
33035 [ 12100 fig
KDZ1070X1.55120N-HP 10.7| 0-018 ¢

KDZ1080X1.55120N-HP 10.8
The standard drilling depth is 1.5 D (1.5 x DQ).

> Dimension (mm) > Dimension (mm)
Description E Outside dia. Shape Description é Outside dia. Shape
T | 0| Toance | [CF | LN | DCON| 0AL T | 0| Teance | [CF | LN | DCON| 0AL
KDZ0760X1.55080N-HP | @ | 7.6 KDZ1090X1.55120N-HP | @ |10.9
KDZO770X1.55080N-HP | @ [7.7] W0 IV R S e KDZ1100X1.55120N-HP | @ |11.0 _8018 34 [ 36 | 12 | 100 fig1
10. °
KDZ0780X1.55080N-HP | @ | 7.8 | 0-015 ¢ KDZ1110X1.55120N-HP | @ |11.1
KDZ0790X1.55080N-HP | @ | 7.9 KDZ1120X1.55120N-HP | @ |11.2
0
KDZ0800X1.55080N-HP | @ | 8.0 _8.015 5 27| 8 | 70| figl KDZ1130X1.55120N-HP | @ |11.3| 48 35 | 37 | 12 | 100 | fig.1
KDZ1140X1.55120N-HP | @ |11.4
KDZ0810X1.5S100N-HP | @ | 8.1
g 25 27 | 10 | 8 | fig.1 KDZ1150X1.55120N-HP | @ [11.5
KDZ0820X1.55100N-HP | @ |8.2| 0-015 : :
LN SSTOONHP | @ |33 KDZ1160X1.55120N-HP | @ |11.6
: : 0
K0Z0840X1.55100N-HP | @ |84 Qpc | 26 | 28 | 10 | 80 | figa KDZ1170X1.55120N-HP | @ |11.7) g ppg | 36 | 38 | 12 | 100 fig1
' KDZ1180X1.55120N-HP | @ |11.8
KDZ0850X1.55100N-HP | @ | 8.5
{DZ0360X1 5S100NHP | @ | 26 KDZ1190X1.55120N-HP | @ |11.9
0
KDZ0870X1.55100N-HP ® |87 _8'015 27|29 | 10 | 80 | fig. KDZ1200X1.55120N-HP @® (12,0 -0.018 37 | 39 | 12 | 100 | fig.1
KDZ0880X1.55100N-HP | @ | 8.8 KDZ1250X1.55120N-HP | @ |12.5 n | M
KDZ0890X1.55100N-HP | @ | 8.9 KDZ1300X1.55120N-HP | @ |13.0| 8181 0ol i
1q..
KDZ0900X1.55100N-HP | @ | 9.0 _8.015 2830 | 10| 8 | figa KDZ1350X1.55120N-HP | @ [13.5] 0018 | 44 | 44 .
KDZ0910X1.5S100N-HP | @ | 9.1 KDZ1400X1.55120N-HP | @ |14.0 45 | 45
KDZ0920X1.55100N-HP | @ | 9.2 KDZ1450X1.55120N-HP | @ |14.5 | @
KDZ0930X1.55100N-HP | @ |93 | SN VR S N KDZ1500X1.55120N-HP | @ |15.0] O | 48 | 48 | 12 | 115 | fig2
10. N
KDZ0940X1.55100N-HP | @ | 9.4 | 0-015 ¢ KDZ1550X1.55120N-HP | @ |15.5 50 | 50
KDZ0950X1.55100N-HP | @ | 9.5 KDZ1600X1.55160N-HP | @ |16.0] g | 52 | 52 | 16 | 115 | fig
DIO%ONL SR | @ 158 KDZ1650XT 5ST60N-HP | @ |16.5 3|5
KDZ0970X1.5S100N-HP | @ |9.7| Qo5 | 30 | 32| 10 | 80 | fig ITOXTSSTeONHe | @ |170] s ls |
H 1d..
T 9 |03 KDZ1750X1.55160N-HP | @ |17.5| 0018 | 56 | 56 g
Rt @ ) 005 |31 | 3| 10| & | figd KDZ1800X1.5S160N-HP | @ |18.0 57| 57
e @ 100 KDZ1850X1.55160N-HP | @ |18.5 59 | 59
0 .
KDZ1010X1.55120N-HP @ |10.1 -0.018 31 | 33 | 12 | 100 | fig.1 KDZ1900X1.55160N-HP ® [19.0 _8021 60 | 60 | 16 | 125 | fig.2
KDZ1020X1.55120N-HP | @ [10.2 KDZ1950X1.55160N-HP | @ [19.5 62 | 62
0 .
KDZ1030X1.55120N-HP ® (103 08 32 | 34 | 12 | 100 | fig.1 KDZ2000X1.5S200N-HP ® |20 _8.021 63| 63| 20 | 125 | fig.1
KDZ1040X1.55120N-HP | @ [10.4 Pp——
KDZ1050X1.55120N-HP | @ [10.5
KDZ1060X1.55120N-HP | @ |10.6
[ _
[
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KDZ-HP Short (Long shank)

Coating

Shank dia.

