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DR SOLID CARBIDE DRILL WITH INTERNAL COOLANT

Symbol Machining Material

DR20OP P-Alloyed Steels
DR30M M-Stainless Steels 3 = 3xD
DR40K K-Cast Iron 5 = 5xD
DR50N N-Aluminum &Al 8 = 8xD
DR60S S-Refractory Alloys 12 = 12xD
DR70H H-Hard Material 15 = 15xD

o Category 9 Drilling Depth

DR20P A
-

Straight Shank DIN-6535HA

Internal Coolant

o Rl I

Symbol

Flatted Shank DIN-6535HB

Bevel Shank DIN-6535HE

</ m|m| >

Morse MT

p. Shank Style

DR20P-A8-C (DX8)

Coolant Way

EDGE DIAMETER

ERr===]

€ EDGE DIAMETER

External Coolant

(SES=SSS 2 S : o
£
140°°,
H
L
140° BMIA
Spiral Pointed Angle Cutting Material
Spec. L D d H T (KGS) Weight

DR20P-A8-D0300-C 72 3 6 34 2 =
DR20P-A8-D0310-C 72 3.1 6 34 2 =
DR20P-A8-D0320-C 72 3.2 6 34 2 =
DR20P-A8-D0330-C 72 33 6 34 2 =
DR20P-A8-D0340-C 72 34 6 34 2 0.02
DR20P-A8-D0350-C 72 3.5 6 34 2 0.02
DR20P-A8-D0360-C 72 3.6 6 34 2 0.02
DR20P-A8-D0370-C 72 3.7 6 34 2 0.02
DR20P-A8-D0380-C 81 3.8 6 43 2 0.02
DR20P-A8-D0390-C 81 3.9 6 43 2 0.02
DR20P-A8-D0400-C 81 4 6 43 2 0.02
DR20P-A8-D0410-C 81 4.1 6 43 2 0.02
DR20P-A8-D0420-C 81 4.2 6 43 2 0.02
DR20P-A8-D0430-C 81 4.3 6 43 2 0.02
DR20P-A8-D0440-C 81 4.4 6 43 2 =
DR20P-A8-D0450-C 81 4.5 6 43 2 =
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Spec. L D d H T (KGS) Weight
DR20P-A8-D0460-C 81 4.6 6 43 2 -
DR20P-A8-D0470-C 81 4.7 6 43 2 -
DR20P-A8-D0480-C 95 4.8 6 57 2 -
DR20P-A8-D0490-C 95 49 6 57 2 -
DR20P-A8-D0500-C 95 5 6 57 2 0.03
DR20P-A8-D0510-C 95 5.1 6 57 2 -
DR20P-A8-D0520-C 95 5.2 6 57 2 -
DR20P-A8-D0530-C 95 53 6 57 2 -
DR20P-A8-D0540-C 95 5.4 6 57 2 -
DR20P-A8-D0550-C 95 5.5 6 57 2 -
DR20P-A8-D0560-C 95 5.6 6 57 2 -
DR20P-A8-D0570-C 95 5.7 6 57 2 -
DR20P-A8-D0580-C 95 5.8 6 57 2 -
DR20P-A8-D0590-C 95 5.9 6 57 2 -
DR20P-A8-D0600-C 95 6 6 57 2 -
DR20P-A8-D0610-C 114 6.1 8 76 2 -
DR20P-A8-D0620-C 114 6.2 8 76 2 -
DR20P-A8-D0630-C 114 6.3 8 76 2 -
DR20P-A8-D0640-C 114 6.4 8 76 2 -
DR20P-A8-D0650-C 114 6.5 8 76 2 -
DR20P-A8-D0660-C 114 6.6 8 76 2 -
DR20P-A8-D0670-C 114 6.7 8 76 2 -
DR20P-A8-D0680-C 114 6.8 8 76 2 -
DR20P-A8-D0690-C 114 6.9 8 76 2 -
DR20P-A8-D0700-C 114 7 8 76 2 -
DR20P-A8-D0710-C 114 7.1 8 76 2 -
DR20P-A8-D0720-C 114 7.2 8 76 2 -
DR20P-A8-D0730-C 114 7.3 8 76 2 -
DR20P-A8-D0740-C 114 7.4 8 76 2 -
