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Coated HSS Point Set Dirills

D

NC-PSD-V

% &’ Feature
@INIUNA ZRETIAAN (FIVTIVEF) OA—T 47 %A  @Cobalt high-speed steed and TiAZN coating are used.
QP 1.0DINEY A XKITEESY @Available from ¢1.0.
O@EHIM I TICHRIREE @Suitable for processing of difficult to cut material.
ORI H'OIAE @High-speed cutting processing is possible.
O T EEHmNAIEICUP @Durable.
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Item Code Tolerance of D
NC-PSD-V 1.0x90° 90° 1 0~-0.010 6 40 3
NC-PSD-V 1.5%90° 90° 1.5 0~-0.010 6 40 3
NC-PSD-V 2.0x90° 90° 2 0~-0.010 8 40 3
NC-PSD-V 3.0x60°,90°,120° 60°,90°,120° 3 0~-0.010 10 50 3
NC-PSD-V 4.0x60°,90°,120° 60°,90°,120° 4 0~-0.012 12 52 4
NC-PSD-V 5.0%x60°,90°,120° 60°,90°,120° 5 0~—0.012 15 60 5
NC-PSD-V 6.0x60°,90°,120° 60°,90°,120° 6 0~-0.012 20 66 6
NC-PSD-V 8.0x60°,90°,120° 60°,90°,120° 8 0~—0.015 25 79 8
NC-PSD-V 10.0x60°,90°,120° | 60°,90°,120° 10 0~-0.015 25 89 10
NC-PSD-V 12.0x60°,90°,120° | 60°,90°,120° 12 0~-0.018 30 102 12
NC-PSD-V 16.0x60°,90°,120° | 60°,90°,120° 16 0~-0.018 35 115 16
NC-PSD-V 20.0x60°,90°,120° | 60°,90°,120° 20 0~-—0.021 40 131 20
NC-PSD-V 25.0x60°,90°,120° | 60°,90°,120° 25 0~-0.021 45 138 25
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The size of 2 & L are the distance from the cutting edge
BFEILRE Chisel edge length

FEILR
Chisel edge length
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Work [|SS400/545C/FC (~HRC25)] SCM/SK (25~35HRC) SCM/SK (35~40HRC) SUS304/316 Aluminum alloy
EIRE EIRE &V IRE EWRE EWRE
F(mm/rev) F(mm/rev) F(mm/rev) F(mm/rev) F(mm/rev)

. 5,000 0.06 3,100 0.06 1,500 0.04 1,450 0.06 10,400 .
4.0 3,800 0.08 2,300 0.08 1,190 0.05 1,050 0.08 7,800 0.10
5.0 3.000 0.10 1,800 0.10 950 0.05 830 0.10 6,500 0.10
6.0 2,500 0.10 1,600 0.10 800 0.06 690 0.10 5,200 0.12
8.0 1,800 0.12 1,200 0.12 590 0.08 520 0.12 3,900 0.16
10.0 1,450 0.15 920 0.15 470 0.10 420 0.15 3.100 0.20
12.0 1,250 0.15 780 0.15 390 0.12 350 0.15 2,600 0.24
16.0 940 0.20 590 0.20 290 0.16 260 0.20 2,000 0.30
20.0 730 0.25 470 0.20 230 0.20 200 0.25 1,600 0.30
25.0 590 0.30 380 0.25 200 0.25 170 0.30 1,300 0.30

ORI =T« VT THLTIFRL, JUREDHEHEY EUTOHMERSNDIBEIF EIDH1.2~1.5BICF v T B ENERFT .
If used only for chamfering hole end faces, only the feed rate can be increased by 1.2 to 1.5 times.
HYTEIR M HCETHRER TTMER SN, 7+ DRIMEPYHIESE DR RICE > TEBELET,
These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity, cutting oil, etc.
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HRC40~45 | Aluminum alloy

CEE-TeRrTUAS .

63