No
coolant holes

*

o LCF | IN | oL ‘ g *‘ T— v ‘ Mgl DC e
| <
| | (DC=~012)
g Dimension (mm) %‘ Dimension (mm)
Description :% pc | Outsidedia.| e |1y | pcon| oaL Shape Description § pc | Outsidedia. | e |1y | pcon | oaL Shape
KDZ0300X1.55060N-HPL | @ 3.0 G0 |90 | 30 | 6 | 100 | fig. KDZ0760X1.55060N-HPL | MTO | 7.6
KDZ0310X1.55060N-HPL | MTO | 3.1 3 KDZ0770X1.55060N-HPL | MTO | 7.7 s |2 |31 | 6 || fg2
KDZ0320X1.55060N-HPL | MTO 3.2 $op | 10 | 32 | 6 | 100 | fig. KDZ0780X1.5S060N-HPL | MTO | 7.8 :
KDZ0330X1.5S060N-HPL | MTO | 3.3 3 KDZ0790X1.5S060N-HPL | MTO | 7.9
KDZ0340X1.55060N-HPL | MTO | 3.4 34 KDZ0800X1.55080N-HPL | @ | 8.0 80 fig
KDZ0350X1.55060N-HPL | @ [ 3.5| G0 | 11|35 | 6 | 100 | fig. KDZ0810XT SSOBON-HPL | MTO |8.1| § 35 | 25 s 2P g
KDZ0360X1.55060N-HPL | MTO | 3.6 36 KDZ0820X1.5S080N-HPL | MTO | 8.2
KDZ0370X1.5S060N-HPL | MTO | 3.7 37 KDZ0830X1.5S080N-HPL | MTO | 8.3 31.5
KDZ0380X1.55060N-HPL | MTO |3.8| - 38 P KDZ0840X1.5S080N-HPL | MTO | 8.4 _%.015 26 5 8 | 130 | fig2
KDZ0390X1.55060N-HPL | MTO | 3.9 | 0-012 39 o1 KDZ0850X1.55080N-HPL | @ | 8.5
KDZ0400X1.55060N-HPL | @ | 4.0 0 KDZ0860X1.55080N-HPL | MTO | 8.6 .
KDZ0410X1.5S060N-HPL | MTO | 4.1 1 KDZ0870X1.5S080N-HPL | MTO | 8.7 _%'015 27 8 | 130 | fig2
KDZ0420X1.55060N-HPL | MTO |42 | G o) | 13 [ 42 | 6 | 100 | fig1 KDZ0880X1.55080N-HPL | MTO | 8.8 32.5
KDZ0430X1.55060N-HPL | MTO | 4.3 43 KDZ0890X1.5S080N-HPL | MTO | 8.9
KDZ0440X1.5S060N-HPL | MTO | 4.4 M4 KDZ0900X1.5S080N-HPL | @ | 9.0 _%'015 28 [32.5] 8 | 130 | fig.2
KDZ0450X1.55060N-HPL | @ | 45| G010 | 14 [ 45 | 6 | 100 | fig1 KDZ0910X1.5S080N-HPL | MTO | 9.1
KDZ0460X1.55060N-HPL | MTO | 4.6 46 KDZ0920X1.5S080N-HPL | MTO | 9.2
KDZ0470X1.55060N-HPL | MTO | 4.7 47 KDZ0930X1.5S080N-HPL | MTO | 9.3 % ws | 2 |325| 8 | 30 fig2
KDZ0480X1.5S060N-HPL | MTO | 4.8| G | 15 | 48 | 6 | 100 | fig. KDZ0940X1.55080N-HPL | MTO | 9.4 :
KDZ0490X1.55060N-HPL | MTO | 4.9 49 KDZ0950X1.5S080N-HPL | @ | 9.5
KDZ0500X1.55060N-HPL | @ | 5.0 50 KDZ0960X1.55080N-HPL | MTO | 9.6
KDZ0510X1.55060N-HPL | MTO |5.1] o R T R S KDZ0970X1.55080N-HPL | MTO | 9.7 | $ 095 | 30 [33.5| 8 | 130 | fig2