DR20P-A8-D0750-C 114 7.5 8 76 2 -
DR20P-A8-D0760-C 114 7.6 8 76 2 -
DR20P-A8-D0770-C 114 7.7 8 76 2 -
DR20P-A8-D0780-C 114 7.8 8 76 2 -
DR20P-A8-D0790-C 114 7.9 8 76 2 -
DR20P-A8-D0800-C 114 8 8 76 2 -
DR20P-A8-D0810-C 142 8.1 10 95 2 -
DR20P-A8-D0820-C 142 8.2 10 95 2 -
DR20P-A8-D0830-C 142 8.3 10 95 2 0.09
DR20P-A8-D0840-C 142 8.4 10 95 2 -
DR20P-A8-D0850-C 142 8.5 10 95 2 -
DR20P-A8-D0860-C 142 8.6 10 95 2 -
DR20P-A8-D0870-C 142 8.7 10 95 2 -
DR20P-A8-D0880-C 142 8.8 10 95 2 -
DR20P-A8-D0890-C 142 8.9 10 95 2 -
DR20P-A8-D0900-C 142 9 10 95 2 -
DR20P-A8-D0910-C 142 9.1 10 95 2 -
DR20P-A8-D0920-C 142 9.2 10 95 2 -
DR20P-A8-D0930-C 142 9.3 10 95 2 -
DR20P-A8-D0935-C 142 9.35 10 95 2 -
DR20P-A8-D0940-C 142 9.4 10 95 2 -
DR20P-A8-D0950-C 142 9.5 10 95 2 0.1
DR20P-A8-D0960-C 142 9.6 10 95 2 0.1
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Spec. L D d H T (KGS) Weight
DR20P-A8-D0970-C 142 9.7 10 95 2 0.1
DR20P-A8-D0980-C 142 9.8 10 95 2 =
DR20P-A8-D0990-C 142 9.9 10 95 2 =
DR20P-A8-D1000-C 142 10 10 95 2 =
DR20P-A8-D1010-C 162 10.1 12 114 2 -
DR20P-A8-D1020-C 162 10.2 12 114 2 -
DR20P-A8-D1030-C 162 10.3 12 114 2 -
DR20P-A8-D1050-C 162 10.5 12 114 2 =
DR20P-A8-D1080-C 162 10.8 12 114 2 =
DR20P-A8-D1100-C 162 11 12 114 2 .
DR20P-A8-D1120-C 162 11.2 12 114 2 -
DR20P-A8-D1150-C 162 11.5 12 114 2 =
DR20P-A8-D1160-C 162 11.6 12 114 2 =
DR20P-A8-D1180-C 162 11.8 12 114 2 -
DR20P-A8-D1200-C 162 12 12 114 2 =
DR20P-A8-D1250-C 182 12.5 14 133 2 -
DR20P-A8-D1300-C 182 13 14 133 2 =
DR20P-A8-D1350-C 182 13.5 14 133 2 =
DR20P-A8-D1400-C 182 14 14 133 2 =
DR20P-A8-D1450-C 203 14.5 16 152 2 -
DR20P-A8-D1500-C 203 15 16 152 2 =
DR20P-A8-D1550-C 203 15.5 16 152 2 =
DR20P-A8-D1600-C 203 16 16 152 2 .

Note: For 5,12, 15 Long Drill Depth please contact us.
DR SOLID CARBIDE DRILL WITH INTERNAL COOLANT
CUTTING PARAMETERS
DR20P-A5C/A8C/A12C/A15C
Speed fz(mm/rev)
Machining Materials
Vc(m/min) 23 o4 26 28 210 @12 216
Alloyed Steels | 0 (60~110) o.1c3).(1%)09 0.13.(2%)12 0'28.;2')14 0.28.;2.)14 o.zg. é(c)).)m 0'23_22;15 0'23,;,%}18
g 5te/niess Steels | 50 (40-60) (0.84?8.08) (o.gﬁg.oa) (o.gé?g.lo) (0.8698.10) (0.8;%.12) (o.gél-%.lz) (0.106%.14)
Cast Iron 100 0.15 0.17 0.20 0.25 0.28 0.30 0.35
(60~140) | (0.11-0.18)| (0.13-0.20)| (0.15-0.25)| (0.17-0.32)| (0.20-0.36)| (0.22-0.42)| (0.25-0.45)

¢ Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
¢ Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.
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ATB FIXED ROUGH BORING BAR

E)_ T
i ¥
_}‘7 -
- L
Spec. L D d H Flutes Insert (KGS) Weight
ATB-1216-120L 120 30 11.7 16 1 0.18
ATB-1316-120L 120 30 12.7 16 1 0.18
ATB-1416-120L 120 30 13.7 16 1 0.18
ATB-1516-120L 120 30 14.7 16 1 0.18
ATB-1616-120L 120 30 15.7 16 2 €C..060202(D 0.18
ATB-1716-120L 120 30 16.7 16 2 1) 0.18
ATB-1816-120L 120 30 17.7 16 2 €€-.060204(D) 0.19
CC..060208(D-
ATB-1916-120L 120 30 18.7 16 2 0.2) 0.19
ATB-2016-120L 120 30 19.7 16 2 0.19
ATB-2216-120L 120 30 21.7 16 2 0.19
ATB-2420-130L 130 30 23.7 20 2 0.32
ATB-2520-130L 130 30 24.7 20 2 0.34
ATB-2620-130L 130 30 25.7 20 2 0.33
ATB-2720-130L 130 30 26.7 20 2 0.34
ATB-2820-130L 130 30 27.7 20 2 0.35
ATB-3025-160L 160 40 29.7 25 2 CC.09T302(D 0.62
ATB-3525-160L 160 40 34.7 25 2 +0.1) 0.65
ATB-4025-160L 160 40 39.7 25 2 CC..09T304(D)  0.69
ATB-4232-200L 200 45 41.7 32 2 CC..09T308(D- 1.29
ATB-4532-200L 200 45 44.7 32 2 v 1.28
ATB-4832-200L 200 45 47.7 32 2 1.33
ATB-5032-200L 200 45 49.7 32 2 1.35
ATB-5532-200L 200 45 54.7 32 2 1.50
I Accessories
Insert Screw Wrench (N.m) Torque
CC..060202(D+0.1) M2.5-6.45-3.7-43 T8 1.2
CC..060204(D) M2.5-6.45-3.7-43 T8 1.2
CC..060208(D-0.2) M2.5-6.45-3.7-43 T8 1.2
CC..09T302(D+0.1) M4-10-5.7-60 T15 3.0
CC..09T304(D) M4-10-5.7-60 T15 3.0
CC..09T308(D-0.2) M4-10-5.7-60 T15 3.0
Unit of Length (mm)

D varies with R angle on insert.

ATB FIXED ROUGH BORING BAR
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Spec. L D d Flutes Insert (KGS) Weight

ATB45-FMB22 50 44.8 22 2 CC..09T3 0.55
ATB50-FMB22 50 49.8 22 2 CC..09T3 0.59
ATB55-FMB22 50 54.8 22 2 CC..09T3 -
ATB60-FMB22 50 59.8 22 2 CC..09T3 0.63
ATB60-FMA25.4 50 59.8 254 2 CC..09T3 0.63
ATB65-FMA25.4 50 64.8 25.4 2 CC..09T3 0.69
ATB70-FMA25.4 50 69.8 25.4 2 CC..09T3 0.75
ATB75-FMA25.4 50 74.8 25.4 2 CC..09T3 -
ATB80-FMA25.4 50 79.8 254 2 CC..09T3 0.80
ATB85-FMA25.4 50 84.8 254 2 CC..09T3 0.85
ATB90-FMA25.4 50 89.8 254 2 CC..09T3 1.00
ATB95-FMA25.4 50 94.8 254 2 CC..09T3 1.15
ATB100-FMA25.4 50 99.8 254 2 CC..09T3 1.30
ATB105-FMA31.75 50 104.8 31.75 2 CC..09T3 1.30
ATB110-FMA31.75 50 109.8 31.75 2 CC..09T3 1.40
ATB115-FMA31.75 50 114.8 31.75 2 CC..09T3 1.50
ATB120-FMA31.75 50 119.8 31.75 2 CC..09T3 1.62
ATB125-FMA31.75 50 124.8 31.75 2 CC..09T3 1.73
ATB130-FMA31.75 50 129.8 31.75 2 CC..09T3 1.85