KDZ0520X1.55060N-HPL | MT0 | 5.2| 0-012 5 ¢ KDZ0980X1.55080N-HPL | MTO | 9.8
KDZ0530X1.55060N-HPL | MTO |5.3 53 KDZ0990X1.5S080N-HPL | MTO | 9.9 | ¢ 345 8 | 130 | fig2
KDZ0540X1.5S060N-HPL | MTO | 5.4 54 Kpz1000x1.55100N-HPL | @ [10.0] 0015 | 35 [ 100 fig.1
KDZ0550X1.55060N-HPL | @ | 5.5| S0 | 17 | 55 | 6 | 110 | fig KDZ1010X1.55100N-HPL | MTO |10.1]  § qg ss| 0| fig.2
KDZ0560X1.55060N-HPL | MTO | 5.6 56 KDZ1020X1.55100N-HPL | MTO |10.2 35.5
KDZ0570X1.55060N-HPL | MTO | 5.7 57 KDZ1030X1.55100N-HPL | MTO [10.3] § g | 32 b | 10|10 fig.2
KDZ0580X1.55060N-HPL | MTO | 5.8| $ o0 | 18 | 58 | 6 | 110 | fig KDZ1040X1.55100N-HPL | MTO |10.4
KDZ0590X1.55060N-HPL | MTO | 5.9 59 KDZ1050X1.5S100N-HPL | @ |10.5
KDZ0600X1.55060N-HPL | @ | 6.0| o1 60 fig.1 KDZ1060X1.55100N-HPL | MTO |10.6 8os | 3 (35| 10| 0| 02
KDZ0610X1.55060N-HPL | MTO | 6.1| 19 6 | 120 KDZ1070X1.5S100N-HPL | MTO [10.7| ~°:
KDZ0620X1.55060N-HPL | MTO | 6.2 | -0-015 % fig2 KDZ1080X1.55100N-HPL | MTO |10.8
KDZ0630X1.55060N-HPL | MT0 | 6.3 KDZ1090X1.5S100N-HPL | MTO |10.9
KDZ0640X1.55060N-HPL | MTO | 6.4 | ' KDZ1100X1.5S100N-HPL | @ |11.0 —%‘018 34 |37.5] 10 | 150 | fig.2
KDZ0850X1 5S0RONHPL | @ 65| 0015 | 20| P3| 6 |10 fe2 KDZ1110X1.5S100N-HPL | MTO |11.1
KDZ0660X1.5S060N-HPL | MTO | 6.6 KDZ1120X1.5S100N-HPL | MTO |11.2
KDZ0670X1.55060N-HPL | MTO | 6.7 KDZ1130X1.55100N-HPL | MTO [11.3| § 0 | 35 | 38,5 10 | 150 | fig2
KDZ0680X1.55060N-HPL | MTO | 6.8| Qo5 | 21 | 30 | 6 | 120 | fig2 KDZ1140X1.5ST00N-HPL | MTO |11.4
KDZ0690X1.55060N-HPL | MTO | 6.9 KDZ1150X1.55T00N-HPL | @ |11.5
KDZ0700X1.55060N-HPL | @ | 7.0 30 KDZ1160X1.55100N-HPL | MTO |11.6
KDZ0710X1.55060N-HPL | MT0 | 7.1| O o5 | 22 ws| © ™ fig2 KDZ1170X1.55100N-HPL | MTO [11.7) § 06 | 36 |39.5 10 | 150 | fig2
KDZ0720X1.55060N-HPL | MTO | 7.2 : KDZ1180X1.55100N-HPL | MTO |11.8
KDZ0730X1.55060N-HPL | MTO | 7.3 KDZ1190X1.55100N-HPL | MTO |11.9
KDZ0740X1.55060N-HPL | MT0 | 7.4 $o5 | 23 [305| 6 | 120 | fig2 KDZ1200X1.5ST20N-HPL | @ [12.0) §op | 37 | 120 | 12 | 170 | fig
KDZ0750X1.5S060N-HPL | @ | 7.5 @: Available  MTO: Made to order