I Accessories

Insert Wrench (N.m) Torque

CC..09T3 M4-10-5.7-60 T15 3.0

ATB FIXED ROUGH BORING BAR

17
O

Spec. L D d Insert (KGS) Weight
CBS-308 55 8 30° CC..0602 0.04
CBS-310 65 10 30° CC..0602 0.06
CBS-313 80 13 30° CC..09T3 0.12
CBS-316 120 16 30° CC..09T3 0.25
CBS-319 140 19 30° CC..1204 0.41
CBS-308 55 8 30° CC..0602 0.04
CBS-310 65 10 30° CC..0602 0.06
CBS-313 80 13 30° CC..09T3 0.12
CBS-316 120 16 30° CC..09T3 0.25
CBS-319 140 19 30° CC..1204 0.41
™ CBS-908 55 8 90° CC..0602 0.04
l" CBS-910 65 10 90° CC..0602 0.06
B U CBS-913 80 13 90° CC..09T3 0.12
CBS-916 120 16 90° CC..09T3 0.27
‘ CBS-919 140 19 90° CC..1204 0.41

Unit of Length (mm)
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fe-T

Insert (KGS) Weight

CBS-908L 55 8 90° CC..0602 0.04
CBS-910L 65 10 90° CC..0602 0.06
CBS-913L 80 13 90° CC..09T3 0.12
CBS-916L 120 16 90° CC..09T3 0.27
CBS-919L 140 19 90° CC..1204 0.42
I Accessories
Insert Screw Wrench (N.m) Torque
CC..0602 M2.5-6.0-3.5-60 T8 1.2
CC..09T3 M4-10-5.7-60 T15 3.0
CC..1204 M5-11-7.5-60 T20 5.0

ATB&CBS BORING INSERTS

A lloyed Steels o o

Stainless Steels
K

Cutting Condition :

[e)

o ® Continuous Cutting

ISO
O General Cutting

Refractory Alloys
Hard Material

O Interrupted Cutting

Carbide  Cermet Micro grain
E1L6)Y coated carbide alloy

cVD HF Drawing

RM4035 RM1205 RM5005

CCGT060202-NK ° 6.35| 6.5 |2.38| 0.2
CCGT060204-NK ° 6.35| 6.5 |2.38 | 0.4
CCGT060208-NK ° 6.35| 6.5 |2.38| 0.8 E
CCGT09T304-NK ° 9.525/ 9.7 |3.97| 0.4 | Wl LT
CCGT09T308-NK ° 9.525| 9.7 |3.97| 0.8
CCGT120404-NK ° 127 |12.9|4.76 | 0.4
CCGT120408-NK ° 127|129 |476 | 0.8
NEW CCMT060204N-M01 ° 6.35| 6.4 |2.38| 0.4
NEW CCMTO9T304N-M01 ° 9.525| 9.7 |3.97 | 0.4 E
NEW CCMTO9T308N-M01 ° 9525 97 [3.97| 0.8 | Wi SLT
* NEW CCMT060202N-FO1 ° 6.35| 6.4 |2.38| 0.2
* NEW CCMT060204N-FO1 ° 6.35| 6.4 |2.38| 0.4
% NEW CCMTO9T304N-FO1 ° 9.525| 9.7 |3.97| 0.4 Er
g % NEW CCMTO9T308N-FO1 ° 9525/ 97 |3.97| 08| wi-
= * NEW CCMT120404N-FO1 ° 127 |12.9| 476 | 0.4
° 127 |12.9 | 476 | 0.8
* Recommended NEW- New Product Unit of Length (mm)
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SSE 45° CHAMFER END MILL

74 3
<O +
\
b
- |2 -
L
(KGS)
Spec. L )| 12 D D1 d Flutes Angle Insert Weight
45°-SSE-32 115 10 40 12.2 32 20 2 45° TP..1603 0.36
45°-SSE-50 125 15 50 229 50 32 3 45° TP..2204 0.88
45°-SSE-63 145 15 50 36.5 63 32 3 45° TP..2204 1.32
I Accessories
Insert Screw Wrench (N.m) Torque
TP..1603 M6-0.75P P4 5.0
TP..2204 M8-1.0P P5 6.0
A lloyed Steels o o . .
7Stainless Steels Cutting Condition :
o ® Continuous Cutting
ISO
O General Cutting
O Interrupted Cutting
Hard Material

Carbide alloy

HW Drawing

TSP20 TSP25 TSK10
TPKN1603PDR ° ° 9525 - |318]| -

a i
TPKN2204PDR [ ] [ ] 12.7 o 4.76 = \/Q\ ‘Bi
11
|s.
TPMN160308 ° [ 9.525 - |3.18] 0.8 Z\
TPMN220412 . . 127] - |476] 12 @ Eqw
o]
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SSP

e Chamfering, v-grooving, the 45° spot drill can be
used for carving and spot-drilling.

¢ Clerance angle negates interference between the
insert/cutting tool and the workpiece during v-
grooving and spot-drilling.

e Could be applied on milling machine, CNC milling
machine and CNC lathe.

5in1l

Inner hole chamfering V-grooving Spotting

Carving Chamering

SSP 45° INDEXABLE SPOT & CHAMFER MILLING CUTTER

Inner Chamfering Range Outer Chamfering Range
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(KGS)

Function Insert Weight
SSP-1212-105L 105 26 13.4 12 11.8 605 |hamfering oo 1503 | 012
/Spotting
SSP-1616-110L 110 30 19.2 16 14 g7 [Chamfering . or3 | 018
/Spotting
SSP-2012-100L 100 35 225 12 19 113 [chamfering r 1er3 | 046
/Spotting
SSP-2020-130L 130 50 225 20 19 113 [chamfering r 1613 | 031
/Spotting
I Accessories
Insert Screw Wrench (N.m) Torque
TC..1003 M2.5-5.0-3.7-43 T8 1.2
TC.13T3 M3.5-8.0-5.0-60 T15 3.0
TC.16T3 M4-10-5.0-43 T15 3.0
A loyed Steels o o ) o
Stainless Steels @ e s Cutting Condition :
Cast Iron o o ® Continuous Cutting
ISO :
Aluminum&Al o o o General Cutting
Refractory Alloys © O Interrupted Cutting
Hard Material o

Layer coated micro grain Micro grain s
cemented carbide
CHF HF Drawing
OM4010 OM4025 RM535 OM5005 OM5060 d
TCEX100302E-FR o o o . 58 | 10 318 0.2
* TCEX100304E-FR o o o ° 58 | 10 |318| 04 | &
TCEX100302E-AR o o 58 | 10 |318 | 0.2 A a
[\ [TCEX100304E-AR . . 58 | 10 [318| 04 [T 5
- * INEW TCEX100304E-MR ° 58 | 10 |318| 0.4
TCEX13T302E-FR o o o ° 7.94 | 134 | 3.97 | 0.2
* TCEX13T304E-FR o o o . 7.94 | 13.4 (397 | 0.4
TCEX13T302E-AR o o 7.94 (134|397 | 02 | =
r’ﬁﬁ TCEX13T304E-AR o o 7.94 | 134 | 397 | 0.4 A a
NEW TCEX13T304E-MR 7.94 (134|397 | 04 | | '
NEW TCEX13T304E-CR 7.94 | 13.4 (397 | 0.4
TCEX16T304E-FR o o o ° 952|165 | 3.97 | 0.4
) * TCEX16T308E-FR o o o ° 952|165 | 3.97 | 0.8 .
rﬁa TCMX16T304E-AR o o 952 | 16,5 | 3.97 | 0.4 A‘ a
* [TCMX16T308E-AR o o 952|165 |397| 08 | 28 Oy
NEW TCEX16T308E-MR ° 9.52 | 16.5 | 3.97 | 0.8