The standard drilling depth is 1.0 D (1.0 x DQ).



KDZ-HP Regular

No Shank Dia.
Coating ~ Coolant Holes Helix Angle DCON Tolerance

30°(@3~:60°)
5

= — ! nEEVES
I|__(l:\jF <7 (DC=~012)
fig.1 OAL
%‘ Dimension (mm) % Dimension (mm)

Descrption § oc | Optsidedia | e | | pcon| oaL Shape Description :“gg pc | Outsidedia. | g |1y | pcon | oL Shape
KDZ0300X3.05060N-HP | @ | 3.0 »3.010 % 15| 6 | 60 | fig. KDZ0750X3.05080N-HP | @ | 7.5 -?).015 34 | 35| 8 | 70 | figl
KDZ0310X3.05060N-HP | @ [3.1| wl 5|6 |6l o KDZ0760X3.05080N-HP | @ | 7.6
KDZ0320X3.05060N-HP | @ |3.2| "0-012 KDZ0770X3.05080N-HP | @ [7.7] ol ] e @ e
KDZ0330X3.05060N-HP | @ (33| | sl s | el fa KDZ0780X3.05080N-HP | @ | 7.8| -0-015
KDZ0340X3.05060N-HP | @ |3.4| 0012 KDZ0790X3.05080N-HP | @ | 7.9
KDZ0350X3.05060N-HP | @ |3.5 KDZ0800X3.05080N-HP | @ | 8.0 _8'015 36 | (36)| 8 | 70 | fig1
KDZ0360X3.05060N-HP | @ | 3.6 KDZ0810X3.0S100N-HP | @ | 8.1
KDZ0370X3.0S060N-HP | @ |3.7 -gmz 17118 | 6 | 60 | fig. KDZ082013.05T0ON-HP | @ | 8.2 |
KDZ0380X3.05060N-HP | @ |3.8 KOZ0B30K3.05 100N-HP | @ 83| 0015 | 36| 37| 10 80 figd
KDZ0390X3.0S060N-HP ® (39 KDZ0840X3.0S100N-HP ® |84
KDZ0400X3.0S060N-HP @® |40 0 9| i 60 | fi1 KDZ0850X3.05100N-HP ® |85
KDZ0410X3.05060N-HP | @ | 4.1| 0012 KDZ0860X3.0S100N-HP | @ | 8.6 _8.015 38 |39 | 10 | 80 | fig.l
KDZ0420X3.05060N-HP | @ | 4.2 KDZ0870X3.0S100N-HP | @ |8.7
KDZ0430X3.05060N-HP | @ | 4.3 -%.on 0| 21| 6 | 60| figl KDZ0830X3.05100N-HP | @ | 8.8
KDZ0440X3.05060N-HP | @ | 4.4 KDZ0890X3.05100N-HP | @ |89 | 0015 B4 0 8 Rl
KDZ0450X3.05060N-HP | @ | 4.5 KDZ0900X3.0S100N-HP | @ | 9.0
KDZ0460X3.0S060N-HP @® |46 KDZ0910X3.0S100N-HP ® |91
KDZ0470X3.05060N-HP | @ | 4.7 .%,012 022 6 |60 figl KDZ0920X3.05100N-HP | @ | 9.2 _8'015 4 | 41| 10 | 80 | fig1
KDZ0480X3.05060N-HP | @ | 4.8 KDZ0930X3.0S100N-HP | @ | 9.3
KDZ0490X3.05060N-HP | @ | 4.9 KDZ0940X3.0S100N-HP | @ | 9.4
KDZ0500X3.05060N-HP | @ | 5.0 KDZ0950X3.05100N-HP | @ | 9.5
KDZ0510X3.05060N-HP | @ | 5.1 _8.012 B | 24| 6 | 60| figl KDZ0960X3.05100N-HP | @ | 9.6
KDZ0520X3.05060N-HP | @ | 5.2 KDZ0970X3.0S100N-HP | @ | 9.7 _3_015 4 | 8] 10| 8 | fig!
KDZ0530X3.05060N-HP | @ 5.3 | || 6| 60| figr KDZ0980X3.05100N-HP | @ | 9.8
KDZ0540X3.0S060N-HP @® |54 -0.012 KDZ0990X3.05100N-HP ® |99
KDZ0550X3.05060N-HP | @ | 5.5 -gmz % | 26| 6 | 60| figl KDZ1000X3.0S100N-HP | @ |10.0 _31015 45 | (45) ] 10 | 80 | fig.1
KDZ0560X3.05060N-HP | @ | 5.6 KDZ1010X3.05120N-HP | @ [10.1] o s | 46| 2 |00 fgl
KDZ0570X3.05060N-HP | @ |5.7| % | 7|6 || g KDZ1020X3.05120N-HP | @ [10.2| -0.018
KDZ0580X3.05060N-HP | @ |5.8| -0:012 KDZ1030X3.0S120N-HP | @ [103| 6| 4| u || e
KDZ0590X3.05060N-HP | @ | 5.9 KDZ1040X3.05120N-HP | @ [10.4| -0.018 ‘
KDZ0600X3.05060N-HP | @ | 6.0 _3.012 28| (28)| 6 | 60 | fig Egggzgggzzg::g : :gz
KDZ0610X3.05080N-HP | @ | 6.1 KDZ1070X3.05120N-HP | @ [10.7] Qo0 | 47 | 48| 12 | 100 | fig
KDZ0620X3.05080N-HP | @ | 62| #|»| 8| KDZ1080X3.05120N-HP | @ [10.8
KDZ0630X3.05080N-HP | @ |[6.3| 0-015 KDZ1090X3.05120N-HP | @ [10.9
KDZ0640X3.0S080N-HP | @ | 6.4 KDZ1100X3.0S120N-HP | @ |11.0
KDZ0650X3.05080N-HP | @ | 6.5 KDZ1110X3.05120N-HP | @ |11.1
KDZ0660X3.05080N-HP | @ |6.6] O | 30 [ 31| 8 | 70 | figd Eggggﬁgigg::g : 11; Do | S| 82| 2|00 gl
gzz;ﬁﬁgzﬁz::g : :; : KDZ1140X3.05120N-HP | @ [11.4

0,015 31 132 8 | 70| fig KDZ1150X3.0S120N-HP | @ |11.5
el @ |60 KDZ1160X3.05120N-HP | @ [11.6
KDZ0700X3.05080N-HP | @ | 7.0 KDZ1170X3.05120N-HP | @ [11.7 _%'018 53 | 54 | 12 | 100 | fig.1
KDZ0710X3.05080N-HP | @ | 7.1 KDZ1180X3.05120N-HP | @ [11.8
KDZ0720X3.05080N-HP | @ | 7.2 _8.015 32 (33| 8 |70 figl KDZ1190X3.05120N-HP | @ [11.9
KDZ0730X3.05080N-HP | @ | 7.3 KDZ1200X3.05120N-HP | @ |12.0 _8'018 54| (54) | 12 | 100 | fig.1
KDZ0740X3.0S080N-HP | @ | 7.4 @®: Available