NOTE: FOR SSP30° & SSP60° INDEXABLE CHAMFER MILLING CUTTER PLEASE CONTACT US.
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DR20P-A5C/A8C/A12C/A15C

Processing Type Machining Materials Materials Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 220~290 0.05~0.12 1.0~11.0
Low-Alloyed Steels
OM4025 220~260 0.03~0.06 0.5~3.0
OM4010 80~150 0.05~0.12 1.0~11.0
Alloyed Steels
OM4025 100~150 0.03~0.06 0:5~3.0
. OM4010 90~200 0.05~0.12 1.0~11.0
Stainless Steels
OM4025 90~180 0.01~0.05 0.5~3.0
Cast Iron OM4025 70~130 0.05~0.12 1.0~11.0
Aluminumg&Al OM5005 400~2000 0.06~0.08 0.5~3.0
Processing Type Machining Materials Materials Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 220~290 0.01~0.03 0.05~1.0
Low-Alloyed Steels
OM4025 220~260 0.01~0.03 0.05~1.0
OM4010 80~150 0.01~0.03 0.05~1.0
Alloyed Steels
OM4025 100~150 0.01~0.03 0.05~1.0
. OM4010 90~200 0.01~0.03 0.05~1.0
Stainless Steels
OM4025 90~180 0.01~0.03 0.05~1.0
Cast Iron OM4025 70~130 0.03~0.06 0.05~2.0
Aluminumg&Al OM5005 400~2000 0.03~0.06 0.05~3.0
Processing Type Machining Materials Materials Vc(m/min) fz(mm/rev) Ap(mm)
0OM4010 220~290 0.03~0.06 1.3~3.0
Low-Alloyed Steels
OM4025 220~290 0.03~0.06 0.1~3.0
0OM4010 100~120 0.03~0.06 0.1~3.0
Alloyed Steels
OM4025 100~150 0.03~0.06 1.3~3.0
. OM4010 90~160 0.03~0.06 0.1~3.0
Stainless Steels
OM4025 140~160 0.03~0.06 0.1~3.0
Cast Iron OM4025 70~160 0.05~0.08 0.1~5.0
Aluminumg&Al OM5005 400~1200 0.05~0.1 0.1~6.0
Processing Type Machining Materials Materials Vc(m/min) fz(mm/rev) Ap(mm)
OM4010 220~290 0.05~0.12 1.0~11.0
Low-Alloyed Steels
OM4025 220~260 0.05~0.12 0.5~3.0
OM4010 100~150 0.03~0.1 1.0~11.0
Alloyed Steels
OM4025 100~150 0.03~0.1 0.5~3.0
. OM4010 90~180 0.05~0.12 1.0~11.0
Stainless Steels
OM4025 140~180 0.03~0.06 0.5~3.0
Cast Iron OM4025 70~120 0.05~0.12 1.0~11.0
Aluminumg&Al OM5005 400~750 0.05~0.12 0.5~3.0

¢ Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
¢ Feeding Speed(mm/min)= Feed per Flutesx Flutesx Spindle speed.
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We offer a
comprehensive
range of tools and
Toolpath Design
tailored to your CNC
machine operations,
meeting your
specific
requirements.

www.autocamin.com

+91 86881 02747

w
SolidCAM

SolidCAM, a leading
Integrated CAM solution,
is widely recognized for

its powerful and
effective integration.

Additionally, we offer

sales and support
services for SolidWorks
and Solid Edge.

Research and Technology Pvt. Itd

ocToP,PU=

Octopuz, a versatile

Robot Programming

Software, provides

efflcilent and_ pre0|s? +91 86881 02747

solutions for industrial

automation, enhancing
our services.

O< contact@autocamin.com

Room No-10, 5th floor, Prasad Plaza, Koneru lakshmaya gari
veedhi, 40-3/1-46/4C,Vijayawada, Andhra Pradesh, 520010.