The standard drilling depth is 2.0 D (2.0 x DQ).
Pecking is recommended when Drilling Depth is 2D or over
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KDZ-HP Regular (with coolant hole) Type C

With Shank dia.
Coating  coolantholes Helixangle DCON tolerance

30°
omE =

DCON

(DC=~012)

g Dimension (mm) g Dimension (mm)

Desciption § pc |PuideDal yep |y | pcon | oaL Desciption § p (ubideDal yp |y | pcon | oaL
KDZ0300X3.05030C-HP | @ | 3.0 | G0 | BS | 155 | 3 68 KDZ0760X3.0S080C-HP | @ | 7.6 %2 | 362
KDZ0310X3.05040C-HP | @ | 3.1 140 | 16.0 KDZ0770X3.05080C-HP | @ | 7.7 47 | 367
KDZ0320X3.05040C-HP | @ | 3.2 44 | 164 KDZ0780X3.05080C-HP | @ | 7.8 | 9 | 350 | 371 | 8 9
KDZ0330X3.05040C-HP | @ | 33 | Qo | 149 | 169 | 4 7 KDZ0790X3.05080C-HP | @ | 7.9 356 | 376
KDZ0340X3.05040C-HP | @ | 3.4 153 | 173 KDZ0800X3.0S080C-HP | @ | 8.0 36.0 | 380
KDZ0350X3.05040C-HP | @ | 35 158 | 17.8 KDZ0810X3.05090C-HP | @ | 8.1 365 | 385
KDZ0360X3.05040C-HP | @ | 3.6 62 | 182 KDZ0820X3.0S090C-HP | @ | 8.2 369 | 389
KDZ0370X3.05040C-HP | @ | 3.7 167 | 187 KDZ0830X3.05090C-HP | @ | 83 | Qo5 | 374 | 394 | 9 | 100
KDZ0380X3.05040C-HP | @ | 38 | Gy | 71 | 190 | 4 7 KDZ0840X3.0S090C-HP | @ | 8.4 378 | 38
KDZ0390X3.05040C-HP | @ | 3.9 7.6 | 196 KDZ0850X3.0S090C-HP | @ | 8.5 383 | 403
KDZ0400X3.05040C-HP | @ | 4.0 180 | 200 KDZ0860X3.0S090C-HP | @ | 8.6 7 | 407
KDZ0410X3.05050C-HP | @ | 4.1 185 | 205 KDZ0870X3.0S090C-HP | @ | 8.7 392 | 412
KDZ0420X3.05050C-HP | @ | 4.2 18.9 | 209 KDZ0830X3.05090C-HP | @ | 88 | Qo5 | 396 | 416 | 9 | 100
KDZ0430X3.05050C-HP | @ | 43 | Gy | 194 | 214 | s 80 KDZ0890X3.0S090C-HP | @ | 8.9 01 | 21
KDZ0440X3.05050C-HP | @ | 4.4 198 | 28 KDZ0900X3.0S090C-HP | @ | 9.0 05 | 105
KDZ0450X3.05050C-HP | @ | 45 03 | 23 KDZ0910X3.0S100C-HP | @ | 9.1 00 | 80
KDZ0460X3.05050C-HP | @ | 4.6 07 | 27 KDZ0920X3.05100C-HP | @ | 9.2 04 | B4
KDZ0470X3.05050C-HP | @ | 4.7 N2 | B2 KDZ0930X3.05100C-HP | @ | 93 0o | B9
KDZ0480X3.05050C-HP | @ | 48 | Yo, | 216 | 36 | 5 8 KDZ0940X3.05100C-HP | @ | 94 23 | M3
KDZ0490X3.05050C-HP | @ | 4.9 21 | 41 KDZ0950X3.05100C-HP | @ | 95 | 08 | M8
KDZ0500X3.05050C-HP | @ | 5.0 25 | 5 KDZ0960X3.05100C-HP | @ | 9.6 | 005 [ ;2 | w2 | |
KDZ0510X3.05060C-HP | @ | 5.1 B0 | 250 KDZ0970X3.05100C-HP | @ | 9.7 B7 | 157
KDZ0520X3.05060C-HP | @ | 5.2 B4 | 254 KDZ0980X3.0S100C-HP | @ | 9.8 u1 | 461
KDZ0530X3.05060C-HP | @ | 53 | 9 | B9 | 259 | 6 8 KDZ0990X3.0S100C-HP | @ | 9.9 "6 | 466
KDZ0540X3.05060C-HP | @ | 5.4 U3 | 23 KDZ1000X3.05100C-HP | @ | 10.0 5.0 | 470
KDZ0550X3.05060C-HP | @ | 5.5 U8 | 28 KDZ1010X3.0110C-HP | @ | 10.1 55 | 415
KDZ0560X3.05060C-HP | @ | 5.6 52 | 272 KDZ1020%3.05110C-HP | @ | 10.2 59 | 479
KDZ0570X3.05060C-HP | @ | 5.7 »7 | 277 KDZ1030X3.05110C-HP | @ [ 103 | 9 g | 464 | 484 | 11 | 16
KDZ0580X3.05060C-HP | @ | 5.8 | 9 | 260 | 281 | 6 8 KDZ1040X3.0S110C-HP | @ | 10.4 1468 | 488
KDZ0590X3.05060C-HP | @ | 5.9 %6 | 26 KDZ1050X3.0S110C-HP | @ | 10.5 73 | 293
KDZ0600X3.05060C-HP | @ | 6.0 7.0 | 20 KDZ1060X3.05110C-HP | @ | 10.6 71 | 297
KDZ0610X3.05070C-HP | @ | 6.1 75 | 295 KDZ1070X3.0110C-HP | @ | 10.7 82 | 502
KDZ0620X3.05070C-HP | @ | 6.2 79 | 29 KDZ1080X3.05110C-HP | @ [ 10.8 | &g | 486 | 506 | 11 | 116
KDZ0630X3.05070C-HP | @ | 63 | Qs | 284 | 304 | 7 88 KDZ1090X3.05110C-HP | @ | 10.9 091 | 51
KDZ0640X3.05070C-HP | @ | 6.4 288 | 308 KDZ1100%3.0S110C-HP | @ | 11.0 295 | 515
KDZ0650X3.05070C-HP | @ | 65 23 | 313 KDZ1110X3.05120C-HP | @ | 1.1 500 | 520
KDZ0660X3.05070C-HP | @ | 6.6 07 | 317 KDZ1120%3.05120C-HP | @ | 112 504 | 524
KDZ0670X3.05070C-HP | @ | 6.7 302 | 322 KDZ1130X3.05120C-HP | @ | 113 509 | 529
KDZ0680X3.05070C-HP | @ | 6.8 | § s | 306 | 326 | 7 88 KDZ1140X3.05120C-HP | @ | 114 513 | 533
KDZ0690X3.05070C-HP | @ | 6.9 31| 33 KDZ1150X3.05120C-HP | @ | 115 | 518 | 538
KDZ0700X3.05070C-HP | @ | 7.0 315 | 335 KDZ1160X3.05120C-HP | @ | 116 | 008 | 55 | 542 L
KDZ0710X3.05080C-HP | @ | 7.1 320 | 340 KDZ1170X3.05120C-HP | @ | 117 527 | 547
KDZ0720X3.05080C-HP | @ | 7.2 324 | 344 KDZ1180X3.05120C-HP | @ | 1.8 531 | 551
KDZ0730X3.05080C-HP | @ | 7.3 | Qs | 329 | 349 | 8 9% KDZ1190X3.05120C-HP | @ | 11.9 53.6 | 55.6
KDZ0740X3.05080C-HP | @ | 7.4 B3 | 353 KDZ1200%3.05120C-HP | @ | 12.0 540 | 560
KDZ0750X3.05080C-HP | @ | 7.5 B8 | 358 @ Available

The standard drilling depth is 2.0 D (2.0 x DQ).
Pecking is recommended when drilling depth is 2D or over
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Recommended cutting conditions

KDZ
. L Outside diameter
Workpiece Application DC (mm) 91 92 03 o4 95 96 08 910 012
Sp'"d'(fn’ien‘f?)'”"‘)” 19,50 | 11,200 | 8300 | 6200 | 5000 | 4200 | 3200 | 2500 | 2,100
Structural steel
Carbon steel Feed rat
eed rate 300 380 520 520 520 520 520 450 450
(mm/min)
Sp'"d'(fn’;‘f?)'“t"’" 19,000 | 10,000 | 7,200 | 5400 | 4400 | 3,600 | 2,700 | 2,200 | 1,800
Alloy steel
Feed rate 300 320 450 450 450 450 450 400 400
(mm/min)
l Spindlerevolution |30 000 | gooo | 3000 | 290 | 2300 | 1,90 | 1,50 | 1,200 | 1,000
(min")
Pre-hardened steel
(30~45HRQ) feed
eed rate 210 210 210 210 210 210 210 190 190
(mm/min)
Plunging ) )
S"'"d'(;’ien‘f?)'““"" 16,000 | 10,000 | 7,200 | 5400 | 4400 | 3,600 | 2,700 | 2200 | 1,800
Nodular castiron
Feed rate 200 300 390 390 390 390 390 340 340
(mm/min)
Sp'"d'(fn’ien‘f?)'“""" 20,000 | 20,000 | 17,800 | 13,100 | 10,50 | 8,900 | 6700 | 5400 | 4,500
Aluminum alloy
Feed rate 500 850 1,00 | 1,200 | 1,270 1,270 1,00 | 1,270 1,270
(mm/min)
Sp'"d'(fn’;‘f?)'”“"" 20,000 | 20,000 | 13,00 | 10,000 | 8,000 | 6700 | 5000 | 4,000 | 3,400
Aluminum alloy
casting Feed rate
. 450 750 820 820 820 820 820 820 820
(mm/min)
Precautions
« This tool is specially designed for plunging and NOT recommended for milling Regular type Short type
- Coolant is recommended
« Adjust ap to suit machine rigidity and overhang length 6 6 .
- Pecking is recommended when drilling depth is 2D or over . Drilling depth
Drilling depth 1.5D(1.5xDC) or less

« Use chuck and machine with the highest rigidity possible
« Drilling stainless steel is not recommended

- Cutting condition modifications may be needed when cutting a slant surface, depending on the slant angle

(Right Figure)
When workpiece slant is 30° or less, reduce the Feed rate by 50%

When workpiece slant is 30° or more, reduce the revolution by 70% and the Feed rate by 30%
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Recommended cutting conditions

KDZ-HP
. L Outside diameter
Workpiece Application DC (mm) g1 |[o1.5| 62 | 925| 63 |03.5| 64 | 945 | 05 06 g8 | 610 | 12 | 014 | 616 | 618 | 020
Sp'"d'(‘:nri‘:f?)'““"" 20,700 [13,800|11,150 | 9,200 | 9,100 |7,800 |6,800 |6,100 |5,500 | 4,600 |3,500 | 2,800 |2,300 |1,800 |1,600 | 1,400 | 1,300
Structural steel
Carbon steel Feed rat
ced rate 350 | 350 | 430 | 430 | 520 | 520 | 520 | 520 | 520 | 520 | 520 | 520 | 520 | 480 | 480 | 480 | 480
(mm/min)
Sp'“d'(‘:nrien‘f?)'”m" 17,500{11,700| 9,600 | 7,650 | 7,200 |6,200 |5,400 | 4,800 | 4,400 | 3,600 |2,700 |2,200 |1,800 | 1,500 | 1,350 |1,200 | 1,100
Alloy steel
Feed rate
4 290 | 290 | 380 | 380 | 450 | 450 | 450 | 450 | 450 | 450 | 450 | 450 | 450 | 420 | 420 | 420 | 420
(mm/min)
1 Sp'"d'(fn’ienv_?)'”""" 9,600 | 6,400 | 5,570 |4,460 |3,900 |3,400 | 2,900 | 2,600 | 2,300 | 1,900 |1,500 | 1,200 {1,000 | 850 | 750 | 650 | 600
Pre-hardened steel
B350 Feed rate
. 120 | 120 | 170 | 170 | 210 | 210 | 210 | 210 | 210 | 210 | 210 | 210 | 210 | 200 | 200 | 200 | 200
(mm/min)
Plunging Spindle revolution
min ) {15:900{10,600/10,360|8,290 | 7,200 |6,200 | 5,400 | 4,800 |4,400 |3,600 |2,700 | 2,200 | 1,800 |1,550 |1,350 |1,200 | 1,100
Nodular castiron
Feed rate
. 220 | 250 | 390 | 390 | 390 | 390 | 390 | 390 | 390 | 390 | 390 | 390 | 390 | 360 | 360 | 360 | 360
(mm/min)
Sp'"d'(‘;’i‘:f?)'“t"’" 39,800 26,600 (23,000{18,500|17,800 |15,200 |13,100 [11,800 10,500 8,900 | 6,700 | 5,400 |4,500 |3,800 |3,400 |3,000 | 2,700
Aluminum alloy
(E:en:‘/m) 900 |1,000 |1,270 {1,270 | 1,270 |1,270 | 1,270 | 1,270 | 1,270 | 1,270 1,270 | 1,270 | 1,270 | 1,270 | 1,270 |1,270 | 1,270
S”'"d'(;’;‘f?)'”t"’" 29,000 19,200 {17,500 14,000| 13,100 [11,500 {10,000 | 8,800 |8,000 | 6,700 | 5,000 | 4,000 |3,400 |2,900 |2,500 |2,200 | 2,000
Aluminum alloy
casting Feed rat
ced rate 550 | 550 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820
(mm/min)
Precautions
- This tool is specially designed for plunging and NOT recommended for milling Regular type Short type
- Coolant is recommended
« Adjust ap to suit machine rigidity and overhang length [¢] 0 -
- Pecking is recommended when drilling depth is 2D or over . Drilling depth
« Use chuck and machine with the highest rigidity possible Drilling depth 1.5D(1.5xDC) or less
. ) A 2D (2xDC) or less
« Drilling stainless steel is not recommended
- Cutting condition modifications may be needed when cutting a slant surface, depending on the slant angle
(Right Figure)
When workpiece slant is 30° or less, reduce the Feed rate by 50% Outside diameter (2DC) Outside diameter (aDC)

When workpiece slant is 30° or more, reduce the revolution by 70% and the Feed rate by 30%
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Recommended cutting conditions

KDZ-HP short (Long shank)

Workpiece Application Outside diameter DC (mm) 03 03.5 04 94.5 95 26 08 910 912
Structural steel Spindle revolution (min™") 10,600 9,100 8,000 7,100 6,400 5,300 4,000 3,200 2,700
Carbon steel
$5400, S45C Feed rate (mm/min) 830 830 830 830 830 830 830 830 830
Mioy steel Spindle revolution (min™") 9,500 8,200 7,200 6,400 5,700 4,800 3,600 2,900 2,400
304 S 1 Feed ate (mm/min) 630 630 630 630 630 630 630 630 630
Pre-hardened steel A Spindle revolution (min™") 7,400 6,400 5,600 5,000 4,500 3,700 2,800 2,200 1,900
sl Feed rate (mm/min) 365 365 365 365 365 365 365 365 365
Nodular castiron Plunging Spindle revolution (min™") 9,600 8,200 7,200 6,400 5,700 4,800 3,600 2,900 2,400
F(D400 Feed rate (mm/min) 475 475 475 475 475 475 475 475 475
Auminum alloy Spindle revolution (min™") 12,700 10,900 9,600 8,500 7,600 6,400 4,800 3,800 3,200
AT075 Feed rate (mm/min) 1,050 1,050 1,050 1,050 1,050 1,050 1,050 1,050 1,050
Aluminum alloy Spindle revolution (min™") 9,500 8,200 7,200 6,400 5,700 4,800 3,600 2,900 2,400
Casting
AC, ADC Feed rate (mm/min) 675 675 675 675 675 675 675 675 675
Precautions Short type
- This tool is specially designed for plunging and NOT recommended for traversing
« Coolant is recommended 6 Drilling depth
« Adjust ap to suit machine rigidity and overhang length o
« Use chuck and machine with the highest rigidity possible 1D(1xDC) or less
- Drilling stainless steel (SUS 304, SUS 316, etc.) is not recommended
- Cutting condition modifications may be needed when cutting a slant surface, depending on the slant angle (Right Figure)
When workpiece slant is 30° or less, reduce the Feed rate below 50%
When workpiece slant is over 30°, lower the revolution to 70% or less and the Feed rate to 30% or less Outside diameter (aDC)
KDZ-HP (Type C)
Workpiece Application Outside diameter DC (mm) 93 04 95 06 08 910 012
Structural steel Spindle revolution (min™") 10,600 7,950 6,350 5,300 3,980 3,180 2,650
Carbon steel
$5400, S45C Feed rate (mm/min) 750 750 750 750 750 750 750
Mioy steel Spindle revolution (min™") 9,550 7,160 5,730 4,770 3,580 2,860 2,390
S SN Feed ate (mm/imin) 700 680 630 600 600 600 600
Mefaiscd Spindle revolution (min™") 5,300 3,980 3,180 2,650 1,990 1,590 1,330
il l Feed rate (mm/min) 300 300 300 300 300 280 280
Stainless Steel A Spindle revolution (min™") 7,430 5,570 5,100 4,240 3,180 2,550 2,120
35304 Feed rate (mm/min) 400 400 400 500 500 500 500
Nodular castiron Plunging Spindle revolution (min™") 9,550 7,160 5,730 4,710 3,580 2,860 2,390
FCD400 Feed rate (mm/min) 580 580 500 500 500 450 450
Aluminum alloy Spindle revolution (min™") 18,000 13,500 10,800 9,000 6,800 5,400 4,500
HAE Feed rate (mm/min) 1,270 1,270 1,270 1,270 1,270 1,270 1,270
Aluminum alloy Spindle revolution (min™") 13,100 10,000 8,000 6,700 5,000 4,000 3,400
Casting
AC, ADC Feed rate (mm/min) 900 900 850 850 850 850 850
Precautions Regular type
« This tool is specially designed for plunging and NOT recommended for traversing
- Coolant is recommended S
« Adjust ap to suit machine rigidity and overhang length Drilling depth

- Pecking is recommended when drilling depth is 2D or over

« Use chuck and machine with the highest rigidity possible

- Cutting condition modifications may be needed when cutting a slant surface, depending on the slant angle (Right Figure)
When workpiece slant is 30° or less, reduce the Feed rate below 50%
When workpiece slant is over 30°, lower the revolution to 70% or less and the Feed rate to 30% or less

- If there is insufficient chip evacuation at the specified drill depth, it is recommended to peck or change cutting conditions

« Pre-drilling is recommended if cutting is unstable

« Pre-drilling and pecking are recommended for stainless steel machining
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Learn more about Kyocera’s K series high performance drills

I KDA Applicable to a wide range of machining applications

Type N

General purpose design without coolant holes.
Economical style for machining with external
coolant.

Type C

Coolant-through design
Provides higher efficiency and stable machining
with stainless steel etc.

Learn more about Kyocera’s high efficiency modular drill

W3
. . Excellent hole accuracy
I MaQICDﬂ" D RA with a low cutting force design

Optimal web thickness limits deflection
Fine chip breaking and smooth deep hole cutting
Easy insert replacement

Double margin type Y
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For difficult-to-cut materials
stainless steel machining
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